PAPER CONTAI NER FOR FLUI D SUBSTANCES, A _ “THEREFOR BACKGROUND
OF THE | NVENTI ON FI ELD OF THE | NVENTI ON 4The pr- S TN t|on relates to a
paper container for fluid substances, a an s 04

ESCRI PTI ON OF THE RELATED ART It is necess
_aeconnndatlng fluid substances which are re
t he property of oxidizing or evaporating, S
strength, seeping-preventing efficiency, gas
i ke. Printing ink represented by, for exanp 3
plate ink and pIanographlc |nk |s a hlgh Vi scO® . *: ce contalnlng
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a trunk rrenber, a bottom rrerrber and a lid nenber are generally formed of
netal plates such as a tin plate and steel plate and are manufactured as a

can by pl #aKERYIND oA\ THIPUNVENTIDNt ruct ure ensures sufficient strength,
its heavy weight results in an increase in the transportation costs of

cont ai ner IHRID A ITTHRO M NVUENAIONEXI St dr awbacks in that, since the sealing
efficiency of joints of the container is.insufficient, infiltration of
air may cause (The udssits iofverntd coomediaters tto lae paper container for

ency and the
ink, intaglio

fluid substances, and an inside 1id used therefor.

DESCRiPTION OF THE.RELATED ART
It is necessary that a container'fqr accommodating

+ fluid substances which are relatively heaﬁy—weight and have
the property of oxidizing or evaporating, should possess
satisfactory strength, seeping-preventing efficiency, gas-
shutoff efficiency and the like. Printing ink répresented
by, for example, letterpress ink, intaglio plate ink and
planographic ink is a high viscosity substance containing
volatile matters, in which pigments, lakes and dyes are
kneaded into a vehicle. Thus, conventionally, a container
therefor_has been uSedlin which a trunk member, a bottom
member and a 1id member are generally formed of metal plates
such as a tin plate and steel plate andlare manufactured as'
a can by plate drawing. Although this structure ensures.
.sufficienf strength, ifs-heavy welght results in an increase
in the transportation costs of containers; In addition,
there exist drawbacks in that, since the sealing efficiency

of joints of the container is insufficient, infiltration of



oxi datively polynerized to be hardened. Further, there also exist
drawbacks in that, since this type of ntai ner is not conbustible and the
contents adhere to the container even ter use of the container, it is
difficult to di spose of the used container and the cost for disposing of
fhe sanme may increase exceedingly. For this reason, a jointless container
f'ormed by deep- drawing a netal plate has al so been used. However, in this
type of container as well, there exist drawbacks in that the container is
beavy-wei ght and the cost of manufacturing the sanme is very high, and that
t he used containers occupy a | arge anount of space and are not easy to be

di sposed @hr malt RBLsel kHied conRehaaces %H@hcaﬁtﬁihgﬁttMGBB pol ymeri zi ng
pri-nting ink represented by offset ink, polynerizing paints and a

reactivel pxhaadereny adhemeyezagenb bpanhrduhaaLy Fattret, i pkgrBanksbi gh
viscosity and are difficult to neatly and quickly be taken out from a

cont ai ner exfsit tirawbaeksonn thase Elincd $hhbhst dmpesofiavenbaiénenf {ennased
after their viscosity is |lowered by letting themtogether with the

cont ai ner somhustihlevendaftbiet nontro4si aghene tonthat sontiadnenne¥eno t hat

- the contents can easily be taken out fromthe containers. However, heating
by using &AteVeHSeeqli tBS §OBEAIPAEr abbelfi ARTEACLLT he dbspesesoBntirel y

et warm | n addiition, since it
9 the used contalner and tﬁe cost for disposing of the same

may increase exceedingly. a -

For this reason,'a Jointless container formed by deep-
drawing a metal blate has also been used. However, in this
type of container as well, there exisﬁ drawbacks in that the
container is heavy-weight and fhe cost of manufacturing the
same is very high, and that the used contginers occupy a
large amount of space and are not easy to be disposed of.

Further, fluid substances such as oxidatively-
polymerizing printing ink represented by offset ink,
polymerizing paints énd a reactively-hardening adhesive
agent (particulérly, offset-inki have high viscosity and ére
difficult to neatly and quickly be taken out from a
container. For this reason, these fluid substances have
been oftenlused after their viscosity is lowered by letting
them together with the containers into an oven and then
heating the contents in advance so that the contents can
easily be taken out from the containers. However, heating
by using an oven requires a considerable time until the

AY

contents entirely get warm. In addition, since it is



difficult to heat the contents uniformy, there exists a drawback in that,
the fluid substance at a portion near heat source is excessively heated

. and an undesirabl e phenomenon such as Skinning may appear. Therefore, there
has al so been a demand for a contai ner which overcones this drawback and
dor which a preferable heating process can be utili-zed. SUMVARY OF THE
INVENTION It is therefore an object of the present invention to provide a
paper container for fluid substances, having sufficient strength and
tight-weight. It is another object of the present invention to provide a
paper container for fluid substances which has excellent barrier ability or

seal i ng ef41Ef &Rt abRi BRIT athe ARLeny Wikermly «dhane jaxigks éﬁ)t hgr -
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fluid substances can | nprove ficiency of the contents.
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which is suitable for use in the above-descri bed paper container.
has also been a demand for a container which overcomes this
drawback and for which a preferable heating process can be

utilized.

SUMMARY OF THE INVENTION

It is therefore an objecf of the present invention to
'pro%ide a paper container for fluid substances, having
sufficient strength_and light-weight.

It is another object Qf the present invention to
provide a paper container for fluid substances wﬁich has
excellentlbarrier ability or sealing efficiency against a
liquid, gas or the'like.

It is yet another object of the present invention to
provide a paper éontainef for fluid substances which can
easily be disposed of after use thereof.

It is a further object of the present invention to
provide a paper container for fluid substances which can
improve the take-out efficiency of the contents.

It is also an object of the present invention to
provide an inside 1id which is suitable for use in the

above-described paper container.



O her objects of the invention will be apparent by reference to the
follow ng detailed description. In order‘§0'achieve t he above-descri bed

obj ects, the present inventors have consi dered using a container nmainly
made of paper. In this case, in view of maintaining the integral container
evéh when the content of the container is a relatively heavy-weight fluid
subst ance, they have used cardboard. Further, in order to prevent seeping,
oxi dation or evaporation of the contents, a coating film having barrier
ability is provided. It is preferable that, in view of the aspect of cost,
the container be fornmed by rolling one sheet paper and joi ni ng ends

thereof . and thephiu,d QhYeRde! BE Lilel 130aRE0 RS b aphebherbY! At e

J
However, using only Chi’s ISCractir e calses a s orfron to be” fornmed at

the JO'”'”grQQEEbﬂ@eb%%a%ﬁﬁ 9%1&%WﬁﬁgtH%tﬁi&@ﬁoéégcrﬁﬁdibﬂe seal i ng
efficiency is inpaired due to a gap which is caused by the stepped portion.

Accordingly, therpreg@el itevaehiieRei $hal aBoderaebedibedowbyeate, atdeawback
based on the stepped portion by using a special structure. In accordance

with the presesenitniavensorst have iconpiderddduaipgper conhaanaermadnlyl uid
subst ances, which conprises: a tapered trunk portion (body portion) forned
by rolling madgeef pemeri.si Ay Xhlisyeasee. gn, V@@ﬂtpﬁgmﬂéyéﬂ}nhaﬁlﬁ@ebarrler
ability applied onto a surface of cardboard,
integral container even when the' content of the container is
a relatively heavy-weight fluid substance, they have used
cardboard. Further, in order to prevent seeping, oxidation
or evaporation of the contents, a coating film having
‘barrier ability is provided. It is preferable that, in view
of the aspect of cost, the-contéiner be formed by rolling
one-sheet paper and joining ends thereof, and then by
joining the roll-shaped paper with a bottom-blate. However,
using only this structure causes a stepped portion to be
formed at the joining portion because of using the
cardboard, and the sealing efficiency is impaired due to a
gap which is caused by the stepped pdrtion. Accordingly,
the present invention is also directed to overcome a |
drawback based oﬂ the stepped portion by using a special
. structure.
In accordance with the present invention, there is
provided a paper container for fluid substances, which
comprises: a tapered trunk portion (bbdy-portion) formed by

rolling a sheet comprising a layer (e.g., coating layer)

having barrier ability applied onto a surface of cardboard,



in a state in which the layer is disposed inside, and by | oining

| ongi tudi nal -directional ends of the siget with each other; and a bottom
menber formed from a di sk-shaped sheet Conprising a | ayer having barrier
ability applied onto a surface of cardboard,  a | ower end portion of said
#runk portion and a peripheral portion of said bottom nenber being engaged
and jointed with each other in such a manner that the respective |ayers
face each other, wherein a first end portion for form ng a joint portion of
said trunk portion has an extending filmwhich surrounds an end surface of
t he cardboard and reaches an external surface of the cardboard, and a

d : ti f, the.joi L ti .ch bend
outsi de. { ABnia BN it PackR3bel Lakefr 183t PpPeBRCTAsEEb | SRk unich
t end | f fi d ' ' fil
of the sedgn ok, BB ISR AT BURePELDRSL Lhap SECERR] Shee: ATCRTERER' Ly

other laygihak) haungdpWiiBnt RemBytepdinaal £-8moh §DSkiER8begNgnBEEL i ON.
The wording "the respective |ayers face each other" specifically neans that

the | ayer sohped s@aghaotiBger Haveak! Yaorikhr avghiepyappheed! ayeo(g). That
Is, the layers are present at |east inside the container. The cardboard
used i n t barfaesentf icavdbbaod,haslawehi ekdepsrsibhi cfessidotranke no
trouble in normal transport even when a fluid substance to be used is
filled i nPPE&ion and a peripheral portion of said bottom member being
engaged and jointed with each other in such a manmer that
the respective layers face each other, wherein a first end
portion for forming a joint portion of said trunk pbrtion
‘has an extending film Whigh surrounds an end surface of the
cardboard and reaches an external surface of the cardboard,
and a second end portion'of the joint portion has a stepped
portion which bends outside froﬁ an end-surface position of
the first end portion and which extends along an external
surface of the first eﬁd.portion. an inner film of the
second end portion being directly or_indirecfly'(i.e.,-
through any other layer(s)) Joined with the extending film
_ of the first end portion.

The wording "the respective 1&yers face each other™
specifically means that the layers face each other, directly
or through any other layer(s). That is, the layers are
present at least inside the container.

The cardboard used in the pfesent invention has a

thickness sufficient to cause no trouble in normal transpbrt

even when a fluid substance to be used is filled in the



container. Usually, the thickness thereof is 0.2 mmto 1.0 mm and
preferably, it is 0.4 nmto 0.7 mm Theffardboard Is required to have good
press strength and a second-process abi Mty. The barrier ability defined in
t he present invention neans having the shutoff efficiency or resistance
#hich is higher than the cardboard, against one or nore substances such as
aliquid (e.g., water), oil and fluid substances. It is determ ned,
dependently on uses of the containers of the present invention and .
Situations in which they are used, what the substance specifically is, and
by what degree the shutoff efficiency or resistance is higher than the

car, dboar deorfy i e Pl Esud 1138, CEed | 1101 s afhdrdoorid e 4 inge,toatl geast .one
of a water resisting property, an oil resisting property and gas barrier

abi | ity insmCcamdrpwsferablpe, biat riser0 abinm tho Rreimar.ablThe aldrdifodrtdem ar e
concerned in the barrier ability. Wen the water resisting property is
concer nedL§ rrediel hed rferhawsd [§agd nresh@tHanegtdbiand v isediossdt-e adesswat er
resi sting property being higher than the cardboard. Specifically, the water
reS|st|rmFRﬁ ty preferably indicates that the tensile strength of a test
pi ece after being .inrersed in water ﬂiQﬁﬂziﬁL for 60 mnutes is a value of

80 or nore assuMt MARHERT taRkl e ff henPr§ssRt dnvention

means having the shutoff efficiency or resistance which is
higher than the cardboérd, against one or more suhstanggs
such as a liquid (e.g., water), 0il and fluid substances.

It is determined, dependently on uses of the contalners of
‘the present invention and situations in which they are used,
what the substance specifically is, and-by what degree the
shutoff efficiency or resistance is higher than the
cardboard.

For example, in a coating agent of ink or the like, at
least one Qf a water resisting property, an oil resisting
property and gas barrier ability 1is concerned in the barrier
ability. Preferably, all of them are concerned in the
barrier ability.

When the water resiéting property‘is concerned in the
barrier ability, the barrier ability indicates the water
resisting property being higher than the cardboard.
Specifically, the water resisting property preferably
indicates that the tensile strength of a test piece after
being immersed In water of 25°C for 60 minutes is a value 6f

'80 or more assuming that the strength before immersion is



given as 100. More preferably, it is greater than or equal to 90. Wen the
oil resisting property is concerned in,he barrier ability, the barrier
ability indicates the oil resisting proberty being higher than the
cardboard. Specifically, the oil ‘resisting property preferably indicates
sthat the tensile strength of the test piece after being imersed in oi

(for exanpl e,
assum ng that the strength before imersion is given as 100. Mre

preferably,

it

linseed oil) of [err] for 720 hours is a value of 80 or nore

is greater than or equal to 90. When the gas barrier ability

is concerned in the barrier ability, the barrier ability indicates the gas
barrier alyjhidny deiinm .| amisle Pratdrad16ar dkoasdgreneerf khah! ¥r bhgagas
barrier ability preferably indicates that the val ue of gaseous oxygen
per meabi |'itioy gat. [err] which was neasured in accordance with ASTM D 3985, is

[err] 24hr
preferably,

subst ant | ZESy Sti&ss HFOPEXty being higher than

latmor less, nore preferably [err] or |ess, and nost

[ eMthlenorthleesd ]l Irestitsd ipge propeirtyensi oopcehnellayrr thavi ng t he
above- described barrier ability may be forned-in any nethod and nay be a
monol ayer b@xrrign iabdyldity . THde dparies abilddbyylodhpated dheaotdnposite
mul tilayer filmof plastic and an. inorganic de@osit Iager Smhich S

he cardboar

Specifically, the o0il resisting property preferably

indicates that the tensile strength of the test piece after

being immersed in oil (for example, linseed oil) of 50°C for

720 hours is a value of 80 or more aésuming'that the

.strength before immersion is given as 100. More preferably,

it is greater than or equal to 90.

When the gas barrier ability is concerned in the

barrier ability, the barrier ability indicates the gas

barrier ability being larger than the cardboard.

Specifically, the gas barrier ability preferably indicates

that the value of gaseous oxygen permeability at 25°C, which

was measuredlin_accordance with ASTM D 3985, is 100m1/m2

24hr latm or less, more preferably 10ml/mZe 24hrelatm or

less, and most preferably, 1m1/m2-24hr-1atm or- less.

In the present invention, the layer having the above-

described barrier ability may be formed in any method and

may be a monolayer or multilayer. The layer is suitably

composed of a composite multilayer film of plastic and an

inorganic deposit layer (which is substantially the same as

an inorganic deposit layer of an inside 1id described below



an inorganic deposit |layer of an inside |id described bel ow and whose
conposition should be referred to a SHSCIfIC expl anation of the inside |id)
such as silicon oxide or alum nium oxi The inorgani c deposit |ayer
exhibits stable barrier ability independently of changes of anbient

-at nosphere such as tenperature and humdity. Further, a conposite

mul tilayer filmmy be used which is conposed of an organic barrier film
such as part-saponified ethylene/vinyl acetate copol ynmer or polyvinylidene
chl oride, and other synthetic resin layer. The present invention is
suitable for the container for printing ink, and can al so be used as a

cont ai ner ahdr whoseodsmpypétioh Ehoulldsbbstefeesedhtsha hapechebyy- wei ght . and
the nature of desiring no oxidation and no evaporation. For - -exanple, the
present i expitnatiocanofl shebénapgei ¢fldd osuab ael $ihbcomeoxbie aomer for

oxi dativel y-polynmerizing printing ink, a container for paints including

oxi dat i vepyumppiiymepxideg oiChe anengaaiﬁedep@$ih raper i exhibhes deni ng
adhesi ve a%ent and the like. An inside_lid which is suitable for use in

t he aboves GeéérPB§6166nPH¢ﬁéFY|énéﬂaﬁﬁé?EFlXeﬂfb9h4%$ﬁ$n@faﬁph%mﬁbanic
deposi t
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bot h S'deéoﬁﬁogiekaﬁhi%iihgg} film may be used which is composed of

an organic barrier film such as part-saponified

»
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ethylene/vinyl acetate copolymer or polyvinylidene chloride,
and other synthetic resin layer.

The present invention is suitable for the container for
printing ink, and can also be used as a.container for
various types of fluid substances which have heavy-weight
and the naturé of desiring no oxidation aﬁd no evaporation.

For example, the ﬁresent invention can also be applied
to, as well as the container for oxidatively—polymerizing
printing ink, a container for paints including oxidatively-
polymerizing o0il, a container for a reactively-hardening
adhesive agent, and the like.

An inside 1lid which is suitable for use iﬁ the above-
described container is characterized by forming an inorganic
deposit layer (i.e., an inorganic thin-film layer formed by
a vacuum thin-film forming method) onto at least one
surface, i1.e., one side, or both sides of a plastic film.

’ Since the container for fluld substances of the present

invention is made of paper, with a coatihg film being formed



Since the container for fluid substances of the present invention is nmade
of paper, with a coating film being fogyed - on the surface of the paper,
it has |ight-weight and can be easily ™ ansported. Further, since the base
material of the container is cardboard, it is strong. For this reason, if a
ispatul a made of, for exanple, plastic is used, there is no possibility that
the container be not broken when the contents therein are taken out. The
used and enpty contai ner whose contents have been discharged is constructed
in that a trunk portion is forned so as to be tapered toward a | ower side,
~and therefore, these containers can be stacked in a nest form In the form

the cont abfetfe CairPEc N6 NERELSELLY, A 1K Y Uy esIgH3nd R RN easily
be "di sposed of. In a case of nmanufacturing the containers, they can be

obt ai ned &¥siDyNtPENSpELEPOSI tRUF N, | Side Atha T i dritlal Wit krihe
surface of the container by heat, ultrasonic vibration or the Iike. This
results icohtaiwestiprostdbsard, cotrpis | strong t h Rorcade sofresasiong if a
deep-drawi ng. I‘n a case in which the trunk portion of the container is
formed byspatply padeiof), af pf Lrexamnle ofplastimadrsl usesbt $hairteh isagie ot her in
an overlapping,nanner, the thickness of the papers are large and a gap is

f or med be? Bhibut Bhapethpreontaitife ke nafe iskesnhemaheand an i nner

surface of
contents therein are taken out.

The used and empty container whose contents have Qgen
discharged is constructed in that a trunk portion is formed
so as to be tépered toward a lower side, and therefore,
‘these containers can be stacked in a nest form. In the
form, the containers can be indinerated by an incinerator so
that they can éasily be disposed of. |

In a case of manufacturing the containers, they can be
obtained by joining a composite resin layer as a coating
film with the surface of the éontainer by heat, ultrasonic
"vibration or the liké. This results in low-cost products in -
comparison with a case of using deep-drawing.

In a case in which the trunk portion of the container
is formed by simply joining a plurality of cardboard sheets
with each other in an overlapping manner, the thickness of
the papers are large and a gap 1s formed between an outer
peripheral edge of the bottom member and ah inner surface of
the trunk member at a joint portion. Thus, the contents may
be leaked out from the gap. The contents may seep through

the gap. The contents may also be easily oxidized by



the trunk nmenber at a joint portion. Thus, the contents may be | eaked out
fromthe gap. The contents may seep Tmugh the gap. The contents may al so
be easily oxidized by 10 infiltrat of air. However, the present

i nvention is constructed in that an outer end portion (second end portion)
#in aregion of a joint portion reaches an external surface of an inner end
portion (first end portion) froman end surface position of the inner end
portion via a bénding stepped portion. As a result, an internal surface of
zthe trunk portion at the joint regi on becones approximtely snooth, and
therefore, a gap is not formed between the internal surface of the trunk

portion apdeiferRtish S89£1PI tHGwdAt OMHEHRserdt &t UGS t he end,

surface of the inner end portion is covered with a filmand the filmis
-joined wiédnstiattr@f i hehottad Qe airid Pordivh SEAIdoIg &fdd ci ency of the

joint portion is satisfactorily achieved. Any of the contents does not |eak
out at alportbompvinm,atiegion ndf porjoiont iporftdrored eaaimsh anlfextertiadre i s no
risk of the joint portion being broken when the contents are taken out by a
spat ul a. BRIEFCORSCRPTLON OFTHP ORAWINGS iftst end aor tdan) dirop an away
side viewillustrating an enbodi nent of a paper container for fluid-.
subst ancegnd surface position of the inner end portion via a bending

stepped portion. As a result, an internal surface of the

trunk portion at the joint region becomes'apﬁroximately

smooth, and therefore, a gap is not formed between the

internal surface of the trunk portion and the outer edge of

.the bottom member. Further, Since the end surface of the

inner end portion is covered with a film and the film is

Joined with a film of the outer end portion, the sealing

efficiency of the joint portion is satisfactorily achieved.

Any of the contents does not leak out at all. Moreover, the

Joint portion is formed smooth. Thus, there is no risk of

the joint portion being broken when the contents are taken

out by a spatula.

BRIEF DESCRIPTION OF THE DRAWINGS

Fig. 1 is a-partially—cutaway side view illustrating an
embodiment of a paper container for fluid substances
according to the presént invention.

Fig. 2 1s an enlarged cross-sectional view taken along
the lines 2-2 of Fig. 1.

Fig. 3 is an enlarged cross-sectional view of a bottom



according to the present invention. Fig. 2 is an enlarged cross-sectional
view taken along the lines 2-2 of Fig.qk Fig. 3is an enlarged
cross-sectional view of a bottom p ion in Fig. 1. Fig. 4 is an

~enl arged cross-sectional view of ‘an openi ng edge portion in Fig. 1. Fig. 5
ks an enlarged cross-sectional view of a container-formng material. Fig.
B6Ais a plan view illustrating one processing step of a sheet for a trunk
nmenber in the present invention;, and Fig. 6B is a plan viewillustrating
ene processing step of a sheet for a trunk nenber in the present invention,
whi ch is subsequent to the processing step shown in Fig. 6A. Fig. 7Ais an
enl arged @osgoieatd ¢, Mi.ew il lustrating one processing step of the sheet
for' the trunk nmenber in Figs. 6A and 6B; and Fig. 7B is an enlarged cross-
sectional viewHig.ust riat iang emlarpedc ervissg seceponhlt ktewheft afior the trunk
menber in Figs. 6A.and 6B, which is subsequent to the processing step shown
in Fig. 7Aperige &dee poydritonaliny Fdgosd-~.sectional viewillustrating a state
i n,which the trunk nenber is being formed in the present invention.

DESCRI PTI ON OF Fiiige  PREFERREBIRRREBAVENPSS-sectional view of a

container-forming material.'

Fig. 6A is a plan view illustrating one processing step
of a sheet for a.trunk member in the present inven;ion% and
Fig. 6B is a plan view illustratiﬁg one processing step of a
sheet for a trunk member in the bresent invention, which is
-subsequent to the processing step shown in Fig. 6A.

Fig. 7A is an enlarged crbss—sectionai'view
illustrating one processing step of the sheet for the trunk
member in Figs. 6A and 8B; and Fig. 7B is an enlarged cross-
sectional view illustrating one processing step of the sheet
for the trunk member in Figs. 6A and 6B, which is subsequent
to the processing step shown in Fig. 7A:

Fig. 8 is a partially cross-sectional view illustrating
a state in which the trunk member is being formed in the

present invention.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

Referring now to the accompanying drawings, a
description will be given of an embodimént of the present
invention. Figs. 1 to 7 show the embodiment in which the

present invention is applied to a container for printing



Referring now to the acconpanyi ng drawi ngs, a description will be given of
an enbodi nent of the present inyentiog_.?Fi gs. 1 to 7 show the enbodi nent in
whi ch the present invention is applie 0 a container for printing -

12 ink. As shown in Figs. 1 to 4, the container includes a tapered trunk
smenber 1 of which dianeter gradually increases frombottomto top, a

di sk-shaped bottom nenber 2, a sealing sheet 3 (inside lid), and a lid
menber 4 nounted on the sealing sheet 3. An inner-fol ded bending portion 10
is forned at a |lower end of the trunk portion 1 and an outer- curling
portion 11 is fornmed at an upper end thereof. An enclosing wall portion 20
extendi ngipp.a lower direction is forned so as to bend from a peri pheral,
portion of the bottom nmenber 2. The enclosing wall portion 20 is engaged
and fitted w t hsagoadihehedige.t hetbeadi the posht@imdp. indbudesla ng sheet 3
whi ch has gas barrier ability is joined with the curl portion 11. Printing
ink is filhedried tirankomembeer 1l Aftehithedpametengeratuaklyiineacdeddes ein,
the container is fornmed as a gas replacenent container by filling inert gas
such as nifresgbatthar sontand pofhskigshapedcbdttomshemben i tdh sémling |

portion 11. In the present invention, at |east the trunk_ nmenber 1
' sheet 3 (inside 1id), and a 1id member 4 mounted on the

sealing sheet 3. An inner-folded bending portion 10 is
formed at a lower end of the trunk portion .1 and ap ougfr—
curling portion 11 is formed at an upper end thereof. An
enclosing wall portion 20 extending in a lower direction is
‘formed so as to bend from a peripheral portion of the bottom
member 2. The enclosing wall pbrtion 20 is engaged and
fitted with and adhered to the bending portion 10. The
sealing sheet 3 which has gas barrier ability is joined with
the curl portion 11. Printing ink is filled in the
container. After the printing ink is filled therein, the

- container is formed as a gas replacement container by |
filling inert gas such as nitrogen therein and joining the
sealing sheet 3 with the curl portion 11.

In the present invention, at least the trunk member 1
and the bottom member 2 are respectiveiy'formed of composite
sheets 6 mainly made of paper, each in which a coating film
B having satisfactory oil resisting property, water

- resisting property and éas barrier ability is formed on a
surface of a cardboard A as shown in Fig. 5. The cardboard

A has a thickness of 0.2 mm or more, preferably 0.4 mm or



and the bottom nenber 2 are respectively fornmed of conposite sheets 6

mai nly made of paper, each in-which acgating filmB having satisfactory

oil resisting property, water resistiagggroperty and gas barrier ability is
formed on a surface of a cardboard A as shown in Fig. 5. The cardboard A
has a thickness of 0.2 mmor nore, preferably 0.4 mm or 13 nore, so that
the container has sufficient strength. The coating filmBis forned of a
mul tilayer structure (i.e., a structure formed by depositing an inorganic
Eilm[err] represented by silicon oxide onto a base resin layer [err] such
as pol yethyl ene terephthalate, and |lam nating thereon an oil-resistant film

Bad such BopllnSal it drRskol AOhYE! RukeaarkyoaanadhpsEn! aYpEe B33) . The

l'id nmenbe may be nmade of astic prefera may be formed

of the ab%@t%%ﬂf'ﬂmdBCQ@p%IrtnedSB?eta Bulkwnbper, stfuaﬁuy@pei surface of
the lid nmenber 4 is formed so as to have a convex portion which engages

- with a cogeavetneet formeld dy depbsiitdagohnt hrobgahoo fEDeEB,2, it is
copveni ent for stacking the containers. A filmof, for exanple ,
polyethylenerwupnmedfbwnsdlanonhexédeeonab aubaaeeresinhbax@npbfite sheet 6
to prevent stains and inprove water- resistance. The trunk portion 1 is
f or ned ‘by sught a§g polyedbylene terephthalate, and laminating thereon

an oil-resistant film By, such as linear low—density

polyethylene by an adhesives layer 333). Thellid memeE 4

may be made of metal or plastic, and preferably, may be

formed of the.above-describéd composite sheet 8. Further,

'if an upper surface of the 1id member 4 is formed so as to

have a convex portion which engages with a concave portion

at a lower side of the bottom member 2, it is convenient for

stacking the containers. A film of, for example,

polyethylené may be formed on the external surface of the

composite sheet 6 to prevent stains and improve water-

resistance.

The trunk portion 1 is formed by cutting the above-
described coﬁposite sheet 8 in the form similar to a fan
shape, rolling the sheet 6 in the form of a ring so that the
éoating film B is poéitioned on an inner side, and joining
respective coating films B of the overlapping both end
portions of the composite sheet in a longitudinal direction
thereof. As shown in Fig. 2, a joint portion 7 has no

stepped portion on an inner surface thereof and has a

surface of the substantially same curvature as that of a



descri bed conposite sheet 6 in the formsimlar to a fan shape, rolling the
sheet 6 in the formof a ring so that:ng coating filmB is positioned on
an inner side, and joining respective ting filnms B of the overl apping.
both end portions of the conposite sheet in a’'longitudinal direction
t‘hereof. As shown in Fig. 2, a joint portion 7 has no stepped portion on an
i nner surface thereof and has a surface of the substantially sane curvature
as that of a 14 trunk inner surface 8, 8 not including the joint portion
7. Joining of the coating filnms is realized by fusing or sem - fusing resin
locally using a heating process, an ultrasonic- vibration applying process,
or both of_these twa process. shown .in_Fig. 3, the hottom nenber. 2 is
Jfit in thetrtl‘\'rﬁ%(lj%.erfbesrur a&# that® é‘r?temqnﬁjr%cé° k! I?é’rgﬁé’lnos?i'ng val |
~portion 2 RSt L r Lnner rf.ace 8, The coating fil.ns B, B
of these %c?ﬁitqgigltsg g%?fﬂglc%eé:gaaﬁ;é%gg%é@%wﬁtsh%éaaé %c?tdhgly B}‘sﬁﬁg RBoPE™escri bed

teChniquefdgrhé1FE§U§H?%%%$FOE§HQ§'%nﬁhg%hﬂﬁ'g?bkgﬁgééhgnHégrhgohghﬂed

with a synthetic resin ayer of the inn endi ng portion 10

and are ergaged W app i %@o&@%@hoﬁrpbo%hKQQVEh%%e Ayl piBedlls, the

bottom portion 2 is integrally forned with the trunk nmenber 1. The coating

filmB of the st ehoww linN@igQr 8i,0thdlbottom member 2 is fit in the
trunk member 1 so that an external surface of the enclosing
wall portion 20 abuts against the trunk inner surface 8§,
The coating films B, B of these contact surfaces are joined
with each other by the above-described technique. The inner
surface of the enclosing wall portion 20 is joined with a
synthetic resin film layer B of the inner-folded bending
portion 10 and are engaged with a knurled portion of a knurl
;2._ As a result, the bottom portion 2 is-integrally formed
with the trunk member 1.

The coating film B of the outer-curling portion 11
appears outside and the sealing sheet 3 is joined to the
coating film B.
Next, a detailed_description will be given of the

above-descriped'joint portion 7; In the joint portion 7, a
first end pértiqn 6A of the composite sheet 6 in a
longitudinal direction thereof is disposed.inside and a
second end portion 6B in.the longitudinal direction of the
composite sheet 6 1s:over1apped onto the external side of

the first end portion 8A. The coating film B of the second

end portion 6B does not reach the cardboard end surface Al.



appears outside and the sealing sheet 3 is joined to the coating filmB.
Next, a detailed description wll be given of the above-described joint
portion 7. In the joint portion 7, a st end portion 6A of the conposite
sheet 6 in a |longitudinal direction thereof is disposed inside and a second
énd portion 6B in the longitudinal direction of the conposite sheet 6 is
over |l apped onto the external side of the first end portion 6A. The coating
filmB of the second -end portion 6B does not reach the cardboard end
Surface Al. 15 The coating filmB of the first end portion 6A extends so
as to continuously forman outer-fol ded extending coating film[err] having
a portion [err] which covers an end surface A2 of the cardboard. The

out er - f ol Bleel ecathug nflloBiof) the nfiest Jerid dartish i&f extends so as
vertical -directional belt formon an outer surface of the cardboard A The
| ongi t udi Bl comFbREewHLY Bexran aiterielied eem‘]ertdiga ma%'% fiHan coating

filmB project in aradial dirgection via a bendin g tion 60 and
t hen ext e%dsh‘i‘ %gc?rl?:?ﬁﬁ%?%rﬁ jcf"rr}Pe‘E:‘i"l’E'o"rF farfbrﬁ f(% °efn R the

he it CHRHRRE) onh TP ?%f%oiﬁd% ﬁ‘?&%ﬁ@%ﬁ%&*‘% 4 A R second
end port'f%%ﬁ@hagnﬁg a vertical-directional belt form on an outer
surface of the cardboard A.

The longitudinal-directional second end portibn 6R8.
together with the coating film B pfoJect in a radial
direction via a bending stepped portion 60 and then extends
in a circumferential direction from the projected end of the
second end portion 6B. lThe portion B2 covering the
cardboard end surface of the first end portion 6A is joined
with the coating film B of the second'ehd portion 6B at an
inside of the bending stepped portion, in an overlapping
state. The outer-folded extending portion Bl and the
coating film B of the second end portion GB, are joined with
each other, from the bending stepped portion 60, in an
overlapping state. ‘

The above described Joint portion 7 is formed as
follows. Namely. as shown in Figs. 6A and 6B, the composite
sheet 6 is cut to a dimension L' which is moderately longer
than a dimension L required for forming the tfunk portion of
the container. Then, as shown 1in Figs. 6A and 7A, at the
side of the longitudinal-directional first end portion 6A,

the cardboard A 1s removed to the limit at which a back



I nside of the bending stepped portion, in an overlapping state. The
outer-fol ded extending portion [err] a the coating filmB of the second
end portion 6B, are joined with each o r, fromthe bendi ng stepped
porti.on 60, in an overl apping state. The above-described joint portion 7 is
‘frormed as follows. Nanely, as shown in Figs. 6A and 6B, the conposite sheet
6 is cut to a dinension L' which is noderately |onger than a -dinension L
required for form ng the trunk portion of the container. Then, as shown in
F gs. 6A and 7A, at the side of the longitudinal-directional first end
portion 6A, the cardboard Ais renoved to the limt at which a back 16
surface of the coating filmB is exposed or a thin-paper |ayer renmains, so
as to forn$ﬁrf§99r@ﬁlgh@u¢%$h§ﬂ&nﬂﬂ tBnbs rexRoesed |y WulkiRAP L.

Further, the thin-layer portion 61 is bent toward the sjide of_ the sheet
back surfab®Y&Rdr $BEHRE: WFe 2R BRACKOER I8 ateVoF s Uit dnda by an

adnesl Ve agenln Ainb e Ty b 8L (8 FLAhes el yeLly i L g ed on
ST R R LR T e
62 I's Torngfadjoifiea! with ' adbaak - Sif £4Ld OBl cid 'Gdrdboard A by an

adhesive agent 63 (When a film of, for example,lpolyethylene

is formed on the external surface of the composite shest 6,

the adhesive agent 63 can be omitted). As a result, the

outer-folded extending.coating film_Bi is formed as shown in

Figs. 6A and 7B. It should be noted that a slanting-cut

portion 62 is formed at the longitudinal-directional first

end portion 6A and at a corner near the outer-folded

extending coating film Bl so that the inner-folded bending

portion 10 can easiiy be formed.

Subsequently, as shown in Fig. 8, the composite sheet 8
is turned around a taper mandrel 9 so that the second end |
portion 6B is superposed on the first end portion 8A, and in
this sfate the composite sheet 6 1s pressed against the
taper mandrgl 9 from the outef side by a metal piece 9A
(1.e., a heéting plece, high-frequency wvibration piece or
ultrasonic-vibration piece). At the same time; a pressing
plece 9B is pressed against an outer side of the composite
sheet 6 immediately near the firSt end portion 6A. As_a
result, an inner side of the second end portion 6B tightly

contacts the taper mandrel 9, and thus a flat lnner surface



end portion 6A and at a corner near the outer-folded extending coating film
Bl so that the inner-fol ded bendi ng pql yon 10 can easily be forned.
Subsequently, as shown in Fig. 8, the g&posite sheet 6 is turned around a
taper mandrel 9 so that the second end portion 6B is superposed on the
First end portion 6A, and in this state the conposite sheet 6 is pressed
agai nst the taper mandrel 9 fromthe outer side by a netal piece 9A (i.e.,
a heat.ing piece,: high-frequency vibration piece or ultrasonic-vibration
piece). At the sane tine, a pressing piece 9B is pressed agai nst an outer
side of the conposite sheet 6 i mediately near the first end portion 6A. As

taper i ?&jhg,riesraﬁ?ﬁ"% wieh 439 HaptsGplapbrelon e, 8 rYckBl 7 cht. ?E
| id S ) _
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subj ect ed b diaal -y Bl P NehEnkOpTEcECEChdFeL bibIeEeaORo the

bendi ng stepped portion 60, the coating ~extending therefrom and the
out er - f ol g toXreRAinIG tARR bFY thie Toliakt" heAb8rl O FEY Whil FEA8LRST thbt

shoul d be noted that, according to circunstances, the bending stepped
portion 6@®emMnee sftepprd iporad6ane®,i the coating film B extending
therefrom, and the outer-folded'extending coating film Bl
are joined with together. ' _ a .
It shogld be noted that, accordigg to circumstances,
the bending stepped portion 80 may be formed in advance in a
state of the composite sheet‘s by press molding or the like.
| The container for printing ink according to the present
embodiment is 1ight—weight since at least the trﬁnk member 1
and the bottom member 2 are made of composite materials
mainly composed of péper. Further, sinée the thickness of
the paper is large, the strength of the container is high.
For this reason, when the printing ink having viscosity 1s
taken out by a spatula, the container is not easy to break
even if the spatula abut§ against the surface of the
container. _ ' |
Since the contact surface with the' printing ink § is_
formed By the coating film B having the excellent gas
barrier ability, oill-resisting property and water-resisting
property, there is no possibilify that volatile matters of a

_solvent leak out, solid substances (liquid substances) leak

out, or outside alr enters the contalner. The trunk portlon



state of the conposite sheet 6 by press nolding or the like. The contai ner
for printing ink according to the pre enbodi nent is |ight-weight since
at least the trunk nenber 1 and the bottom nenber 2 are nade of conposite
materials mainly conposed of paper. Further, since the thickness of the
paper is large, the strength of the container is high. For this reason,
when the printing ink having viscosity is taken out by a spatula, the
container is not easy“to break even if the spatula abuts against the
gurface of the container. Since the contact surface with the printing ink 5
Is formed by the coating film B having the excellent gas barrier ability,
oil-resisting property and water-resisting property, there is no

possi bi | i fly iishformedatinl @ s&ater dnowhicholthenfirsskendt posdipa €8bsndnces
(l'iquid substances) |eak out, or outside air enters the container. The

t runk porFPGnseCOPdl§nﬂoPﬁ€GiPﬁ ﬁBSPE?eOVﬁr%ﬁPEﬁdtﬁédfﬂPéﬂeénﬂiﬁbrt|on 6A
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bendi ng steppe I ses
portion 8A and the second end portion 8B are continuously

formed with a smooth curvature bécause the second "end *.
portion 6B has the bending stepped portion éo which rises in
a direction of the outer side at an eﬁd—surface position of
the first end portion 6A.

For this reason, a gap between an outer peripheral edge
of the bottom member 2 and the inner surface of the trunk
member 1 in the joint portion is not formed and thus no
fluid substance or liquid leaks out from the bottom member
2. In addition, the coating film B2 is formed on the end
surface A2 of the first end portion 6A, and the coating film
B on an inner surface of fhe bending stepped portion of the
second end portion 6B is fused and Joined with the coating
film B2. Agpordingly, very excellent_gealing efficiency 1is
maintained énd no fluid substance or liquid leaks out from
the joint portion. Fdrther, in the joint portion of the
outer-curling portion 11 at an upper_end portion of the
containerf a stepped portion does not appear on a sealing
surface between the sealing sheet 3 and the outer-curling

portion 11. For this reason, infiltration of outside ailr

¥



a direction of the outer side at an end-surface position of the first end
portion 6A. For this reason, a ga_p_betxgﬁ an outer peripheral edge of the
bottom nenber 2 and the inner surface the trunk nenber 1 in the joint
portion is not fornmed and thus no fluid substance or liquid | eaks out from
the bottom nmenber 2. In addition, the coating filmB2 is fornmed on the end
surface [err] of the first end portion 6A, and the coating filmB on an

i nner surface of the bending stepped portion of the second end portion 6B
s fused and joined with the coating filmB2. Accordingly, very excellent
sealing efficiency is maintained and no fluid substance or liquid |eaks out
fromthe joint portion. Further, in the joint portion of the outer-curling
portion 1frem % euﬁﬂéﬂiﬁﬁdpﬁﬁFﬂPBniéfPFﬁgeEBﬁ@alné?coédéﬁﬁbbedw%ﬁﬂtlon does
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preventedgpility, solidification of the printing ink can be

prevented.

When the printing ink has been discharged and* thex.
container has become empty, the containers can be stacked in
a nest form because of an increase, from bottom to top, in
the'diameter of the trunk portion 1. Thus, no space for
storage thereof is required. Further, since the trunk
member 1 and the bottom member 2 are formed of comﬁosite
materials mainly composed of paper, a special disposal
processing for dangerous materials is not required.

Moreover, since the containers can be incinerated in the
same way as normal wastes, each volume of the containers can
easily be reduced and the containers can also easily be
disposed of.

Furtherg_the container for fluid substances of the
present embsdiment permits heating using an electronic oven
which could not be used in a conventional metallic container
or a container héving an aluminium foll as an oxygen-shutoff
layer, and can improve the'efficiency of taking-out high-
viscoslity contents and can remarkedly reduce a heéting time.

Next, a detailed description will be given of an



When the printing ink has been discharged and the contai ner has becone
_enpty, the containers can be stacked E?gﬁ nest form because of an increase,
frombottomto top, in the dianeter o e trunk portion 1. Thus, no space
for storage thereof is required. Further, since the trunk menber 1 and the
bottom menber 2 are forned of conposite naterials nmainly conposed of paper
a speci al disposal processing for dangerous materials is not required.

Mor eover, since the containers can be incinerated in the same way as nornal
wast es, each volune of the containers can easily be reduced and the
containers can also easily be disposed of. Further, the container for fluid
subst ances of the present enbodi nent permts heating using an el ectronic
oven whi chpevatdonoandeaupedfenradcembediment| ofiethe| seatbmgasedt 9r a
contai ner having an alum niumfoil as an oxygen-shutoff |ayer, and can

i mprove t heeef.f BB énsjdef 1ddki ag- 6he Arakainpscbertprivhiest tnknefcan
remarkedly reduce a heating tine. Next, a detailed description wll be

gi ven of éhe_ab?UQGBSF&FﬁBﬁdaﬁﬂbadﬁwéPErred enbodi ment of the sealing seat
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used so as to not let air from an.upper surface of the printing ink
in it. | |

In filling the container with the printing ink, ~.
displacement of nitrogen may be effected so as to prevent
the printing ink from contacting air after the printing ink
is filled in the container.

The film used for the inside 1lid requires the following
conditions: (1) air (oxygen) barrier ability; (2) heat- |
resisting property: the temperatﬁfe of the filled ink is 40
to 50°C, but depending on a transportation route, it may

" possibly reach 80°C or thereabouts. Therefore, no curling,
no expansion or contraction, and no hardening should be
caused; (3) resisﬁance to solvent: no curling, no expansion
or contraction,'and no hardening should be caused by ink
solvents, and the inside 1id should not be affected by the
ink solventé: (4) resistance ﬁo cold: in a cold district,
occurrence of film whitening should be prevented; and (5)
ink-peeling property: when the inside 1id is peeled off from
the container, a large amount of ink should not be attached
therefo. The present inventors have found an inside 1lid |

which satisfies the above~described requirements and which



as to not let air froman upper surface of the printing ink init. In
filling the container wth the printin%%'nk, di spl acenent of nitrogen may
be effected so as to prevent the print % ink fromcontacting air after "the
printing ink is filled in the container. The filmused for the inside |lid
requires the follow ng conditions: (1) air (oxygen) barrier ability; (2)
heat- resisting property: the tenperature of the filled ink is 40 to [err],
but depending on.a transportation route, it nmay possibly reach [err] or
thereabouts. Therefore, no curling, no expansion or contraction, and no

har deni ng shoul d be caused; (3) resistance to solvent: no curling, no
expansi on shoul d be caused by ink

sol vents, grﬁdgﬁﬂgl?ﬁé: ggfl &ggsﬂguﬁr’]&;&g‘%gﬂo%ﬂ%@ eﬁ‘%yati%‘éeﬂﬂ@"s’iﬂ_%; S;
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The insideférfledSon one side or both sides of a plastic film.
Preferably, a heat-fusible resin layer is also formed on at
least one side thereof. . -
The:thickness of the above-described pléstic film is
not particularly 1imit§d. and may be set at any of various
values according to purposes. Preferably, it is set at any
value within a range of 10 to 300 zm. Particularly, it is
more preferably 10 to 30 um.
Examples of plastic films include polyvinyl alcohol
. (PVA), polyethyleng terephthalate (PET), polyethylene-2,6-
lnaphthalate, polybutylene terephthalate, polyethylene,
ethylene/vinyl acetate copolymer resin (EVA), polypropylene,
polyacrylonitrile, vinyl chloride, nylon, polycarbonate,
polystyrene, fluorocarbon resin, acrylic resin,
polyurethaqg, polybutene, polyimide, polymethylpentene,
polyphenylene sulfide, polyether.imide, polyether ether
ketone, polyether sulfone, polysulfone;.and the 1like.
Further, 1t is preferably an oriented film of these resins.
The deposit laye: formed on the surface of the plastic

film is essentlally composed of oxide_such as silicon oxide,

aluminium oxide, magneslum oxide, calcium oxide, barium



characterized in that an inorganic deposit layer (i.e., athin filmformed
by a vacuumthin-filmformng technlquiiggs formed on one side or both
sides of a plastic film Preferably, t-fusible resin layer is al so
formed on at | east one side thereof. The thickness of the above-described
plastic filmis not particularly limted, and may be set at any of various
val ues according to purposes. Preferably, it is set at any value within a
range of 10 to 300 [err]. Particularly, it is nore preferably 10 to 30
[err]. Exanples of plastic filnms include polyvinyl alcohol (PVA),

pol yet hyl ene terephthal ate (PET) polyethylene 2, 6- napht hal ate,
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polysulfone Fur IS prefera an orrented

these esidhen Thtdepoaisien axar efs@remqaqa t %@%@ﬁcgfoéipﬂepa! 8gihe,film
y conposed of oxide such as S|i|con oxi de um ni um oxi de,
nmagnesi UModXitls eC ¥hdichMa®e §Rinkd icdlposed?of aluminium oxide are
preferable.

It should be noted that, the deposit layef may be.a

" metallic deposit layer depending on uses of the containers
of the present invention and situations in which they are
used.

The deposit layer essentially composed of silicon
oxides includes silicon oxide; silicon oxide and metallic
oxide (or metallic fluoride); and the like.

Silicon oxide is not particularly limited if it 1s
referred to as SiOy (X=1.0 or more, but less than 2.0), and
includes Si0, Sig 05, Sig0,, and the like. Further, if no
bad influence is exerted on a material property, other
metallic oxides may also be included. Exambles of other
metallic oxiges include magnesium oxide, co-oxide of silicon
and magnesiﬁm, calcium oxide, barium oxide, boron oxide,
aluminium oxide, 1ndium oxide, germanium oxide, tin oxide,
zinc oxide, titanium oxide, zirconia oxide, cesium oxide,
and mixtures of these oxides.

The composition ratio when silicqn oxide and other

metalllc oxide are used together 1s set such that silicon



oxi de, boron oxide, indium oxide, germani um oxide, tin oxide, zinc oxide,
titani um oxi de, zirconia oxide, cesiungﬁgide or a mxture nmade of two or
nore kinds thereof. Anbng them those ch are essentially composed of
silicon oxide, or those which are mainly conposed of alum nium oxide are
preferable. It should be noted that, the deposit |ayer may be a netallic
deposit | ayer dependi ng on uses of the containers of the present invention
and situations in which they are used. The deposit |ayer ‘essentially
conposed of silicon oxides includes silicon oxide; silicon oxide and
metallic oxide (or metallic fluoride); and the like. Silicon oxide is not
particularly, l.imted if it is,referred to as_[err] (X=1.0 or nore, but |ess
Phan 5-0) okhaePfothaEsnarel 116, pELAGAG" (RE 7| ke SRRoTEF F BnLe bie

i nfluence 25 §§E%ted on a material property, other netallic oxides may al so
be i ncl uded. ampl es of other netallic oxides include magnesi um oxi de,.
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oxi de, al um ni um oxi I ndirum oxide, gernanium oxide, tin oxide, zinc _
oxi de, titgRiild\), O¥hde1aFbiCRAYACONLEAER SEB] &G OXk fige, Aislerd X bih 6Sx Pde | hese

oxi des. The conposition ratio when silicon oxide and other netallic oxide

are used tegetham bgkigel Baphubhekigeé|iBéron oxide, indium oxide,
germanium oxide, tin oxide, zinc oxide, tifanium oxide,
zirconia oxide, cesium oxide, or the like.as a sub-corponent °
within.a range of 20 mol% or less.

As the vacuum thin-film forming technique for forming
the deposit layer on the surface of the plastic film, what
is called a PVD method such as vacﬁum deposition, ion
plating, spattering; or the like; or what'is called a CVD
method such as plasma CVD, microwave CVD, or the like, can
be used. In the vacuum-deposition heating method is not
partiéularly limited if ﬂeposition droplets called as splash
do not occur, or there occurs a little splash to the degree
in which it can be removed without difficulties. A
conventionally-known heating method can be used, such as
high-frequeqcy inductidn heating, resistance heating or
electron-béém heating. Further, a substrate supplying
system may be any one of a continuous taking-up system and a
sheet feeding system. An evaporation source of vacuum
depositiqn may be a general crucible systém, and a'system
disclosed in USP No. 5230923, JapanesgIPatent Application

Lald-Open (JP-A) Nos. 1-252768 and 2-277774 'can also be



23 oxides/other netallic oxides = 99.5 to 80 mol % 0.5 nol %to 20 nol % Wen
t he deposit layer is mainly conposed gj al um ni um oxi de, the | ayer may.
contain silicon oxide, nagnesium oxi dé& *tal ci um oxi de, barium oxi de, boron
oxi de, indium oxide, gernmanium oxide, tin oxide, zinc oxide, titanium

oxi de, zirconia oxide, cesiumoxide, or the like as a sub-conponent wi thin
a range of 20 nol % or less. As the vacuumthin-filmforning technique for
form ng the deposit layer on the surface of the plastic film what is
called a PVD nethod such as vacuum deposition, ion plating, spattering, or
the like; or what is called a CVD nethod such as plasma CVD, m crowave CVD,

or the |ikgeaanPanieddevapolrd®ivachePed@nlsi hirencbaakengiveiiiod is not.
particularly limted if deposition droplets called as splash do not occur,

or there cupplded lanidt Idd sehlazgledlo the degree in which it can be renoved

wi thout difficulties. A conventionally-known heating nethod can be used,

such as hi gh-f Fegtdesy inddbei yachumt thdn-fédinsfannénfiebechyioue for

el ectron-beam heating. Further, a substrate supplying systemnay be any one

of a cont fergiae dhengenpsdfsiafesnanatingesurfaea 0§ shetrhasPhCevaporation

source of yvacuum deposition gaﬁgbe.a gener system _and_a system
; p

| i bl
07 Sel osed THImTRo BegRedoDay bepnneds TAatoR: CRUPrFLLR LAvER| GLORLAT ( Jpr A)

Nos. 1_25%2%8aa%%m%6%§%§zﬁ %%ntﬁgsgbggct. For example, by using a

method of directly using evaporative materials of a
composition of the object; a method of reacting and
evaporating evaporative materials, a method of causing
‘evaporative materials to fly while feacting them with a
gaseous phase, a method of reacting evaporative materials by
after—treafment, or the like, the deposit layer may obtain a
composition of the object. In addition, any two or more of
these methods may also be used in combination.

For example, when a deposit layer composed of silicon
oxide and metallic flﬁoride, és evaporative materials,
inorganic compounds or organic compounds such as silicon
oxide, metallic fluorides,'silidon and organic silicon
compounds may be used alone. Mixtures thereof may be used.
Namely, the deposit layer may be directly formed of a
mikture of silicon oxide and a metallic fluoride, and may
also be formed by oxidizing or fluoridating a metal or a
compound containing a metal such as an organic metallic
compound while performing vacuum deposition thefedf.

Moreover, the deposit layer may be formed by performing



24 used, in - which evaporation materials are consecutively supplied and

di scharged. Further, in the vacuumthigzfil mform ng technique for formng
the deposit |ayer on the surface of t lastic film any method may be
used if the thin-filmlayer finally has a conposition of the object. For
exanpl e, by using a nethod of directly using evaporative nmaterials of a
conposition of the object, a nethod of reacting and evaporating evaporative
materials, a nethod of causing evaporative materials to fly while reacting
themw th a gaseous phase, a nethod of reacting evaporative materials by
after-treatnment, or the like, the deposit |ayer may obtain a conposition of

the object. In additio any jwo or re of these._nethods l,so be used
in conmbi nAFBHT Iffﬁ’pcbgéa L oL RIRPP IS MatLy raléor?go?eﬂlr%élgiilci con oxi de
and netal I j¢ fl.uoride evapar.at i ri.al s,....n0rgani onpounds or
organic c&#pcﬁﬁ e:§h91€§?%ﬁ |é%ﬁ%bﬁ§ﬁ%,ah§?§FIFél Sgrl §§? silicon and

Organi o SId4 o, SO B D9 RS 13! Aerllofeliinter 0noEREPOBUS 00

Nanel y, the ayer ctly formed of a mxture of silicon

19 rhngi gg? icﬁ{gir%%edtﬂalct%ér@éﬁﬁof%%#%!t%?ng% ahﬁe&?‘a%?e?%ggé;g%hngfg;ni o
metalli'c it makes it possible to effect oxidation treatment within a
range of temperature in which the pléstic film does not
deteriorate. For example, a method df introducing gasapus
oxygen while deposition, an electricai—discharge method, an
- oxygen plasma method, a post treatment-thermal oxidation
‘method, an ozone oxidation meﬁhod, and the like may be
includéd. | '
| Similafly, when the deposit layer is mainly composed of
aluminium oxide, aluminium oxide is sufficient to be formed
at the step in which the deposit layer is finished. A raw
material of the deposit layer may be méde of any of
aluminium or aluminium oxide. As a method of oxidation -
treatment, the above-described methods can be used..

The thickness of a deposit layer is selected in
accordance with the kind of substrates on‘Which the deposit
layer is directly formed, required barrier ability, and
required optical characteristics. Preferably, it is 50 to
2000 angstroms. More preferably, it is iOO to 1000
angstroms.

Further, the deposit layer may be a double layer or a

multi-layer if required features of a finally-resulting



_ conpound while perform ng vacuum deposition thereof. Mreover, the deposit

| ayer may be fornmed by perform ng acuum deposi tion of evaporative
materials of a netallic fluoride and lcon onto the plastic filmand then
oxi di zing the deposit layer by after-treatnment. A nethod of oxidation
dreatment is not limted to any specific one, if it makes it possible to
effect oxidation treatnent wwthin a range of tenperature in which the
plastic filmdoes not deteriorate. For exanple, a nethod of introducing
gaseous oxygen whil e deposition, an electrical-di scharge nethod, an oxygen
pl asma net hod, a post treatnent-thernmal oxidation nethod, an ozone

oxi dati on yBIdYOGardft tdtdiined.ney be included. Simlarly, when the deposit
| ayer is mainly conposed of alum nium oxide, alum niumoxide is sufficient

to be fornmed atTHdeiephee iof Wachiun ld&rd@Roviacuuay @epbsitiiohshed. A raw
material of the deposit |ayer may be made of any of al umi nium or al um nium
oxi de. As prrafiraid yofwicthidAta aanigree blervareien uhe<amOVé-descrhhdd net hods can
be, used. The thickness of a deposit |ayer is selected in accordance wth
the kind & Xulddtrattegron which the deposit layer is directly forned,
T E0 P ne Reat-Fusible Tasin 1a9or may be Formed by o [MeTeravly:

lamination of heat-fusible films, or may be laminated by a

method of applying or extruding heat-fusible materials, or

the like. Moreover, it may also be formed by lamination of

heat-fusible materials onto a film by a method of coating,

‘extruding, or adhering with aﬁ.adhesive layer.

The heat-fusible films include polyethylene (PE),

linear low-density polyethylene (LLDPE), ethylene/vinyl

acetate copolymers resin (EVA), resin formed by partial

neutralization of_ethylene/methacrilic acid copolymers using ‘

a metal (ionomer), polypropylene (CPP), amorphous

polyethylene terephthalate (APET), polyvinyl chloride,

polyvinylidene chloride, polystyrene, wax, and mixtures

thereof. |

The heat-fusible materials include polyethylene,

ethylene/vinyl acetate copolymers resin (EVA), resin formed

by partial.neutralization of ethylene-methacrilic acid

copolymers using metal. (ionomer), polypropylene,

polyethylene terephthalate, po;yvinyl chlofide,

polyvinylidene chloride, polystyrene, and mixtures thereof.

Further, the ins}de 1id is preferably provided to have



2000 angstroms. Myre preferably, it is 100 to 1000 angstrons. Further, the
deposit |ayer may be a double |ayer or multi-layer if required features
of a finally-resulting 26 | ayer can obt ai ned. The degree of vacuum
during vacuum deposition is preferably within a range between 1 x 10-4 torr
and 5 x 10-3 torr. The heat-fusible resin |layer may be fornmed by |am nation
of heat-fusible filnms, or may be | am nated by a nethod of applying or
extruding heat-fusible naterials or the Iike. Mreover, it may al so be
fForned by |lam nation of heat-fusible materials onto a filmby a method of
coating, extruding, or adhering with an adhesive |ayer. The heat-fusible
filnms inclseenptlyctdytlenaldditde in mddrcl adiceisint betolepst leene ((LLDPE) ,
et hyl ene/ vinyl acetate copolyners resin (EVA), resin forned by parti al

neut r al i zaaqmpigieptmgine o dietant rthe dnsdide ddsblipnimed nfgiingda imet al

(i onorer), polypropyl ene (CPP), anorphous pol yethyl ene terephthal ate

( APET) , p&%ﬂ%lt%ﬁﬂ‘?%‘@tm y\ﬁ"rﬂﬂlin@'er?é%c?rﬂsé‘r i(@@sygpegdii€ene, wax, and

m xtures ter.'te"iI J'.e cojjc _e'nc;l;'h)e ar}lecf‘ tﬁalcvueSisbt‘!r%n% ertioalti'xei Qlcelgl%'de% F1?1' %%tit%l %?1%’
inside 1id can be easily opened by hand (i.e., so-called
easy-opening efficiency).

The above-described structure and composition of ?he
inside 1id is suitable for used in the coating in the ‘ﬁ
container for fluid substances according to the present
‘invention.

Next, the presént invention will be more specifically

described with reference to examples below.

Examples

Measurements of gaseous oxygen permeabilify of the
inside 1id: Using a measuring device of gaseéous oxygen
permeability (OXTRAN-100 manufactured by Modern Controls
Corp.) according to ASTM D-3985, measurement is effected
under the conditions that temperature is 25 °C and humidity
is 100%RH.

Ink preservation test: After the container in which
ink is filled and an inside 1id is tightly sealed has been
preserved for two years at temperature of 25°C, the
container 1is opened and evaluated about a hardened state and

viscosity of the ink.



et hyl ene/ vinyl acetate copolynmers resin (EVA), resin forned by parti.al
neutralization of ethylene-nethacrili c%ﬁi d copol yners using

nmet al . (i ononer), pol ypropyl ene, polyethylene terephthal ate, polyvinyl

chl oride, polyvinylidene chloride, polystyrene, and m xtures thereof.
Further, the inside lid is preferably provided to have 27 strength to
the degree in which adhesi on between the contai ner main body and the inside
lid is maintained in nornmal transportation, storing process (easy-peeling
ef ficiency) and have strength to the degree in which the inside |lid can be
easily opened by hand (i.e., so-called easy-opening efficiency). The
above-described structure and conposition of the inside lid is suitable for
used in the coating in the container for fluid substances according to the
present i nyEexdmphe Next, the present invention will be nore specifically
described with reference to exanpl es bel ow. Exanples Measurenents of
gaseous oxygen pesikbdon ioxidd-ddpositssdedlinestdsi fd lm meadme ag devi ce of
gaseous oxygen perneability (OXTRAN- 100 manufactured by Mddern Control s
Corp.) accotbrkres® ¢V pmogmnkacinratk by TOYE e dMNUFACTURING

CO., LTD.: GT1000S) and a biaxial oriented nylon film having
a thickness of 15;zm.(manufactured by UNITIKA, Ltd.: EMBLEM
ONM) were laminated, with the deposit layer being giqufed
inside, by a polyester laminate adhesive agent (manufactured
by TOYO MORTON Ltd.: AD-585) and a hardening agent
‘(manufactured by TOYO MORTON Ltd.: CAT—lO) (weight mixfure
ratio = 100/8, dry coating amouht 3g/m?). In addition, a
commercially-available easy-peeling film whose thickness is
60 2z m (manufactured by TOHCELLO CO., LTD.: CMPS-008C) was
1aminated onto the side of the nylon film of the above-
described laminate body to obtain an inside 1id for an ink
container. The gaéeous oxygen permeability of the inside
1lid for the ink container was measured. The results of the
measurement are shown in Table 1.

On the other hand, a silicon oxide-deposited polyester
film having a thickness of 12z m (manufactured by TOYO INK
MANUFACTURING CO., LTD.: GT1000S) and a commercially-
available\linear low-density polyethylene film having a
thickness of 40 g m (manufactured by TOHCELLO CO., LTD.:
TUX-HC) were laminated with the depositllayer being disposed

inside, by a polyester laminate adhesive agent (manufactured



under the conditions that tenperature is [err] and humdity is 100%RH. I nk
preservation test: After the containerq & which ink is filled and an inside
lidis tightly seal ed has been preserﬁz for two years at tenperature of
[err], the container is opened and eval uated about a hardened state and
viscosity of the ink. 28 [ Exanple 1] A silicon oxide-deposited pol yester
filmhaving a thickness of 12[err] (manufactured by TOYO | NK MANUFACTURI NG
CO., LTD.: GrI1000S) and a biaxial oriented nylon filmhaving a thickness of
15 m (manufactured by UNITIKA, Ltd.: EMBLEM ONM were | am nated, with the
deposit | ayer being disposed inside, by a polyester |am nate adhesive agent

( manuf act T, bt é%@S . | gent
( manuf act ﬁ’ggr‘g’yof%m Lt'd. :5 -%gd' ‘?mr}gallg%{}?{nﬁfkﬂylﬁe t?at io = 100/8,
dry coatin AfRrat £8dlpy TOYGMBRTEN L COBRFCI @Y | @it aeu
easy-peeliﬁg |In1mﬁose thi ckness is 60 n1(nanufaé?tr%% by TCHCELfgtjl,
LTD. : CVPS£BE)10@58 | adi-pagésh 0 uhdien s 3e/16% ) | hea ndupiefd 141164~ t he
above- described |am nate body to obtain an inside lid for an ink
cont ai ner . aVdIE1 gobeotisr dbyged (ves gtebi 450g/m7) tdred isnTadeydstbrf ilimhe i nk
cont ai ner was neasured. The results of the

surface of the laminate body were extrudingly laminated with

16w—density polyethylene into the form of blank sheet. From
the sheet, a trunk.member and a bottom member were formed. _
In this way, the paper container in the form illustrated in
the drawings was obtained. _
The above-described paper container was filled with 1lkg
of the offset-printing ink (manufaétured by TOYO INK |
"MANUFACTURING CO., LTD.: TK HYPLUS BLUE) in a nitrogeh
atmosphere and then the.inside lid for the ink container was
thermally fused under the condition of 160°C, 1kg/cm2, and
one second, and finally the container was tightly sealed .
thereby. The ink preservation tést therefor was performed.

The results are shown in Table 1.

[Example 2]

One sheef of silicon oxide-deposited polyester film
(manufactured by TOYO INK MANUFACTURING CO., LTD.: GT1000S)
whose thickness is'lZ;fm was laminated on a laminate body of.
the silicon oxide—deposited polyester filﬁ having a
thickness of 12y m (manufactured by TOYO INK MANUFACTURING

CO., LTD.: GT1000S) and a biaxial oriented nylon film having



measurenent are shown in Table 1. On the other hand, a silicon

oxi de- deposi ted pol yester filn1havingé§£xh|ckness of 12[ err] (rmanufactured
by TOYO | NK MANUFACTURI NG CO., LTD.: 00S) and a comercially- avail abl e
-linear lowdensity polyethylene filmhaving a thickness of 40 [err]

¢manuf actured by TOHCELLO CO., LTD.: TUX-HC) were lamnated with the
deposit | ayer being disposed inside, by a polyester |am nate adhesive agent
(manufactured . 29 by TOYO MORTON Ltd.: AD-585) and a hardeni ng agent
¢manuf actured by TOYO MORTON Ltd.: CAT-10) (weight m xture ratio=100/8, dry
coating amount 3g/nR). A conmercially- available cardboard (wei ght 4509/ nR)

d I ter fil f th t d
o nat od i HH PEIETR (0 B0 yBHIFATE YRR T NIt il EREEY  Fr om
th heet 9&9 t th
pagef ggnt a@?\%r%ﬁrwﬁe rmoi qu‘&FbéP m%t@éﬁe?hs%éhg&%g: %ed Th ©
above- des Ciy xed PaBedm _IL‘PPJ‘tla' N&{ M@esﬂédﬂo%d éeﬂnma%k&oofaxta%w‘ hsewiRhi Nting

ink (manufactured by TOYO I 'NK MANUFACTURI NG CO., D.: TK HYPLUS BLUE) in a
ni trogen agH®SIRPY$i BNt fde tHei g didpdsed fmrsitdhae i Th @adiaiioar, was

thermally fused under the condition of [err] 1lkg/[err], and one second, and
finally thomertelakly visailgiltd hertrlsadling polyethylene
terephthalate film whose thickness is 40pum (manufactured by
SEKISUI CHEMICAL CO., LTD.: Estina P320), was laminated on
the polyester film side of the laminate body in a manner
similar to Example 1, to obtain an inside 1id for the ink
‘container. The gaseous oxygen permeability of the inside
1id for the ink container.was measufed. The results thereof
arenshown'in Table 1.

On the other hand, a papér container was prepared by
using the same method as Example 1, but the low-density
polyethylene film was changed to a commercially-available
heat-sealing polyethylene terephthalate film whose thickness
is 40 x m (manufactured by SEKISUI CHEMICAL CO., LTD.: Estina
P320).

The above-described paper container was filled with lkg
of the offset-printing ink (manufactured by TOYO INK
MANUFACTURING CO., LTD.: TK HYPLUS BLUE) in a nitrogen
atmosphere and the inside 1id for the ink contéiner was
thermally fused under the condition of 160°C, 1kg/cm2, and
one second, and finally the container was tightly sealed

thereby. The ink preservation test therefor was performed.



thereby. The ink preservation test therefor was perforned. The results are
shown in Table 1. [Exanpl.e 2] One sheetgqf silicon oxide-deposited

pol yester film (manufactured by TOYO Iéi NUFACTURI NG CO., LTD.: GI1000S)
whose thickness is 12[err] was |lanminated on a | anminate body of the silicon
oxi de- deposi ted polyester filmhaving a thickness of 12[err] (manufactured
by TOYO | NK MANUFACTURI NG CO., LTD.: GT1000S) and a biaxial oriented nylon
film having 30 a thickness of 15[err] (manufactured by UN TI KA Ltd.:
BEVBLEM ONM), which was obtained by a lamnating nmethod simlar to that of
Exanple 1, in the method sinmilar to Exanple 1, with the deposit surface

bei ng disp@ﬁgdrggﬁ'g - al8 §§g$ﬁi ,Tgbf'nfercially-available heat - seal i ng
pol yet hyl ene terep%tﬁa?ate | n1aﬂose tﬁickness is 40[err] (manufactured by
SEKI SU CHEM CAL CO., LTD.: Estina P320), was |am nated on the pol yester
filmside of the lami nate body in a manner simlar to Exanple 1, to obtain
an inside [ExlahpletB% i nk contai ner. The gaseous oxygen perneability of the
inside lid for the ink contai ner was neasured. The results thereof are
shown in Tabl e A. canmeheialheranahtiabbe pabaninium abxiste vdep qeidpat ed by
using the sanme nethod as Exanple 1, but the |owdensity:

polyester film having a thickness of 12y m (manufactures by

TOYO METALLIZING CO., LTD.: VMPET1011) and a biaxial

oriented nylon film having a thickness df 154 m R

(manufactured by UNITIKA, Ltd.: EMBLEM ONM) were dry-

laminated by the same method as Example 1, and therefore, a

‘laminate body was obtained. In addition, commercially-

available heat-sealing wax was éoated on the nylon film side

of the laminate body so that an inside 1id for the ink

container was obtained. The gaseous oxygen permeability of

the inside 1lid therefor was measured. The results of the

measurement are shown in Table 1.

The above-described paper container was filled with 1kg

of the offset-printing ink (manufactured by TOYO INK

MANUFACTURING CO., LTD.: TK HYPLUS BLUE) in a nitrogen

atmosphere and then the inside 1id for the ink container was

thermally fused under the condition of 160°C, lkg/cm2 and

one segond, and finally the container was tightly sealed

thereby. The ink preservation test therefor was performed.

The results are shown inITable 1.

-[Comparative Example 1]



pol yet hyl ene fil mwas changed to a commerci al |l y-avail abl e heat-seal i ng

pol yet hyl ene terephthalate fil mwhose E;E?kness is 40[err] (manufactured by
SEKI SU CHEM CAL CO., LTD.: Estina P320¥% The above-descri bed paper
container was filled with 1kg of the offset-printing ink (manufactured by
TOYO | NK MANUFACTURI NG CO., LTD.: TK HYPLUS BLUE) in a nitrogen atnosphere
and the inside lid for the.ink container was thermally fused under the
condition of [err] and one second, and finally the container was tightly
seal ed thereby. The ink preservation test therefor was perforned. 31 The
results are shown in Table 1. [Exanple 3] A conmercially-available

al um ni um oxi degdeppsi tREtPeh¥est etcodh! sxNdwidépssite & kmnens wls 12[err]
(manuf actures by TOYO METALLIZING CO., LTD.: VMPET1011) and a biaxia

ori ented nghangtdl tohavecogmarthatkpeasadiaBbé epslyd e BCtmirvitcbdy UNI Tl KA,
Ltd.: EMBLEM ONM were dry- |lam nated by the sane nethod as Exanple 1, and
t her ef or e, thitkneaat éshd@y masmabufiactured nbdRYORM, CEomie¥ri alBgter
available_heat-sealing wax was coated on the nylon filmside of the

| ami nat e bBaY¥03d.t ARt InAifdasidd wag poepanedibk tmianrmeiiodsi ned. The

aseous oxygen perpeabj]ity of
9 ) %gampge 1. *Le éaseous oxygen permeability of the inside
1lid for the ink container was measured. The results of the

measurement are shown in Table 1. .

A paper container, in the same manner as in Example 1,
was filled with_lkg of the offset-printing ink (manufactured
‘by TOYO INK MANUFACTURING CO., LTD.: TK HYPLUS BLUE5 in a
nitrogen atmosphere and then thé inside 1id for the ink
container was thermally fused under the condition of 160°C,
1kg/cm2 and one second, and finally the container was |
‘tightly sealed thereby. The ink preservation test therefof

was performed. The results are shown in Table 1.



the inside lid therefor was neasured. The results of the neasurenent are
shown ‘in Table 1. The above-descri bed gg@gr container was filled with 1kg
of the.offset-printing ink (manufactur y TOYO | NK MANUFACTURI NG CO., -
LTD.: TK HYPLUS BLUE) in a nitrogen atnosphere and then the inside lid for
the ink container was thermally fused under the condition of [err] and one
second, and finally the container was tightly seal ed thereby. The ink
preservation test therefor was performed. The results are shown in Table 1.
[Conpar ati ve Exanpl e 1] 32 Except that the silicon oxide-deposited film
was changed to a commerci al | y-avail abl e pol yester fil mwhose thickness is
12[ err] (manufactured by TOYOBO CO., LTD.: Ester E5101), an inside |lid was
prepared by the sane nmethod as Exanple 1. The gaseous oxygen perneability’
of the inside lid for the ink contai Rgyag neasured. The results of the
measurenent are shown in Table 1. A paper container, in the sane manner as
in Exanple 1, was filled with 1kg of the offset-printing ink (mnufactured
by TOYO | NK MANUFACTURI NG CO., LTD.: TK HYPLUS BLUE) in a nitrogen

at nospher e and-thenR-the-iAside-}id-£o+-+he-i nk-contat ner-was-+-her+rad 4 y-
fused under the condition of [err],

Inside 1id gaseous Ink

lamination | oxygen preServation

structure permea- test . ‘
bilitys  ----------

viscosity hardening

———————————————————————————— - o o - N GE e S G WS M E M s e e e ——

Example 1 GT//ONM//CMPS 0.6 None None
Example 2 ONM//GT//GT//P320 0.1 or None None
less
Example 3 1011//0NM//WAX 1.2 increasing None
somewhat

Comparative E5101//0NM//CMPS 53 hardening hardening

Example 1
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] ahc i, and fi i ightly seal ed thereby.
err] and one second, and finally the container was tig
%he %nk preservatlon t est therefor was peyforned The results are shown in

Tabl.e 1. T 33 TABLE.;ansrd © -~ Ink l'am nation
R o ,...mmﬁﬂmuﬂlnllﬂkmul
None . .

le 3 1011//c»mﬂ/vmx LR ok crea5|ng ‘None sonewhat:; -
Egﬁggratlve E5101//CNN1/CNPS 53 hardenlng har deni ng Exanple 1 WHAT
'IS CLAIMED I'S: 1.- ‘A paper . container for fluid substances, characterlzed
i'n that the container" conprlses a tapered trunk portlon forned by rolllng

a sheet WHAT I8 CLAIMED IS:

ﬁin a state 1n which the 1ayer 1is _:'

surface of cardboard

disposed ins1de and by joining 1ongitud1na1 direct10nal

':_.ends of the sheet ;fth'each other 'and
a bottom member formed from a. disk-shaped sheet
compris1ng a 1ayer hav1ng barrier abillty applled onto a
- -surface of cardboard a lower end portion of said trunk
portion and a peripheral portlon of said. bottom member belng
engaged and.jointed with each other 'in such a manner that
the respective layers face each other, and
1h€that a first end portion for forming a.joint portion
\,ﬂﬁ of said trunk portion has an extending film which surrounds
an end surface of the cardboard and reaches an external
surface of the cardboard, and
a secohd end portion of the joint bortion has a stepped
portion which bends outside from an end—surface position of
the first end portion and which exteénds along an external
surface of the first end portion, an inner film of the
second end portion being directly or indirectly joined with

the extending film of the first end portion.
This is the replacement shest
pae: /2 /11



cohpfisfng a layer haV|ng barrier ability applied onto a surface of

cardboard, .in. a state |n mhlch t he Iayer IS dlsposed |nS|de aﬁgdab%o{?ogtng
Iongrtudlnal f . th : . .

'ayer havi ng barri el

trunk pott i ortj and owﬁmll "urmmaged

d Jointed wth each ot he ;8 the Tespedti Ve Fagets“?.
?gce each other,- and in that a flrst end pgr;boPlrﬁtmLogﬂtggraoﬂghg an-end
tion. has an extendi
portion of said trunk por ternal surface of the cardboard,.
' he car dboard ‘and. r eaches. an ex
'Zﬁdfgcgeggnd :nd portlon otvthe jOInt portlon has a stepped portlon mhlch

-1 C: . n t=16 1A
igaged Bﬁﬁl ' ' oddednaney nd"¢he"
?hg gngaged ortion belng engaged and fitted mnth eacﬁ 09%2}-
por%ion of said bottom,member has an engaged portion engaged

with the en

engaged portion e~ng engaged and fitted with each other
-33;- A paper container for fluid substances according to
claim 1 or claim 2 wherein said layer is a composite

multilayer film comprising an inorganic depos1t film applied

on at least one side of a plastic film.

4. A paper container for fluid-substances according to

claim 3, wherein the deposit film comprises.silicon oxide.

N\ 5. A paper container for fluid substances according‘to-any
one of claims 1 to?4' wherein the extending film which
surrounds the end surface of the cardboard and reaches the
external surface of the cardboard is formed by bending a
thin-layer portion formed by removing all of the cardboard
at an end portion of the sheet or leaving the cardboard in
an extremely thin state, and by Joining the thin-layer

portion with the end surface of the cardboard.

This is the replacement sheet

Date; ﬁ/l/'ﬁ 9



3. . A paper contai'ner for fluid substances according to claim1 or claim
2 wherein said layer is a conposite nultilayer filmconprising an inorganic
deposit fil. m-applied on at:l.east -one s%"of a pI astic film-4.—A paper ..
cont ai ner for: fluid substances accor di 4 € m:3, wherein the deposit
filmconprises silicon.oxide:5, - A paper - contalner um l Uﬂ "t&uﬁnces
according to. any one. o 3Tn.._to 4,: mhereln the iche oo s
. surrounds-the end’ surfacerof t he: cardboard and teaches the external surface ™ -
of the cardboard is forned by bending a thin- Iayer portion formed by
renoving all of the cardboard at an end portion of the sheet or |eaving the
cardboard in an extrenely thin state, and by Joining the thin-layer portion
with the end surfacé of the cardhoar cont ai ner -

te
for fluid subs@aﬁé@§ra888ﬁéﬂﬁﬁrt °5n§18ﬁa 6Pb§F§Pﬁ§51aFS°§%RHﬁeF€|ﬁndne of

the fluid sub k. 7 t for fly R
-sugstaﬁcegsgcg rﬁﬁﬁg rlngnQQBFQSFglﬂﬁeloﬁg%ger&ﬁ&?&?%ngﬁtﬁﬁéﬁﬁe Sigis
joined to %EB%riﬁﬂd of sald trunk poftion. :8.. A paper container for. 3

fluid subg?ances according to cla|n17 mhereln a curllng portlon mhose
f|In1appears at an . : : :

7. A paper container for fluid substances according to any
'one of claims 1 to 6 Wherein an ins1de lid is joined to an

f U . upper end of said trunk portion

8. A paper _C'Oﬁ'tai-n'er for fln.i-d"?snias;taﬁ-c'e"s:' according to
;claim 7;dwhere1nfa'cnrling:porfionjwhOSe}'film-appears at an

‘upper end.of said frnnk pOrtion'is provided, and'said paper
container is formed as .a gas-displacement container by

joining an inside 1id to the curling portion after gas

displacement.
9. A paper container for fluid substances, according to
N any one of claims 1 to 8, wherein said paper container can

be heated by an electronic oven.

10. A paper container for fluid substances according to
claim 1, wherein said trunk member has an inner-folded
bending and engaging portion at a lower end portion thereof,
and said bottom member has a bending and extending portion
folded substantially in a vertical direction, both bending

and extending portions of said trunk member and bottom
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'upper end of said trhnk bortion is provided, and said ai ner
formed as a gas- dlsplacenent cont ai ner by 10|n|ng an inside lid to the

curling: portl on..after. ‘gas-di spl acenent..eg 1 f\@pgpe\rmertumgmﬂunﬂmnjﬂﬂ

substances accordlng 1o any oneof ¢
contai'ner “can-be ‘heat.ed: by~ an el ectronic -oven: 10, A paper cont ai*ner for

qund substances accordlng to: claintl mherein sald t:runk - pember:has an-
i nner-fol ded bending. and engagi ng- portlon at--a- |omer ‘end. portlon thereof
and sai d bottom-menber has ‘a bendi ng and exteéndi ng portion fol ded '
substantially in a vertical direction both bending and extending portions
of said trunk nenber and bottom nmenber bei ng engaged, fitted and Jointed

Wih SacTmehBel b81As°bAkiskd, Nﬂtfetedt Bfia" §3RAEbL" 71 :RY 8htn! BRRER' shace

each ot her
' a state in which the respective layers thereof face each

:' other iih
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