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WD 2004/ 062828 PCT/ S&2003/000281 1 Method for

Provi ding Marking on the Pull Tab of a Can End Field
wobkookoemeg i on 5 The present invention rel ates POT/8G2003/000281

met hod for can-making, particularly the top end of the

as a |l ogo st arrped ther eon, for pr om)tl onaI and

decorati on purposes, proof of purchase, product
Field gé avenéioess and the |i ke, on cans, including beverage

can ends. 10 Background to the Invention The

conventional system for using can products, such as
The pi&'@lﬁt 1ﬁﬂ§ht1bﬁ\tela’@gasa uzlaamlsod foe car-makihg, paa“tiutdstﬂ;jagﬁ,top end of the can.

avertlse or decoh gq neds

rféff’

Specifipallyp itriglacs B GSUF' cimeqhe sre But s puf 4t it i such
as a | B &atpsi g\‘&éont Ef@r Pﬁh?ot%gpﬁﬁ'@ dEéerﬁ&lngx%OEé%g pk&ﬁ‘oofoﬁurchase

e can end's 15 pu tab may be carried out
prodmbgarmmenessahdttlmdﬂwo boggns, includdiglgvetage caroendsi m t t o
i nks, paints, silk screens, adhesives or gl ues.
Later, laser technology is used to produce the marking

Back?ﬁbnﬁn'&eto‘%ﬂé‘lmﬂtn%nplﬂ | tab. In this specification, the
mar ki ng" enconpasses any form of mark provided

on the pull 20 tab, including a Iogo aI phanuner al ,

nbol , wavin ta raphi.c_profjl .
The cE g R PabT SRERG: PREoES Pt Rl R SR o provide
a mestsﬁge R drtisd H9ddcRkatObnldE 884 ;ﬁﬂletab lid by prifbtifg dnebd3piap or etching
spose of properly”, "Do not litter” and other short

plctunmslgg(s on Sneasn @rhﬂefh Puﬂ fiadr. dhermseecsy & paviderife 1ogp emghe can end’s
pull tﬁl% g@y f rc%?ri‘et%lt (%ugg)tyl %B?erntfj ﬁglotr a‘f.\wYo riﬁ{ilhdl% t*}%‘? Mmit to, inks,

paintf WP SE€Shs, AThesibeDdr gmu&sc hasg lasgeruhmitoddrio dbsl to ﬁ&duoe the marking
i'dentification, anti-tanpering, etc. In prior art

on thesaosddgmil ebmoul ded pl astic cover is used as
identification system This identification systemis
costly as the prior art needs additional plastic

In thiFBpeRificatiod,ah® eerdl ‘inprRighg” endomnpabses pul fortadE mafk provided on the pull
art US6105806, a | aser device is used to burn or,_etc
tab, mgldipgodileges @l,p auuneagl, symbol, waving, topographic profile, and cut-outs

through the tab. Among the earliest marking on either the pull ring tab or the end are “Lift
ring to open”, “Dispose of properly”, “Do not litter” and other short messges. Since then,
more creative markings in the form of colourful logo or decorative mark have been used for
attractive, promotional and/or co-branding purposes, proof of purchase, genuine product

identification, anti-tampering, etc.

In prior art US6082030, a moulded plastic cover is used as identification system. This
identification system is costly as the prior art needs additional plastic material to be slipped

into the pull tab.

In prior art US6105806, a laser device is used to burn or etch the anodised or coated
aluminium tab. A plurality of coatings of aluminium material must be used to produce a
colour logo or decorative item on the can end’s pull tab. The material, the process and the

device to produce the logo or decorative item are costly.
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alumniumtab. A plurality of coatings of alum nium

materi al nmust be used to produce a colour |ogo or
walewanelses/e item on the can end' s pull tab. TheCT/SG2003/000281

material, the process and the device to produce the

In prlg&%? ggéqgg’g?g@at : VE I @1{% & c?eis{e%%%@éég@# t%g%(? 8 - or decorative

item- @éatlﬁg eficias batd N Isiﬂmas EThé qeigpge the logs tdbétkn@hl@stl log®-due to the
or decorative itembearing sticker onto the pull tab.

natureTdiestigkesbi ty of the |1 ogo does not |ast |ong due to the
nature of stickers. 5 The present invention seeks to
overconme the limtations of the previous systerrs One

The St GrerfRREEH 8ot BESPHEERs 18 sHRARSp g One of e

obj ecﬁQﬁ'tth@fin\fEtnﬁﬂTﬁ) i@ R_Rdeahé ebTeRd phaigg 0loga opwokdd @bthiesull tab. The
much cheaper conpare to a laser equipment. 10 Anot her

cost @ibjst@mpmgf a tine-donnndleigooen iaspulhéaby iy ARichrehspperj gpanpare to a laser

equi gﬁlred to put a logo on the pull tab. For exanple,

q pfnfe st anpi ng process nmay be enpl oyed, the tine
required to stanp the logo on pull tab is very fast.

The process will directly red%pe the | apour tine or
Anotheg g)bjeg‘h@f this igvegtion is theusaion @ ﬁ%@qﬁm tormit & lpgg on the pull tab.

For e ]{)le aF a%%fé%ﬁ_gcgﬁq?%ny@%bﬁy% $hd f?mg Iy cﬁm%dqggl%mg the logo on

are sone or arts. ~Sunma
pull thﬂiles Wl'yefﬁitl The Pooeshingll dirtétly sftlocetri ldbabjtent o1 coit and this will
provided in the general enbodi nent of the invention, a
incregsg thrangsut.f or provi di ng markings on a netallic pul
tab of a nmetallic can conprising press- working on
said pull tab to provide a mark thereon. Preferably,
Still dnlbehep blgest-ofolikinnegntiondk tdgise amyoro testing logntsomparegp some prior arts.
coi ni ng, punch-and-di e, conversion pressing,
st anpi ng, punching, scoring and incising a nark on the

Sunnﬂﬁh%ofﬁ@lﬁ@&ﬁhﬁﬁt 25 the mark includes any one
CO

I nation o | ogo, al pha-nuneral, synbol, waving
and topographic profile on the pull tab and may be

To aﬁiﬁ(\)f\élt%gfpreﬁggh@&cﬁs‘ E.ngls g&qv@cﬁeﬁéﬁ r&ﬁes %re]]gal %uipg P}egaof) e invention, a
meth§MBAAbBPRAIng Mallibgsabh bym&thllichsilPibl oft 2 bftdly che cb@prisidg press-

on a netall'ic strip prior
working on said pull tab to provide a mark thereon.

Preferably, the press-working includes any one of embossing, coining, punch-and-die,
conversion pressing, stamping, punching, scoring and incising a mark on the pull tab and that
the mark includes any one combination of a logo, alpha-numeral, symbol, waving and
topographic profile on the pull tab and may be provided in the form of apertures and cut-outs

on said pull tab forming said mark.

In a preferred embodiment, a plurality of the pull tabs may be formed on a metallic strip prior
to the press-working thereon to provide the marking on each said pull tab. A plurality of the
marking may also be press-worked in suitably spaced apart distances on a metallic strip prior
to forming pull tabs around each marking. Alternatively, the plurality of pull tabs and the

corresponding marking thereunto on a metallic strip may be formed in a single press.
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30 to the press-working thereon to provide the marking

on each said pull tab. A plurality of the marking may
wW@b®a/obxs2$pr ess- wor ked in suitably spaced apartPCT/SG2003/000281

di stances on a netallic strdp prior to formng pull

t abs _around. eac rking.. Alternpati i L ur alel
Prefergplypthe) methpd %gu’tqﬁe Coggjinls%ss%%ﬁge nOJ fﬁ"&?{% WQE? E%gegﬁogtt%é’pull tab
tofor&rhnaall%hﬁﬁligp strip may be fornmed in a single press.

WD 2004/ 062828 PCT/ SG2003/ 000281 3 Preferably, the

met hod may further conprises the step of folding in

the edges.qaf . AUl : f |z '

o s S0 F R kR Bt AT Al e can nc
with @5dMiall @ebvidyd Widlbmiadang cgnpdsisptysepeof:can end 5 with

a pull tab provided with marking conprising the steps
- offorming &%PH]éta?éi d pull tab; press-working said
; L] [ : fiixi ng said marked pul |

¢ B Ssnfbos St b R P Vet ng sai d {ab
- oaffixisgbald neakedepud! tab®nt; sad preted, riecuding oivietiegs3id titeonto said

s(%ep of affixing the marked pull tab includes renoving
Caneiire pull tab formed froma plurality of such pull

tabs pre-forned on a netallic strip prior to affixing

said marked pull tab onto said can closure by riveting.
In a prefamsd eRvbeflomant| the stepeofnaffining the unarked peldigdy inghiles removing the

pull tgl%] "afgqrr?efdr %gllﬁgelllrﬁ aiillﬂxtéal}%ﬁlgg it aﬁ%%% tﬁge?f 1?1'3%. é_):n?ag (rﬁe?alfig rs{Hp prior to
affixiSRAE InBIdd, plllab BRIoAM Edardlbkaire B@ﬂﬁétirﬁg&’ﬁez&f@&P&f&@dﬁI the method
e

providing a score line outlining an aperture on the
further apmprisesarsteradipdingindbe edgss of theamlldeb t fognman afrowpdlip.
end which facilitate tearing of said score line at
that point upon the lifting of the pull tab which
In ye€AREprafets@entbediaRmt, the endted fuitheAt@npriseaithe steprof providing a
line to conplete the opening of the 20 aperture. An
score dine epfming/an ansriareeomibe cey erd prd difixingatd pul Wbt A@gpen the end

whichgfai%gﬁ%? ré?eaerinigno% sgl‘a;/sl:c{){en@n %ﬁﬁ%&fé@o&%ﬁé Qﬁtgfgﬁéfr thE pull tab which

nce o e en

enabl@ heaisaatd \congmdeo’hi®n alonghaid absrk datel ancahplatecte epeting of the
with a pull tab may be ) . .
aperture. An alternative to the “aperture is one that is defined by the score line covering

substantially the entire circumference of the end of the can.

In another alternative embodiment, the fabrication of a can end with a pull tab may be

implemented in a single continuous process.
Brief Description of the Drawings

Figure 1 shows a top plan view of a can with the end provided with a logo stamped on the

end tab according to one embodiment of the present invention.

Figure 2 shows a top plan view of a can with another embodiment of the end provided with a

logo stamped on the end tab.
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i npl enmented in a single continuous process. 25 Brief
Description of the Drawings Figure 1 shows a top plan

wo2@woafs2@ can with the end provided with a | oBOI/SG2003/000281
st anped on the end tab accbrding to one enbodinent of

rina R S o PO AL 2R BB Y e s

invenibRVi ded vvlth a |ogo stanped on the end tab. WO

2004/ 062828 PCT/ S&2003/000281 4 Figure 3 shows a

bl ock di agram of the nmethod for producing the pull tab

of t.-he p t entio
Flgural ash?)gvr% % ﬁlsogg dé étr%%/qndgta!nvdgteﬁrga'ttlﬂg éﬁeftﬁoffb? %(@wn ggo% epull tab of the
mﬁ%ﬁﬂhﬁmﬁﬁﬁ"Of the 5 present invention. Detailed

Description of the Preferred Enbodi nents The net hod of

press-wor ki ng, i ncl udi ng stanplng (i.e.: piercing,
b fidagd i n Mechani cal
Demggfbggggnhg%gqggygggﬂgg -Metal works) a | ogo or
words on pull tab accordlng to the present invention

may be best understood with reference to the draw ngs

The ﬂféﬂlo*dh@f @ﬁés@lwmgnmcd&ﬁ@ krchpitgs Cird. pipledting, Fingisie, ]punchmg as
ows a can cl osure &) of a can with the result of
T

deﬁncda goMecharpeal Tgingepug Practipe (n Sheet-Motal warkstpdegn e m?;ds on pull
tab a&c%%ﬁé ‘?‘oeﬁleg)fr?s%?? %%{e/nt é)%brT@ll?% P/é(;s gfzdieji%foégc}r %Ztﬁ?@i%retnge I 'Ge drawings

can Crosur

and teoaeenbhoyiag deraasdesarption. t ear strip (13) outlined by
a score Iine (18) mhich can be pushed to tear open by

. faorce. The I udes .a orti 12
Figurg ] g a8 © Cﬁb}]fet i g# MRS T of %19%@ Btpymned ¢ onla il tab (10),
O tt t
e bl VA £ AL ) 0 .5
rivet plak) toi emy ¢driventiénal neeapsyland adar () (18 pouttinediby a sd:cev éine (18) which

corfil et s R OB o
pOI’tl(?I?@ 130m Ea% I \(/)vn %ﬁ% ??’Ft%‘éeﬁeﬁ tb la8n E}éllsg(xggm By Q4R 111§ and a slit
(15)is prov1ded adJacent the fixed portion (11) of the pull tab (10) to act as a lever with the
rivet (14). The pull tab (10) pivots at rivet (14) when the grip portion (12) is lifted up and the
resultant leverage with the fulcrum around the rivet applies downward force by the fixed
portion (11) of the pull tab (10) to open the tear strip (13). The tear strip (13) is designed in
such a way that a portion of the tear strip (13) will be torn opened and the remainder of the
score line (18) intact with the can closure (1). Only when the tear strip (13) is pushed open
completely to expose the opening or aperture, can the consumer consume the content of the
can. The pull tab (10) is preferably made of metallic material that is easily processed, e.g.
aluminium, aluminium alloys, steel or zinc or any other suitable material. The formation of
the pull tab (10) can be done in a conversion press. The material allows the machine to easily
stamp the desired logo on pull tab (10). Various of logos such as characters, icons,

trademarks, etc can be stamped on the pull tab (10) for promotional purposes. A logo (16) is
stamped on the pull tab (10) instead of forming a gripping aperture in the tab (10).

Figure 2 shows a second embodiment of the invention. In this embodiment, the pull tab (10)

is similar to the first embodiment in construction and affixed to the can closure (21) by rivet



10

15

20

25

30

portion (11) of the pull tab (10) to open the tear

strip (13). The tear strip (13) is designed in such a
woy4bmes a portion of the tear strip (13) w | PCheGL008/mM0281

opened and the remai nder of5the score line (18)

(24) Igf?[fn%ﬁt efé)str t(agh gudlce tan@%ﬁ% tléet%t%’/fe }{\%1%2 )%%ggxgtfetr%xce of the can

closuPEN) BY aQan aRIiHEE by @%oiéﬂ@ne{l which corisufsen th@pen the closure
content of the 25 can. The puII tab (10) is preferably

(21) ofetbiecasr bytlling the plletel (1) that is easily processed,

e.g. alumnium alumniumalloys, steel or zinc or
any other suitable material. The formation of the
The gaoddss bakhe(ih®ntivambebe nglemontad by m\/[ﬂessi\mrkhrgw@araﬁnein order for

mat eri al _al | e .machi ne to easil . the .
prodyggs el e n Vil 0T GBI CouReal #r o LRGESstiRe syster o
form?i?e @%ﬁé@f&g@g 8n tﬁecﬁﬂfstab (A 62LeaBRE S a %Io%k GRS of ‘P?%{P@g In a first

ul™l 10) for ‘pronotional purposes.
meth()d 6J prosiumﬁ@ tlm plﬁbw @A) witd spﬂmhpedtlgg) (als(pgelfahgmlgaml @t{rlp is fed into

th e G B R e B b B i
strip aﬁﬂﬁ@@hﬂ tHB Rlarkih@r Ritol ort @b gh}a%ménsgap il TR fdretl Agb §ttipSé then fed

nmbodi ment in construction and affixed to the can

into &Btemprng feetign §32) itey enanm@nzlaumgwm glericT) logp ®o3he gobgaortion of

each lpﬁe%lz Ee?:lrpmetg hslh%ﬂeep% %%r g &g&% 3d) Ba#;) %!ﬁ%dﬁ% ?o%(%%%q ué %bl édcmp after

exitidgZhd sRinpinLadRtian ()i adnli¥d ats € GvdtingeedtZsh) (988) Gdhere pull tabs

can be torn to open the closure (21) of the can by
are rq@medrfgamﬁ@ formed logp te(bmylp (@%@dpswe d 9atogthe cpp clostre of the can.

A peggl\é ggilfeg dn The egp gngy %Ed %.%[Hl a«%%ﬁxg (?%52%8 'fwr'bitgg edges of the

pull Wbtth,prowide aﬁadmlo@nd ai f@nmmwmemrsﬁl& di’_tai\hb rigb. STI&ITmcE]@on of this

systemto formthe desired | ogos on the pull tab (10)
foldingssesHomis iptsrchangegble herwegndhs sclippyasmacgousiymentipnes

nmet hod of producing the pull tab (10) with stanped

| ogo, a steel/alumniumstripis fed into the formng
Figuiseicsho®s af 8Berhjtitoomethodfotgoguctaethe podl ned(18haging afcotredsion press

al ong the steel/alum ium 10 stri
havinga |S%§a>nagq SYsHan §P ifpmp dPeasatp theo P 25 G2 oot oag, method, the
staméib%'s@ctloﬁ é?b@qls Loggtgg 'bt@ dfe glng%)ﬁggg :ggcétg)ﬁ%b(%ﬁ eé ?Tﬂeodesued logos
are s}tmnpadoamdjér iredseld ﬁomdd‘tee sﬂaﬁ:lrﬁldnmhlapestm 1nad35prcﬂetdrmaned distance
formed tab atrlp The for

l Q .
betwesp; ¢ach glamped doghplong sdid e@% ! o b ork ' pting into the
formfn Sekbth S4Q§3 ﬁﬁ?%ﬁé 1§§§)w1 Ea At 1488 log%r(ﬁq the pull tab (10).

nove rom logo tab strip (
Aftenﬁonnmgdh@pntedetenm’ne@shapb@ﬁ tebe, thé ptih éabciamhen rlgldly mounted to the can

end by riveting.

A painted steel/aluminium strip in desired colour may be used with the present invention if
coloured pull tab with stamped logo are required. Similarly, the steel/aluminium strip with

coated colours may also be used with the present invention.

It is to be understood that the present invention may be embodied in other specific forms and

is not limited to the sole embodiment described above. However modification and



15 A person skilled in the art may add a fol ding
section (S35) to fold in the sharp edges of the pul

WO aw4eesps ovi de an all-round |lip to enhance theCpsGLi08/€00281
of the tab. The location of6this folding section is

.inter ngeapl e, bet h tlon R Vi OuUS : .
caunBhfy GBRERER S DSLUEE DS AR LPRR PRUB BHEbY sed n e
art ar® i1REMRIAG bt BRIyRel witharbthe k0 pelsithgclaintonlieh %fecﬁpﬁﬁﬁc&ﬂé‘ahereto.

20 having a stanping systemto formlogos on the pul

tab (10). In this second nethod, the stanping section
($41) is located before the form ng section process
(S42). The desired | ogos are stanped and/or incised
fromthe steel/alumniumstrip in a predeterm ned

di stance between each stanped | ogo al ong said
steel/alum niumstrip (S41) prior to entering into the
form ng section (S42). The stanped logo will give a
nore |lasting logo-on the pull tab (10). 25 After

form ng the predeterm ned shape of tabs, the pull tab
is then rigidly nounted to the can end by riveting. A
pai nted steel/alumniumstrip in desired col our nmay be
used with the present invention if coloured pull tab
with stanped logo are required. Simlarly, the
steel/alum niumstrip with 30 coated colours nmay al so
be used with the present invention. It is to be
understood that the present invention may be enbodi ed
in other specific forns and is not limted to the
sol e enbodi nent descri bed above. However nodification
and WD 2004/ 062828 PCT/ S&003/000281 6 equi val ents of
t he di scl osed concepts such as those which readily
occur to one skilled in the art are intended to be

i ncluded within the. scope of the claims which are
appended thereto. WO 2004/ 062828 PCT/ SG2003/ 000281 7
Cainms 1. A nethod for providing markings on a
metallic pull tab of a netallic can end conprising
press-working on said pull tab to provide a mark
thereon. 5 2. A method according to Claim1l wherein
the press-working includes any one of
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enbossi ng, coining, punch-and-die, conversion
pressi ng, stanping, punching, scoring and incising a
woeod/06282¢8 he pull tab. 10 3. A nethod accor di nBCT/8G2003/000281
Claim2 wherein the mark intludes any one conbi nation
h1°f a logo, alpha-nuneral, synbol, waving and
———¥%pographic profile on the pull tab. 4. A nethod
according to Caim1 wherein the mark incl udes

apertures ?nd cut-outs on said L%ﬁ tab form ng sa
L. pafkmethgdstor pragidingd madepisd PR etalliainmll tahhet @i meﬁﬂhc can end

com;ﬂiéﬂ{ rbdtwfiidd\h Dl ‘buﬁ 8830 BIcRid Bk BB MeLal i C

prior t €sS- Wo |ng thereon to provide
the mar ki ng on each said pull tab. 6. A nethod

dij wh [ it f. th
2 RN <PoRPdE QU 1 Dertiel ooy Bpfind Mg any one of

emb&bﬁgae&ﬁﬁlgo @)uﬁcl{fﬁﬁcﬁhﬂe' eoﬂewléh gfésﬂh%t ealfng @qnaﬁﬁé scoring and
bs” ar ound each rking. met Rod according t

lnclsmgammkqmbﬁwukhtﬁtbhe f orm ng of a plurality of pull
tabs and the corresponding marking thereunto on a
nmetallic strip is provided in a single press. 25 8. A

3. MepAhRsthéd sQotding té @la'-i‘ﬁiyz @h&reRf tht RearR iR Gedbs "éﬁ% ohal 'cBi§1b1nat10n of a
further conprising the step of folding int

logo,sflphatmunprrkl, syrabols waviog andiopakiaphie lpmﬁlb iop th@PUINahet hod
for fabricating an easy-open can end with a pull tab
provided with marking 30 conprising the steps of:

4, foAmhdiBo® atddrdbl ko Caliin PHASRINDE khdil 1§cﬂh&bsi’%éhhﬂég afdl cut-outs on
said pull tab; affixing said nmarked pull tab onto said

Sald]éldhtabrf@l‘mlpééqﬂddlﬂﬁﬁb riveting said tab onto said can
end. WO 2004/ 062828 PCT/ SG2003/ 000281 8 10. A nethod
for fabricating a can end with a pull tab according to

5. O AimetBod whwiding t6 itains! evherdin afplurditygofsae gultasteetde formed on a

ull .tab includes renpving said pul] tab formed froma
metaﬁ}clﬁtrép pl{lcg,r to the press-working théreon to provide the marking on each said pull tab.

6. A method according to Claim 1 wherein a plurality of the marking is press-worked in
suitably spaced apart distances on a metallic strip prior to forming pull tabs around each

marking.

7. A method according to Claim 1 wherein the forming of a plurality of pull tabs and the

corresponding marking thereunto on a metallic strip is provided in a single press.

8. A method according to any one of the preceding claims further comprising the step of

folding in the edges of the pull tab to form an all-round lip.

9. A method for fabricating an easy-open can end with a pull tab provided with marking
comprising the steps of:

- forming said pull tab;

- press-working said marking on said pull tab;

- affixing said marked pull tab onto said can end, including riveting said tab onto said

can end.
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of such pull tabs pre-forned on a netallic strip prior
to affixing said marked pull tab onto 5 said can
w@bwgoem2$y riveting means. 11. A nmethod for PCT/SG2003/000281
fabricating a can end with & pull tab according to any
one of Clainms 9 to 10, further conprising a step of
folding in the edges of the pull tab to form an
10. al A-methodi fdrifpbrick@ing 2.cal ené twithch i tafDEdizl’:dudﬁigl mgﬁ:lamﬁ anwhereln the

step Shstrinnaf Bikse LTSS BN B Gt s pol i red fom & pluralty
of sdch'f]ﬁllockibsi pl%l-ﬂaﬁn@d‘ oRREhEHNIR $Ap SHLHE Qﬂi)&%dsm%%\%ﬁke%pull tab onto

iXing said pull tab at a point on sal
said ¢agcilosuraberiveimgimepnsf said score line at said point
upon the lifting of the pull tab which enables a user
to continue tearing along said score line to conplete

11. t ha napkst fog fabichiies AT rdr With &%uﬂ %ab a‘éc&%h%% ah§'one of Claims 9 to
fabricating a can end accordi ng Claim wher ei n

0, fyrgher ﬁ%‘@?’fl%}pé agep oféaliingdn By qdlgés @ﬁtb@ pull taheto fore a all-round lip.
substantially the entire circunference of the end. 14.
A nethod for fabricating a can end with a pull tab
12, ackonefhowfor dabaivytinge caf efd witha palltatl&cdlingMy 41 dn% of Claims 9 —
| emented in a single continuous process. 15. A pull
12 ﬁ’f‘i.{gr oRpRTIsing e Skep Al PR Viding @ ssoRedineutining Al PPRI e 0n Agid can end

and a?ﬁﬁngfsa@ ﬂf‘ﬁb Lia gg&m’[ Gl A \Gnin %Hflﬁ]té %Xli%é %yalg geore line at

or ned a continuous stri
said pmnlt niminrthe: :hiftmg (vﬁthél pall patl Which lenaisiens deii do contédig tedithgOdlong said
jl Af%an including a pull tab
score g}g&papqqale{eothg:pg?qwag §8PCTRTEan i ncl uding a can end
according to Claim116. 30 19. An apparatus for
i mpl ementing a nmethod according to any one of Clains 1
13. t oA Iaethod for fabricating a can end according to Claim 12 wherein the aperture as

defined by the score line covers substantially the entire circumference of the end.

14. A method for fabricating a can end with a pull tab according to any one of Claims 9 —

12, which is implemented in a single continuous process.

15. A pull tab fabricated according to a method according to any one of Claims 1 — 8,

including a plurality of such pull tabs formed on a continuous strip.

16. A can end fabricated with a pull tab according to any one of Claims 9 — 14.
17. A canincluding a pull tab according to Claim 15.

18. A canincluding a can end accordi.ng to Claim 16.

19.  An apparatus for implementing a method according to any one of Claims 1 to 14,



