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shown in this Figure, the mold 12 in the form of a circular strip is formed
on the core-side surface of BACKGROUND OF THE INVENTION
the injection mold 9 at its outermost portion, and the mold 13 in the form
of a horseshoe-shaped This invention relates to a lid for a can-like   5
strip is disposed inside the mold 12 and is spaced container as described
in the pre-characterizing   from the upper portion of the mold 12. The mold
portion of claim 1 and a method of manufacturing   14 similar in shape to
the mold 13 is disposed such a lid. These lids are used for various
can-like  inside the mold 13 in spaced relation thereto, the containers
such as cans for holding beverage cof-  mold 14 having the same height as
the mold 13 fee, soup, food oil, seasoning, motor oil and other  10  and
having upper ends directed inwardly toward canned goods, the lids being
made predominantly    each other. of a synthetic resin instead of metal and
being of     Fig. 4B is a top plan view of a horseshoe- such a construction
that the lid is openable without  shaped tab (finger grip) 15 made of a
synthetic any tool such as can opener.                       resin, and
Fig. 4C is an enlarged cross-sectional Applicant of the present application
has earlier  15  view taken along the line A-A of Fig. 4B, and Fig.
proposed a method of manufacturing a lid of the    4D is a side-elevational
view of the tab 15. As above-mentioned type which is made predominant-
shown in Fig. 4A, the tab 15 is beforehand moun- ly of a synthetic resin
and is openable without any  ted on the core-side surface of the injection
mold tool such as a can opener (JP-A-1 1238/87).        9, on which the
molds 12, 13 and 14 are formed, in This manufacturing method will now be
de-  20  such a manner that an upper end of a fixing portion scribed with
reference to the drawings. As shown in  16 of the tab 15 is held in
abutting engagement Fig. 5, a multi-layer base 23 having gas barrier   with
the inner surface of the circular mold 12, with properties is inserted in
one injection mold 19 (i.e.,  a body 17 of the tab 15 interposed between
the right-hand mold in this Figure) in such a manner as  molds 13 and 14.
to cover a surface of this mold.              25       The front end
portion (fixing portion) 16 of the For example, as shown in Fig. 10, the
multi-   tab 15 has an oval hole 18 extending therethrough, layer base 23
of the gas barrier type comprises at  as shown in Fig. 4A. least three
layers, that is, an inner base layer 39 of  As shown in Fig. 5, the tab 15
is mounted on the gas barrier type made, for example, of an      the
injection mold 9 in such a manner that the aluminum foil, and opposite
outer surface layers 40   30  through hole 18 is disposed in registry with
an and 41 of a thermoplastic resin. As shown in Fig. 5,  injection port 11.
preferably, the multi-layer base 23 is preformed       Since the fixing
portion 16 of the tab 15 is into a container-like shape having a bottom, an
stepped with respect to the tab body 17 as shown upstanding portion
(peripheral wall) extending from  in Fig. 4C, there is a spacing between
the rear or the outer periphery of the bottom, and a flange   35  lower
surface of the fixing portion 16 and the upper extending from the
upstanding portion in parallel  surface of the preformed base 23. relation
to the bottom. The multi-layer base 23 is     As described above, the
preformed base 23 inserted in the above mold in a manner mentioned   with
the flap portion 27 (hereinafter referred to as above.
"lid body 20") is set on the surface of the one (i.e, As shown in the
drawings, a thermoplastic res-  40  right-hand) injection mold 19 disposed
on its cavity in layer 26, which serves to reinforce at least the  side
(Fig. 5), and then a mold closing or clamping upstanding portion and flange
of the container-like  is carried out as shown in Fig. 6. multi-layer base
23 (hereinafter referred to as        After this mold closing operation, an
injection "preformed base 23") for the lid for a can-like    molding
material 22 (which is hereinafter often re- container, is formed on the
preformed base 23 in  45  ferred to merely as "injection resin") is
injected such a manner that the thermoplastic resin layer 26  into a cavity
21 through a resin flow path 10 and extends from the outer peripheral edge
portion of  the injection port (gate) 11 in the injection mold 9, the
bottom of the preformed base 23 to the end of  as shown in Fig. 7. the
flange and further projects therefrom in parallel  Since the through hole
18 of the tab 15 is relation to the upstanding portion in a direction   50
disposed in registry with the injection port 11 as opposite to the
upstanding direction of the upstand-  described above, the molten injection
resin 22 ing portion (the layer 26 is hereinafter referred to  flows
through the through hole 18 and further flows as "a flap portion 27"
including the above         to the backside of the fixing portion 16 of the
tab oppositely-projecting portion 26').                15. Three molds 12,
13 and 14 are formed on a   55     The injection resin 22 thus fed to the
backside core-side surface of the other injection mold 9.   of the fixing
portion 16 flows into an area delimited Fig. 4A shows the positional
relation between   by the innermost mold 14 and also flows from the these
three molds as viewed from the core side. As  fixing portion 16 of the tab
15 in right and left 2  
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into an area formed between  plastic resin layer 26) are spaced apart by
the the circular mold 12 and the mold 13. The manner  score portion 30. of
such flow is shown in Fig. 4A.                   For example, as shown in
Fig. 13, the lid 24 is The injection resin 22 thus fed deposits on the
connected to a can-like container 42 by heat-bond- surface of the preformed
base 23 of the lid body   5   ing or sealing the flap portion 27 of the lid
24 to a 20 at the backside of the fixing portion 16 of the  peripheral wall
43 of the can-like container 42 by tab 15, and also the injection resin 22
fed to the  heat bonding or sealing The peripheral wall 43 is area
delimited by the mold 14 deposits on the    also made of a synthetic resin.
In Fig. 13, reference surface of the preformed base 23 at that area. At
numeral 44 denotes a bottom lid. the same time, the injection resin 22 fed
to the  10  The manner of opening the lid 24 will now be area formed
between the circular mold 12 and the  described with reference to Fig. 9.
When the end mold 13 deposits on the surface of the preformed  33 of the
body 17 of the tab 15 for opening the lid base 23 at that area.
(which tab is disposed inwardly of the tab seat 25) Then, after the mold is
cooled, the mold is  is raised or pulled upwardly as indicated by an opened
to remove the molded product (the lid)  15  arrow, the fixing portion 16 of
the tab 15 is de- therefrom, thus obtaining the lid 24. Fig. 8 is a plan
pressed in the direction opposite to the direction of view of the lid 24,
and Fig. 9 is an enlarged cross-  the arrow. When the tab 15 is further
pulled upwar- sectional view taken along the line B-B of Fig. 8.  dly, the
preformed base 23 is cut at the score As shown in Fig. 9, the injection
resin 22 has  portion 30, so that the lid 24 is opened along the not been
deposited on the preformed base 23 at  20  outer peripheral edge 32 of the
score portion 30. that portion where the mold 12 has been present     Fig.
11 is a top plan view of the lid 24 after it and also at the area between
the molds 13 and 14,  has been opened, and Fig. 12 is a cross-sectional and
therefore these portions of the preformed base  view taken along the line
C-C of Fig. 11. 23 are exposed to provide grooves 30 and 31.        In the
above manufacturing method, although The injection resin (layer) 22 thus
deposited on  25  the lid body 20 with the flap portion 27 connected the
area surrounded by the circular mold 12 con-  to the end of the preformed
base 23, is beforehand stitutes a tab seat 25 of the lid 24, and
the.through  inserted in the injection mold 19, only the prefor- hole 18 of
the fixing portion 16 of the tab 15 is  med base 23 may be inserted, in
which case filled with the injection resin 22. The fixing portion  another
resin flow path 28 and another gate 28 in (front end portion) 16 of the tab
15 is integrally  30  addition to the gate 11 are formed in the injection
connected or fixed to the tab seat 25 by the     mold 9 as indicated in
phantom in Fig. 5 so that a injection resin 22 lying between the backside
of the  molten resin is injected through the flow path 28 fixing portion 16
and the surface of the multi-layer  and the gate 28 either simultaneously
with or sepa- base 23 disposed in opposed relation thereto.    rately from
the injection of the molten injection As shown in Fig. 9, since the tab 15
is thus  35  resin 22 from the gate 11, to thereby form the flap fixed at
its front end portion 16, the other end of  portion 27. the tab body 17 is
spaced from the preformed        Also, in the above manufacturing method,
al- base 23 (although the other end is not always    though the tab 15 is
beforehand abutted against raised as in the drawings).
the inner surface of the circular mold 12 and is Thus, there is obtained
the lid 24 which is  40  interposed between the molds 13 and 14 as shown
made predominantly of synthetic resins and com-  in Fig. 4A, the tab 15 may
be connected to the tab prises the preformed base 23, the flap portion 27
seat 25 at a separate step after the tab seat 25 is extending from the
outer peripheral edge of the  formed. bottom of the preformed base 23 to
the outer end    The molds 13 and 14 serve to hold the tab 15 of the flange
of the preformed base 23 and further  45  in place relative to the
injection mold 9 in the case projecting in parallel relation to the
upstanding por-  where the tab 15 is beforehand mounted in the tion of the
preformed base 23, the tab seat 25   injection mold 9, and the mold 13 also
serves to formed or deposited on that portion of the upper  prevent the
outer peripheral surface of the body 17 bottom surface of the preformed
base 23 sur-     of the tab 15 from being joined or connected to the
rounded by the flap portion 27, and the tab 15  50  injection resin layer
22 formed between the circular secured at its one end to the tab seat 25.
mold 12 and the mold 13. The lid 24 has a score portion 30 of a circular
Similarly, the mold 14 disposed inwardly of the shape having a
substantially uniform thickness or  mold 13 serves to prevent the injection
resin 22, width over the entire circumference thereof, the  fed to the area
delimited by the mold 14, from score portion being the exposed portion of
the  55  being joined to the inner peripheral surface of the preformed base
23 and being formed as a result of  body 17 of the tab 15. the presence of
the circular mold 12. The tab seat  Therefore, In the case where the tab 15
is not 25 and the flap portion 27 (the reinforcing thermo-  mounted on the
injection mold beforehand, the 
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are not needed, and in such a      foreign matter is introduced or injected
into the case the tab seat 25 is formed over the entire area  container. of
the upper bottom surface of the preformed base      In order to reduce the
width of the score por- 23 surrounded by the inner peripheral end edge of
tion 30 to zero, it is considered that the flap portion the flap portion
27.                             5   27 and the tab portion 25 are formed of
such As described above, Applicant of the present    different synthetic
resins that these two synthetic application has earlier proposed the above
method  reins will not adhere to each other, thereby en- of manufacturing a
lid for a can-like container by  abling them to be released from each other
at the injection molding. In this method, the circular mold  boundary
therebetween. However, the synthetic 12 is required for forming the score
portion 30, and   10  resin layers 40 and 41, which are made of the
therefore even if it is desired that the width (S) of  synthetic resin
which can be heat-bonded to the the score portion 30 be as small as
possible, that  tab seat 25, are used to define the outer surfaces is, as
close to zero (S = 0) as possible, this is  of the preformed base 23.
Therefore, it is actually impossible because of the structure of the mold.
As  difficult to select suitable synthetic resins which a result, the
surface of the preformed base 23 is  15  can be released from each other at
the boundary to exposed to the exterior in an amount correspond-   enable
the opening of the can. ing to the width of the score portion 30.
Further, in the above manufacturing method, The present inventors have
earlier studied the  the tab seat 25 made from the molten injection
relationship of the width of the score portion 30, the  resin 22 is
integrally or firmly joined to the surface degree of easiness to open the
lid (degree of easy   20  of the preformed base 23, and the preformed base
opening) and a rupture strength (product drop      23 is not sufficiently
strechable at the portion there- strength) of the can after it is filled
with its con-  of underlying the tab seat 25. Therefore, with re- tents,
and have found the following facts (as dis-  spect to the internal pressure
within the can, the closed  in  Japanese  Patent Application  No.
preformed base 23 may fail to provide a sufficient 146943/84).
25  buffer effect for absorbing energy produced when More specifically, it
is generally considered  the can is dropped. The result is that the impact
that the narrower the width of the score portion 30  concentrates on the
score portion 30 when the can is, the greater resistance to withstand a
breakage is  is dropped. obtained. However, the reverse is the case, and
the    Further, in the above manufacturing method, as greater the width of
the score portion 30, the more  30  shown in Figs. 5 and 8, in order to
fully open the energy is absorbed when the can is dropped, thus   lid, the
injection gate 11 for forming the tab seat 25 obtaining a greater rupture
strength. In contrast,  and the injection gate 29 for forming the flap por-
with respect to the degree of easy opening, it is  tion 27 must be isolated
from each other. In addi- considered that the wider score portion 30
provides  tion, in the case where the injection gate 29 for for a higher
degree of easy opening. However, the   35  forming the flap portion 27 is
provided, the strength reverse is also the case, and if the score portion
30  of the injection mold 9 is reduced to shorten a has a great width, the
preformed base 23 is sus-   service life of the mold 9. Moreover, in such a
ceptible to stretch or expand, which greatly affects  structure, it is
difficult for the gas to escape, and adversely the degree of easy opening.
during the molding operation, the score portion 30 Therefore, the
above-mentioned synthetic resin  40  are liable to be broken or cut. lid,
which is made predominantly of synthetic res-     EP-A-0 256 477 discloses
a can comprising a ins and can be opened without the use of any tool
barrel, an upper lid and a lower lid bonded to the has such contradictory
characteristics, that is, the  barrel. Both the upper and lower lids
comprise a degree of easy opening and the rupture strength. If  gas liquid
impermeable barrier layer, preferably it is intended to improve one
characteristic, then   45  aluminum foil, and resin layers heat fused to
both the other characteristic often tend to become un-  sides thereof.
Another resin layer is bonded to the satisfactory. Thus, such difficult
problems have   exterior of the lids, with the upper lids having a tab
conventionally been involved in providing a con-   and score to be
perforated by the tab built into the tainer having such a synthetic resin
lid, and it has  resin layer. According to this prior art, the yield been
desired that the lid should have the two   so  strength of the top lid is
made greater than that of contradictory characteristics of a satisfactory
level.  the lower lid to prevent breaking of the score if the The score
portion 30 is the exposed portion of  can is dropped. The differential
strength may be the preformed base 23 which comprises a laminate
accomplished by making the barrier layer of the composed of an aluminum
foil 39 and thin layers    top lid greater than that of the bottom lid. 40
and 41 of a synthetic resin formed respectively  55  EP-A-0 094 359
discloses a container closure the opposite sides of the aluminum foil 39,
as later  of the composite type comprising a supporting and 



described. Therefore, there is a risk that a hole  protecting part of
plastics, having a central panel may be formed through the score portion
30, and a  and a circumferential flange, and a thin metal foil 4    7
EP 0 336 438 B1                   8 acting as sealing label, attached to
said port. In this  BRIEF DESCRIPTION OF THE DRAWINGS prior art, a tearing
denotation is formed in a multi step injection moulded weld zone and a
sealing      Fig. 1A is a cross-sectional view of a lid for a label is
arranged to cover at least the weld zone of  can-like container provided in
accordance with the container part. The weld zone includes abut-   5  the
present invention; ment surfaces of the sequentially moulded parts
Figs. 1 B to 1 E and 1 C' are fragmentary cross- acting as stop members
preventing free relative     sectional views of the other preferred embodi-
movement between said parts after the weld zone     ments of lids of the
present invention, respec- is broken.
tively; 10    Fig. 2A is a bottom view of one example of a tab OBJECTS AND
SUMMARY OF THE INVENTION                seat used in the present invention;
Figs. 2B(a) to 2B(c) ace cross-sectional views It is therefore an object of
this invention to   showing a tab-mounting operation; provide a technique
by which the width of the        Fig. 2C is a top plan view of the tab;
score portion is made as close to zero as possible.  15  Figs. 3(a) to 3(d)
are cross-sectional views By thus making the width of the score portion as
showing steps of a method of the present inven- close to zero as possible,
the invention seeks to   tion; eliminate the risk of introducing or
injecting a for-  Fig. 4A is a view showing the flow of a molten eign
matter into the can from the exterior and also  injection resin with
respect to a mold and a tab to improve the degree of easy opening.       20
in the prior art; Another object of the present invention is to    Fig. 4B
is a top plan view of the tab; prevent the score portion from being exposed
to an   Fig. 4C is an enlarged cross-sectional view tak- external view (at
least when viewed from the top of  en along the line A-A of Fig. 4B; the
lid) even if the width of the score portion is   Fig. 5 is a
cross-sectional view of the prior art increased, thereby eleiminating the
risk of introduc-  25    Injection molding before the mold is closed; ing a
foreign matter from the exterior. The invention  Fig. 6 is a view similar
to Fig. 5 but showing the also seeks to enhance a rupture strength of the
can  mold in its closed condition; by increasing the width of the score
portion on      Fig. 7 is a view similar to Fig. 6 but showing the which
the impact tends to concentrate when the      injection of a molding
material; can is dropped.                              30      Fig. 8 is a
top plan view of the lid; A further object of the invention is to provide a
Fig. 9 is an enlarged cross-sectional view taken technique by which the tab
seat is not integrally or  along the line B-B of Fig. 8; firmly joined to
the preformed base over the entire  Fig. 10 is a fragmentary
cross-sectional view of surface thereof, thereby enhancing the buffer ef-
a barrier-type base; fect.                                        35
Fig. 11 is a top plan view of the lid after it is A still further object of
the invention is to pro-  opened; vide a technique by which a decrease in
mold         Fig. 12 is a cross-sectional view taken along the strength
(and hence a shortened service life) which  line C-C of Fig. 11; and is the
drawback of the above-mentioned earlier      Fig. 13 is a perspective view
of the can-like invention is prevented, and other problems, such   40
container. as the cutting or breakage of the score portion due to
difficulty in gas escape, are overcome.        DETAILED DESCRIPTION OF THE
PREFERRED The above and other objects of the present     EMBODIMENTS
invention and novel features thereof will become manifest upon making
reference to the detailed   45   Preferred embodiments of theinvention will
now description and the accompanying drawings.        be described with
reference to the drawings. The above objects have been mainly achieved
Fig. 1A is a cross-sectional view of a preferred by a lid for a can-like
container as described    embodiment of a lid for a can-like container of
the above, further comprising the features of the char-  present invention.
acterizing portion of claim 1 which is divided into  5o  As shown in this
Figure, a tab seat 2 having two parts with regard to the disclosure of
EP-A-256  ribs 1 at its lower surface is formed on that portion 477. The
preferred embodiments of the subject     of an upper bottom surface of a
preformed base 23 matter of the present invention are subjects of
surrounded by a flap portion 27 in such a manner dependent claims.
that a space 3 exists between the lower surface of 



According to another aspect of the present  55  the tab seat 2 and the
upper bottom surface of the invention, there is provided a method of
manufac-  preformed base 23. turing a lid for a a can-like container
comprising the  The tab seat 2 has a disc-shape. steps as mainly claimed in
claim 6.                   Fig. 2A is a bottom view of the tab seat 2. 5
9        .        EP 0 336 438 B1                   10 As shown in Figs. 1A
and 2A, the tab seat 2    can be made as close to zero as possible. has an
eave portion or flange 4 formed around its     By providing the eave
portion 4 on the tab seat peripheral edge and extending outwardly there-
2, the score portion 30 is prevented from being from.
exposed as described above (Figs. 1A, 1C. 1D and In this embodiment, three
ribs 1 are provided,   5   1 E) although in Fig. 3, the eave portion 4 is
not and the ribs 1 are arranged in concentric relation to  provided. the
eave portion 4 (the ribs 1 are shown as hatched  In this case, if the inner
peripheral edge of the in Fig. 2A merely for illustration purposes).
flap portion 27 is slightly directed radially inwardly The tab seat 25 has
grooves 5 for providing   toward the center of the multi-layer base 23 (see
the above-mentioned space 3.                 10  Figs. 1A, 1C, 1D and 1E),
the effect of the eave As shown in Fig. 1A, a score portion 30 is
portion 4 Is Increased. formed between the inner peripheral edge of the
Therefore, with this arrangement, the risk of flap portion 27 and the
outermost rib 1 of the tab  devilment, such as the introduction of a
foreign seat 2, and the score portion 30 is covered by the  matter after
creating a hole through the score por- eave portion 4 and therefore is not
exposed to the   15  tion 30, can be eliminated, and besides the degree
exterior, thereby eliminating the risk that the score  of easy opening as
well as the rupture strength of portion 30 may be bored for the purpose of
in-    the can can be enhanced. troducing or injecting a foreign matter
from the      Further, if the ribs 1 are formed on the tab seat exterior.
2 to form the grooves 5 as shown in Figs. 1A and A tab 15 is secured to the
upper surface of the   20  2A, the space 3 is formed between the lower tab
seat 2 at its outer peripheral portion, the tab 15  surface of the tab seat
2 and the upper bottom being disposed inwardly of the eave portion 14.
surface of the preformed base 23 when the tab Next, a method of
manufacturing the lid ac-    seat 2 is mounted on the preformed base 23. By
cording to the present invention will now be de-  virtue of the provision
of the space 3, the area of scribed with reference to Figs. 3(a) to (d).
25  the bottom surface of the preformed base 23 which As shown in Fig. 3
(a), first, there is prepared  is not joined to the tab seat 2 is
increased. the preformed base 23 of a three-dimensional         This
construction enhances the buffer effect of shape as described above.
absorbing the energy relative to the internal pres- It is general to adopt
a stamping reduction   sure of the can when the can is dropped, and
machining for production of the preformed base 23.  30  therefore the
impact produced when the can is As desired, for production of the preformed
base  dropped is less liable to concentrate on the score having a deep
bottom (i.e., a high flange type), the  portion 30. preformed base 23 be
preformed according to the      Since the top of the space 3 is covered by
the following procedure which the present inventors   tab seat 2, there Is
no risk that a foreign matter is have earlier found (see Japanese Laid-Open
35  introduced into the can after a hole is formed (Kokal) Patent
Application No. 90130/85).         through that portion of the preformed
base 23 In the presentinvention, next, the flap portion  disposed beneath
the space 3. 27 of a thermoplastic resin is formed on the peri-    Further,
the manufacture and mounting of the pherl portion of the preformed base 23,
as shown   tab seat 2 are carried out at separate steps, and in Fig. 3(b).
(It is possible to sumultaneously mount  40  therefore a multiple-gate
construction is not re- the flap portion 27 and the tab 2 onto the prefor-
quired for forming the tab seat 2 and the flap med base 23.)
portion 27 whereas in the conventional method, The flap portion 27 can be
formed by the       such a multiple-gate construction (i.e., the injection
above-mentioned injection molding, and alternative-  gates 11 and 29 for
the tab seat and the flap ly the flap portion may be connected or joined at
a   45  portion is needed. This simplifies the construction separate step
to the preformed base 23 by ultra-  of the mold 9 and reduces its cost, and
the service sonic welding, high-frequency welding or an adhe-  life of the
mold 9 can be prolonged, and the cutting sive.
of the score portion 30 due to the difficulty of gas Then, the tab seat 2
which has the ribs 1 and  escape is prevented. is made of a synthetic resin
at a separate step is  so  Preferably, the tab seat 2 is connected or
connected or joined to that portion of the upper  joined to the preformed
base 23 by ultrasonic bottom surface of the preformed base 23 sur-
welding or high-frequency welding. This also can 



rounded by the flap portion 27.                   be done using an
adhesive. The most important feature of the present in-     Then, as shown
in Fig. 3(d), the tab 15 of a vention resides in the mounting of the
separate tab   55  synthetic resin is secured at one end thereof to the
seat 2. The size of the tab seat 2, the position of  upper surface of the
tab seat 2. mounting of the tab seat 2 and so on are suitably
Preferably, the tab 15 is mounted by the fol- adjusted so that the width S
of the score portion 30  lowing method. 6    11     .          EP 0 336 438
B1                   12 One example of such method will now be de-
Fig. 1D shows a still further preferred embodi- scribed with reference to
the drawings. As shown in  ment of the invention in which a notch 270
having Fig. 2C, two holes 8 are formed through the one   an inclined
surface is formed in the inner peripheral end of the tab 15.
surface of the flap portion 27, and the edge of the Fig. 2B(a) shows at its
upper portion the cross-   5   eave portion 4 is elastically bent or
deformed to be section taken along the line B-B of Fig. 2C.      fitted in
the notch 270. On the other hand, as shown in a lower portion    Fig. 1 E
shows a still further preferred embodi- of Fig. 2B(a), projections 200 are
formed on the  ment of the invention in which a notch 271 of a upper
surface of the tab seat 2, the projections 200  channel-shaped
cross-section is formed in the in- being long enough so as to extend
through the   10  ner peripheral surface of the flap portion 27, and
respective through holes 8 beyond the upper sur-  the edge of the eave
portion 4 is fitted in the notch face of the tab 15.
271. As shown in Fig. 2B(b), the through holes 8 of    The score portion 30
can be covered more the tab 15 are aligned with the projections 200,
completely by the provision of the notch 270, 271 respectively, and then
the projections 200 are  15  in which the save portion 4 is fitted and
further by caused to extend through the respective through   fusing the
eave portion 4 to the notch portion. This holes 8 upwardly beyond the upper
surface of the  more positively eliminates the risk that a foreign tab 15.
matter is introduced into the can after turning up Ultrasonic vibration is
applied to the thus pro-  the eave portion 4 and boring the score portion
30. jected portions 201 of the projections 200 to fuse  20  The
construction of the invention will now be them.
described supplementarily. Each projection 200 of the tab seat 2 is smaller
As described above, one example of the gas in diameter than the through
hole 8 of the tab 15,  barrier-type multi-layer base 23 is
cross-sectionally and when the thus projected portion 201 is fused,  shown
in Fig. 10. The multi-layer base 23 com- the upper surface of the
projection 200 lies flush  25  prises the intermediate base layer 39 of the
gas with the upper surface of the tab 15. With this   barrier type and the
resin layers 40 and 41 formed arrangement, as shown in Fig. 2B(c), the tab
15 is  respectively on the opposite sides of the base firmly secured to the
tab seat with a high welding  layer 39, the resin layers 40 and 41 being
heat- strength, and this is also desirable from  the    fusible
(heat-bondable). viewpoint of the appearance.                 30      It is
necessary that the gas barrier-type base The tab 15 of Fig. 2B may be
replaced by one   layer 39 should have so-called gas barrier prop- of a
loop-shape shown in Fig. 4B or any other     erties so that the base layer
39 will not allow suitable type.                                    oxygen
and impurities to pass therethrough. The tab 15 may be first secured to the
tab seat   For example, the gas barrier-type base layer or 2 in the manner
mentioned above, and then the tab   35  element 39 used in the present
invention is made seat 2 with the tab 15 may be mounted on the      of a
metal foil, the following sheet or the following preformed base 23.
film. Next, modified forms of the invention will now    One example of such
metal foil is an aluminum be described with reference to Figs. 1 B to 1 E.
foil. Particularly, the present invention is embodied Fig. 1B shows another
preferred embodiment  40  In the lid for a can-like container in which an
of the invention in which the eave portion 4 of the  aluminum foil is used
as the gas barrier-type base tab seat 2 is omitted. In this embodiment, the
score  element 39. Other examples of the gas barrier-type area can be
reduced to a minimum by making the    base element 39 include a sheet or a
film of a width of the score portion 30 as close to zero as  saponifide of
ethylene-vinyl acetate copolymer, possible.
45  vinylidene polychloride, polyamide, polyacrylonitrile Fig. 1C shows a
further preferred embodiment   or the like. of the invention in which the
eave portion 4 of the  As described above, the lid 24 for a can-like tab
seat 2 overlaps and rests on the flap portion  container according to the
present invention is so 27. If there is a risk that after the eave portion
4 is  designed that the lid 24 can be opened by cutting turned up, the
score portion 30 is bored so as to  so  the gas barrier-type multi-layer
base 23 having the 



introduce a foreign matter through such a bore in  gas barrier-type base
layer 39. Taking into consid- the case where the save portion 4 is
relatively thin,  eration the degree of easy opening of the lid, the it is
preferred that the eave portion 4 be bonded to  drop strength of the
product (can), the rupture the flap portion 27 with adhesives, or otherwise
be  strength of the can and the breaking strength in brought into intimate
contact with the flap portion   55  connection with the shaping operation,
it is pre- without any adhesive. In the latter case, it is possi-  ferred
that the thickness of the gas barrier-type ble to form a hinge 4a for
ensuring a hinge effect  base layer 39 (made, for example, of an aluminum
as shown in Fig. 1C.                             foil) should be not more
than 50 [err], and more 7    13                EP 0 336 438 B1
14 preferably 9 to 30 [err].                             oval and other
shapes. With such thickness, a complete incineration is    According  to
the  present invention, the possible, and the energy required for such
inciner-  drawbacks of the earlier invention are overcome, ation can be
reduced to 11,000 Kcal/Kg or less,     and the width of the score portion
can be made Thus dealing with the problem of disposal of used   5   close
to zero. Further, the score portion is not cans.
exposed to the exterior to thereby eliminate the risk For example, as shown
in Fig. 13, the lid for a  of the introduction of a foreign matter into the
can, can-like container according to the present inven-  and an increased
rupture strength of the can can tion is secured to the container body by
heat-     be achieved. bonding the flap portion 27 to the peripheral wall
10 43 of the can-like container 42. The surface of the  Claims peripheral
wall 43 is also defined by a similar resin layer.
1. A lid (24) for a can-like container comprising: The heat-fusible outer
resin layer 41 of the        a gas barrier type multi-layer base (23) for
the multi-layer base 23 of the lid 24 is bonded to the   15  lid;
peripheral wall 43 of the can-like container whereas   a reinforcing
thermoplastic resin layer (27) the heat-fusible inner resin layer 40 is
heat-fused to  formed on the periphery of said multi-layer the flap portion
27 and the tab seat 2. Thus, the lid  base (23); can be firmly heat-bonded
to the peripheral wall 43    and a tab seat (2) of a synthetic resin having
a through the outer layer 41, and the flap portion 27   20  tab (15) and
being formed on that portion of and the tab seat 2 can be firmly
heat-bonded to the   the upper surface of said base (23) surrounded inner
layer 40 by ultrasonic welding or the like.      by said reinforcing
thermoplastic resin layer Examples of the resin of which the resin layers
(27); 40 and 41 are made include heat-fusible resins         wherein said
multi-layer base (23) comprises such  as polyethylene, polypropylene and an
25       an inner base layer (39) of the gas barrier type
ethylene-propylene copolymer.                          and opposite outer
surface layers (40, 41) of a The inner and outer layers 40 and 41 can be
thermoplastic resin; wherein made of the same resin or different resins.
said multi-layer base (23) has a bottom, an When the resin layers 40 and 41
are to be           upstanding portion extending from the outer formed on
the gas barrier-type base element 39,  30    periphery of said bottom, and
a flange extend- this can be done with or without an adhesive or an     ing
outwardly from said upstanding portion; adhesive resin layer such as a film
of a hot melt      and said reinforcing thermoplastic resin layer adhesive.
(27) extends from the outer peripheral edge Preferably, the thickness of
each of the resin     portion of said bottom to the outer end of said
layers 40 and 41 should be not more than 100 am    35  flange and further
projects therefrom downwar- for the same reason as described above for the
dly in substantially parallel relation to said up- gas barrier-type base
layer 39.                        standing portion so as to reinforce said
up- The flap portion 27 can be made of a thermo-        standing portion
and said flange, characterized plastic resin similar to that of the resin
layers 40   in that said tab seat (2) is provided with protru- and 41.
40       sions (1) directed towards said upper surface If the resin layer
40 is made of an ethylene-      of said base (23) to keep said tab seat (2)
in a propylene copolymer, it is preferred that the flap     spaced relation
to said upper surface of said portion 27 be made of polypropylene.
base (23) and disposed in such a manner that If the resin layer 40 is made
of polypropylene,    a score portion (30) having a width as small as it is
preferred that the flap portion 27 be made of  45  possible is formed
between the outer periphery polyethylene.
of said tab seat (2) and the inner peripheral The tab seat 2 as well as the
tab 15 can be         edge of said reinforcing thermoplastic resin made of
a synthetic resin similar to that of the flap  layer (27), 



portion 27.                                            and said upper
surface of said base (23) is Various additives such as an inorganic filler
can   so  exposed through said score portion (30). be added to the
synthetic resin of which the flap portion 27, the tab seat 2 and the tab 15
are made.  2. A lid according to claim 1, in which said tab Further, after
the tab seat with or without the     seat (2) has an eave portion (4)
formed around tab 15 is attached in place, the flap portion 27 may   and
directed outwardly from an upper portion be formed on the preformed base
23.           65       of the outer periphery thereof so as to cover
Moreover although the above embodiments are        said score (30) portion.
directed to the lids for a circular can, the present invention is
applicable to lids for cans of square, 8    13                EP 0 336 438
B1                     14 * C   L  M   S * preferably 9 to 30 [err].
oval and other shapes. With such thickness, a complete incineration is
According  to  the  present invention, the possible, and the energy
required for such inciner-  drawbacks of the earlier invention are
overcome, ation can be reduced to 11,000 Kcal/Kg or less,     and the width
of the score portion can be made Thus dealing with the problem of disposal
of used    5   close to zero. Further, the score portion is not cans.
exposed to the exterior to thereby eliminate the risk For example, as shown
in Fig. 13, the lid for a  of the introduction of a foreign matter into the
can, can-like container according to the present inven-  and an increased
rupture strength of the can can tion is secured to the container body by
heat-      be achieved. bonding the flap portion 27 to the peripheral wall
10 43 of the can-like container 42. The surface of the  Claims peripheral
wall 43 is also defined by a similar resin layer.
1. A lid (24) for a can-like container comprising: The heat-fusible outer
resin layer 41 of the        a gas barrier type multi-layer base (23) for
the multi-layer base 23 of the lid 24 is bonded to the   15  lid;
peripheral wall 43 of the can-like container whereas   a reinforcing
thermoplastic resin layer (27) the heat-fusible inner resin layer 40 is
heat-fused to  formed on the periphery of said multi-layer the flap portion
27 and the tab seat 2. Thus, the lid   base (23); can be firmly heat-bonded
to the peripheral wall 43    and a tab seat (2) of a synthetic resin having
a through the outer layer 41, and the flap portion 27   20  tab (15) and
being formed on that portion of and the tab seat 2 can be firmly
heat-bonded to the    the upper surface of said base (23) surrounded inner
layer 40 by ultrasonic welding or the like.      by said reinforcing
thermoplastic resin layer Examples of the resin of which the resin layers
(27); 40 and 41 are made include heat-fusible resins         wherein said
multi-layer base (23) comprises such  as polyethylene, polypropylene  and
an   25      an inner base layer (39) of the gas barrier type
ethylene-propylene copolymer.                          and opposite outer
surface layers (40, 41) of a The inner and outer layers 40 and 41 can be
thermoplastic resin; wherein made of the same resin or different resins.
said multi-layer base (23) has a bottom, an When the resin layers 40 and 41
are to be           upstanding portion extending from the outer formed on
the gas barrier-type base element 39,  30     periphery of said bottom, and
a flange extend- this can be done with or without an adhesive or an     ing
outwardly from said upstanding portion; adhesive resin layer such as a film
of a hot melt      and said reinforcing thermoplastic resin layer adhesive.
(27) extends from the outer peripheral edge Preferably, the thickness of
each of the resin      portion of said bottom to the outer end of said
layers 40 and 41 should be not more than 100 [err]   35   flange and
further projects therefrom downwar- for the same reason as described above
for the         dly in substantially parallel relation to said up- gas
barrier-type base layer 39.                        standing portion so as
to reinforce said up- The flap portion 27 can be made of a thermo-
standing portion and said flange, characterized plastic resin similar to
that of the resin layers 40    in that said tab seat (2) is provided with
protru- and 41.                                        40      sions (1)
directed towards said upper surface If the resin layer 40 is made of an
ethylene-       of said base (23) to keep said tab seat (2) in a propylene
copolymer, it is preferred that the flap     spaced relation to said upper
surface of said portion 27 be made of polypropylene.                   base
(23) and disposed in such a manner that If the resin layer 40 is made of
polypropylene,     a score portion (30) having a width as small as it is
preferred that the flap portion 27 be made of  45  possible is formed
between the outer periphery 



polyethylene.                                          of said tab seat (2)
and the inner peripheral The tab seat 2 as well as the tab 15 can be
edge of said reinforcing thermoplastic resin made of a synthetic resin
similar to that of the flap  layer (27), portion 27.
and said upper surface of said base (23) is Various additives such as an
inorganic filler can   50  exposed through said score portion (30). be
added to the synthetic resin of which the flap portion 27, the tab seat 2
and the tab 15 are made.  2. A lid according to claim-1, in which said tab
Further, after the tab seat with or without the     seat (2) has an eave
portion (4) formed around tab 15 is attached in place, the flap portion 27
may    and directed outwardly from an upper portion be formed on the
preformed base 23.            55      of the outer periphery thereof so as
to cover Moreover although the above embodiments are         said score
(30) portion. directed to the lids for a circular can, the present
invention is applicable to lids for cans of square, 8    15
EP 0 336 438 B1                    16 3. A lid according to claim 2, in
which said eave        standing portion so as to reinforce said up- portion
(4) extends outwardly to such an extent       standing portion and said
flange; and said as to cover the inner peripheral edge of said
multi-layer base comprising at least three reinforcing thermoplastic resin
layer disposed        layers and comprising an inner base layer in
surrounding relation to said score portion   5     of the gas barrier type
and opposite outer (30) so that said eave portion (4) covers said
surface layers of a thermoplastic resin. score portion (30). 7. A lid
manufacturing method according to claim 4. A lid according to claim 1, in
which the outer      6, in which said tab seat has a rib formed at its
peripheral edge of said eave portion is fitted in  10  lower surface. a
groove formed in that portion of said re- inforcing thermoplastic resin
layer (27) formed  8.  A lid manufacturing method according to claim on
said upstanding portion of the gas barrier-     6, in which said securing
step (d) is performed type base so that said eave portion covers said
prior to said mounting step (c). score portion.
is 9. A lid manufacturing method according to claim 5. A lid according to
claim 1, in which said tab       6, in which said securing step (d) is
performed seat (2) has a rib (1) formed at its lower         posterior to
said mounting step (c). surface so as to prevent deformation of said lid
(24).                                      20   PatentansprOche 6. A method
of manufacturing a lid for a can-like  1. Ein Deckel (24) for einen
dosenartigen BehAl- container comprising the steps of:                 ter
mit: (a) preforming a gas barrier-type multi-layer    einem gasdichten
mehrlagigen Boden (23) far base of a flat shape for the lid into a pre-  25
den Deckel; determined shape having a substantially flat     einer an dem
Rand des mehrlagigen Bodens portion;
(23) gebildeten verstArkenden thermoplasti- (b) forming a reinforcing
thermoplastic resin    schen Harzschicht (27); layer on said multi-layer
base in such a         und einem Laschensitz (2) aus einem Kunst- manner
that said reinforcing thermoplastic  3o   harz, der eine Lasche (15)
aufweist und auf resin layer extends from the outer periph-       dam
Bereich der oberen Oberflache des Bo- eral edge portion of said
substantially flat     dens (23) gebildet ist, der von der verstArken-
portion;                                         den thermoplastischen
Harzschicht (27) umge- (c) mounting a tab seat of a synthetic resin     ben
ist; on that portion of the upper surface of said  36  wobei der mehrlagige
Boden (23) eine innere flat portion surrounded by said reinforcing
gasdichte Bodenschicht (39) und einander ge- thermoplastic resin layer,
said tab seat be-     gendber angeordnete  gueers  Oberflfichen- ing
disposed in spaced relation to said up-      schichten (40, 41) aus einem
thermoplasti- KU        per surface of said flat portion and disposed
schen Harz aufweist; wobei in such a manner that a score portion hav-  4o
der mehrlagige Boden (23) sine Unterseite, ing as small a width as possible
is formed       einen vom AuBeren Rand des Bodens aufste- between the outer
periphery of said tab seat     henden Bereich, sowie einen von dem aufste-
and the inner peripheral edge of said re-        henden Bereich nach aulen
ragenden Bund inforcing thermoplastic resin layer, and said    aufweist; 



upper surface of said flat portion being ex-  45  und die verstirkende
thermoplastische Harz- posed through said score portion;
schicht (27) von dam  Auferen randseitigen (d) securing one end of a tab of
a synthetic     Kantenbereich des Bodens zu dem AuBeren resin to said tab
seat;                          Ende des Bundes reicht und von dort waiter
(e) forming an upstanding portion at said        nach unten in im
wesentlichen parallel gerich- base extending from the outer periphery of
5o   toter Beziehung zu dem aufstehenden Bereich said flat portion; and
ragt, um so den aufstehenden Bereich und den (f) forming a flange extending
outwardly         Bund zu verstArken, dadurch gekennzeichnet, from said
upstanding portion; said reinforc-     daB der Laschensitz (2) mit
VorsprOngen (1) ing thermoplastic resin layer extending from     versehen
ist, die auf die obere Oberfllche des the outer peripheral edge portion of
said flat  s5  Bodens (23) gerichtet sind, um den Laschen- portion to the
outer end of said flange and      sitz (2) in einer beabstandeten Beziehung
zu further projecting therefrom downwardly in       der oberen Oberfl~che
des Bodens (23) und substantially parallel relation to said up-      so
angeordnet zu halten , daB ein Einschnittbe- 9    17                EP 0
336 438 B1                    18 * c   L  M   S reich (30) mit einer
m6glichst kielnen Breite        net ist und so angeordnet ist, daB ein Ein-
zwischen dem AuBeren Rand des Laschensit-            schnittbereich mit
einer moglichst kleinen zes (2) und der Inneren Randkante der verstar-
Breite zwischen der auBeren Kante des La- kenden thermoplastischen
Harzschicht (27) ge-        schensitzes und der inneren Randkante der % .
bildet wird, und daB die obere Oberflache des   5     verst~rkenden
thermoplastischen   Harz- Bodens (23) durch den Einschnittbereich (30)
schicht gebildet wird, und die obere Ober- zuganglich ist.
flache des flachen Bereiches durch den Einschnittbereich zuganglich ist; 2.
Ein Deckel gemaB Anspruch 1, dadurch go-              (d) Befestigen eines
Endes einer Lasche kennzeichnet, daB der Laschensitz (2) elnen   io     aus
Kunstharz an dem Laschensitz; Vorsprungsbereich (4) aufweist, der umlaufend
(e) Ausbilden eines aufstehenden Bereiches gebildet ist und von einem
oberen Bereich des        an dem Boden, der von dem AuBoren Rand auBeren
Randes nach auBen gerichtet ist, um          des flachen Bereiches absteht;
und den Einschnittbereich (30) abzudecken.               (f) Ausbilden
tines Bundes, der von dem 15        aufstehenden Bereich nach auBen ragt;
wo- 3  Ein Deckel gemaB Anspruch 2, dadurch ge-              be! die
verstarkende thermoplastische Harz- kennzeichnet, daB der Vorsprungsbereich
(4)          schicht von dem auBeren randseitigen Kan- so welt nach auBen
ragt, daB die innere Rand-        tenbereich des flachen Bereiches zu dem
kante der verstarkenden thermoplastischen            auBeren Ende des
Bundes ragt und von Harzschicht, die in umgebender Beziehung zu   20
dort weiter in im wesentlichen paralleler Be- dem  Einschniffbereich (30)
steht, abgedeckt         ziehung zu dem autstehenden Bereich nach ist, so
daB der Vorsprungsbereich (4) den Ein-       unten ragt, um so den
aufstehenden Be- schnittbereich (30) abdeckt.                         reich
und den Bund zu verst~rken; und der mehrlagige Boden wenigstens drei Lagen
4. Ein Dockel gemaB Anspruch 1, be! dem die  25          aufweist und oene
innere gasdichte Boden- AuBere Umfangskante des Vorsprungsberei-
schicht sowie zwei gegenlberliegende Au- ches in eine Nut in dem Bereich
der verstar-         Bore Oberflichenschichten aus thermopla- kenden
thermoplastischen  Harzschicht (27)           stischem Harz aufweist.
eingepaBt ist, die auf dem aufstehenden Be- reich des gasdichten Bodens
gebildet ist, so   30  7. Ein Verfahren zur Herstellung eines Deckels daB
der Vorsprungsbereich den Einschnittbe-        nach Anspruch 6, bet dem der
Laschensitz reich abdeckt.                                     sine Rippe
an seiner unteren Seite hat. S. Ein Deckel gemAB Anspruch 1, bei dem der
8. Ein Verfahren zur Herstellung sines Deckels Laschensitz (2) eine Rippe
(1) hat, die an sei-  35  nach Anspruch 6, bei dem der Befestigungs- ner
unteren Oberflache ausgebildet ist, um         schritt (d) vor dem Schritt
des Anbringens (c) eine Verformung des Deckels (24) zu verhin-
ausgefUhrt wird. dern. 9. Ein Verfahren zur Herstellung eines Deckels 6.
Ein Verfahren zur Herstellung eines Deckels  4o    nach Anspruch 6, be! dem
der Befestigungs- eines dosenartigen Behaltes mit den Schritten:
schritt (d) nach dem Schrift des Anbringens (c) (a) Vorformen eines
gasdichten mehrlagigen      ausgef0hrt wird. 



Bodens mit flacher Gestalt fUr den Deckel in eine vorbestimmte Gestalt, die
einen im we-  Revendlcations sentlichen flachen Bereich autweist;    4S (b)
Formen eliner verstarkenden thermopla-   1. Couvercle (24) pour recipient
de type bolte de stischen Harzschicht auf dem mehrlagigen        conserve,
comprenant: Boden in einer Weise, daB die verstirkende          une base
multicauche (23) de type barrib- thermoplastische Harzschicht von dem au-
re contre les gaz pour le couvercle, une cou- Beren randseitigen
Kantenbereich des im   so    che de renforcement (27) en resine thermo-
wesentlichen flachen Bereiches wegragt;         plastique formee sur la
p~riphdrie de ladite (c) Anbringen eines Laschensitzes aus           base
multicouche (23) et un support de Ian- Kunstharz auf dam  Bereich der
oberen           guette (2) en rdsine synthdtIque comportant Oberflache des
flachen Bereiches, der von       une languette (15) et dtant forme sur la
partie der verstarkenden thermoplastischen Harz-  55   de la surface
superieure de ladite base (23) schicht umgeben ist, wobei der Laschensitz
qui est ontouree par ladite couche de renforce- in beabstandeter Beziehung
zu der oberen        ment (27) en rnsine thermoplastique, dans le-
Oberflache des flachen Bereiches angeord-       quel ladite base
multicouche (23) comprend 10    19                  EP 0 336 438 B1
20 * C-  L   M   S une couche de base inteme (39) du type bar-
nervure (1) formee sur sa surface inferieure de ribre contre les gaz et des
couches de surface         manibre a empecher une deformation dudit
externes opposees (40, 41) en rdsine thermo-           couvercle (24).
plastique, dans lequel ladite base multicouche V       (23) comporte un
fond, une partie verticale qui   5   6. Procedd de fabrication d'un
couvercle pour s'etend depuis la peripherie externe dudit fond
recipient du type bolte de conserve, compre- et un rebord qui s'dtend vers
l'exterieur depuis       nant les etapes consistant &: ladite partie
verticale, et ladite couche de ren-        (a) preformer une base
multicouche de type forcement (27) en  resine  thermoplastique
barribre contre les gaz de forme plate pour s'etend depuis la partie
formant bord peripheri-  1o     le couvercle de manibre a lul donner une
que externe dudit fond jusqu'a l'extrdmitd ex-           forme
predeterminee comportant une partie terne dudit rebord et fait saille
encore de              sensiblement plate, celul-ci vers le bas de maniere
sensiblement             (b) former une couche de renforcement en parallele
a ladite partie verticale afin de renfor-      resine thermoplastique sur
ladite base multi- cer ladite partie verticale et ledit rebord, carac-   15
couche de manibre que ladite couche de terise en ce que ledit support de
languette (2)          renforcement en  rtsine  thermoplastique est muni de
protuberances (1) dirigees vers              s'6tsnde depuis la partie
formant bord peri- ladite surface sup6rieure de ladite base (23)
ph6rique exteme de ladite partie sensible- pour maintenir ledit support de
languette (2) &          ment plate, distance de ladite surface supdrieure
de ladite   20     (c) monter un support de languette en rdsi- K-'
base (23) et est dispos6 de telle manibre                ne synthetique sur
la partie de la surface qu'une partie formant entaille (30) de largeur
superieure de ladite partie plate qui est en- aussi faible que possible est
formme entre la            toures par ladite couche de renforcement
periph6rie externe dudit support de languette            en resine
thermoplastique, ledit support de (2) et le bord peripherique interne de
ladite   25       languette etant dispose a distance de ladite couche de
renforcement (27) en resine ther-              surface superieure de ladite
partie plate et moplastique, et ladite surface sup6rieure de
6tant disposd de maniere qu'une partie for- ladite base (23) est exposee
par ladite partie           mant entaille de largeur aussi faible que
formant entaille (30).                                   possible soit
formee entre la p6ripherie ex- 30         terne dudit support de languette
et le bord 2. Couvercle selon la revendication 1, dans lequel
peripherique interne de ladite couche de ledit support de languette (2)
comporte une              renforcement en resine thermoplastique, la-
partie en saillie (4) formee autour d'une partie         dite surface
superieure de ladite partie plate superieure de sa pdripherie externe et
dirig6e           4tant exposee par ladite partie formant en- vers
l'exterieur de celle-ci de manibre a couvrir  35    taille, ladite partie
formant entaille (30).                     (d) fixer une extrdmite d'une
languette en resine synthetique sur ledit support de lan- 3. Couvercle
selon la revendication 2, dans loquel           guette, ladite partie en
saillie (4) s'etend vers l'exte-        (e) former une partie verticale au
niveau de 



rieur sur une distance telle qu'elle recouvre le   40    ladite base qui
s'etend depuis la periph6rie bord periphdrique interne de ladite couche de
exteme de ladite partie plate, et renforcement en resine thermoplastique
dispo-            (f former un rebord qui s'etend vers l'exte- s6e de
manibre a entourer ladite partie formant          rieur depuis ladite
partie verticale, ladite entaille (30), de sorte que ladite partie en sail-
couche de renforcement en resine thermo- lie (4) recouvre ladite partie
formant entaille   45     plastique s'4tendant depuis la partie formant
(30).                                                    bord peripherique
externe de ladite partie plate jusqu'a l'extremite externe dudit re- 4.
Couvercle selon la revendication 1, dans lequel           bord et faisant
saillie encore de celui-ci vers le bord periph6rique externe de ladite
partie en         le bas de maniere sensiblement parallble & saillie
s'adapte dans une rainure formee dans   5o       ladite partie verticale
pour renforcer ladite la partie de ladite couche de renforcement (27)
partie verticale et ledit rebord, at ladite base en resine thermoplastique
qui est formee sur             multicouche comprenant au  moins trois
ladite partie verticale de la base de type bar-          couches et
comprenant une couche de ribre contre les gaz, de sorte qus ladite partie
base interne du type barriere contre les gaz en saillie recouvre ladite
partie formant entaille.   55  et des couches de surface externes oppo-
sees sn resine thermoplastique. 5. Couvercle selon la revendication 1, dans
lequel ledit support de languette (2) comporte une    21                 EP
0 336 438 B1                   22       I I!III  till liii 1II lll * C   L
M S 7. Proc~d6 de fabrication d'un couvercle selon la revendication 6, dans
lequel ledit support de languette comprend une nervure formee sur sa
surface Inf~rieure. 8  Procede de fabrication d'un couvercle selon la
revendication 6, dans lequel ladite 6tape de fixation (d) est accomplie
avant ladite etape de montage (c). 10 9. Proced4 de fabrication d'un
couvercle selon la revendication 6, dans iequel ladite etape de fixation
(d) est accomplie apres ladite 6tape de montage (c). 15 20 25 30 35 40 45
50 55 12    


