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Brief Description of the Drawings The present invention relates to a dosing
and    Fig. 1 is a first embodiment of a hollow body dispensing unit as
disclosed in the pre-characteriz-  according to the invention in form of a
dosage ing part of claim 1 as known from EP-A-0 261 713   5  device for
releasing a fluid detergent in the or EP-A-0 285 460.
drum of a washing machine during a wash cy- These known combinations of a
bottle closure     cle, the hollow body forming a cap on a spout and a
closing and dispensing unit, sealingly attach-  means of a plastic bottle;
able to the neck of a bottle comprises at least two  Fig. 2 shows the
assembly of Fig. 1 turned separate parts, i.e., the coupling means and the
10  180 * and resting on the hollow body; cup-shaped part.
Fig. 3 shows the assembly of Fig. 1 returned to The object of the invention
is to provide a      its original position; dosing and dispensing unit of
the subject kind, the  Fig. 4 shows an assembly corresponding to the
manufacture of which is more simple and which is    one of Fig. 1 except
that the spout means has therefore less expensive to produce.          75
been replaced by a nozzle means with an as- To this end the closing and
dispensing unit (as  cending tube extending to the bottom of the disclosed
in EP-A-0 285 460) of the invention has    plastic bottle; the features as
cited in the characterizing part of  Fig. 5 shows the hollow body of Figs.
1-4 re- claim 1.                                             moved from the
plastic bottle; As a result the hollow body is manufactured   2o  Fig. 6
shows a blow-molded article for the hol- simply and inexpensively in a
plurality of different  low body of Fig. 5; geometries.
Fig. 7 shows another embodiment of a hollow According to the invention the
tubular part can  body according to the invention in form of a convergingly
extend into the interior of the cup-   combined closure and dosage device;
and shaped part. This particular embodiment has prac-  26  Fig. 8 shows a
blow-molded article for the hol- tical advantage.
low body of Fig.7. Further advantageous embodiments of the in- vention are
apparent from the subclaims and the   Description of the Preferred
Embodiments detailed description of the invention. Moreover, the present
invention relates to a   30  Fig. 5 is a sectional view through a first em-
method of manufacturing a hollow body comprising  bodiment of a hollow body
1 according to the an outer cup-shaped part, which defines a hollow
invention. The hollow body 1 comprises an outer interior and has an
opening, and a tubular part   cup-shaped part 2, which defines a hollow
interior 3 extending from the opening substantially into the  and has an
opening 4, and a tubular part 5 extend- interior of the cup-shaped part.
The method is  36  ing from the opening 4 into the interior of the cup-
characterized by forming an article by means of   shaped part 2. The hollow
body 1 and the tubular extrusion blow molding or injection blow molding in
part 5 from a single piece made of a plastic ma- a suitable mold, said
article comprising the outer  terial. The outer cup-shaped part 2 is
substantially cup-shaped part and a neck portion substantially  spherical
and provided with a planar surface 6 corresponding to the tubular part and
extending   4o  opposite the opening 4. The tubular part converges from the
opening of the cup-shaped part in a      in a direction away from the
opening 4 towards an direction away from its interior, whereupon the
inner end 7 thereof. A cylindrical part 8 is attached neck portion is
inverted into the interior of the cup-  to the inner end 7 and extends
towards the open- shaped part to form the tubular part. Thus it is  ing 4.
The cylindrical part 8 is annular and provided possible to manufacture the
hollow body as an   45  on the outside with a thread 9. integral unit,
resulting in a simple and inexpensive  The tubular part 5 extends a
distance a into the manufacture.
interior 3 of the hollow body such that a volume [err] Further advantageous
embodiments of the        defined between a plane p perpendicular to the
method according to the invention appear from the  center axis c of the
opening 4 through the inner subclaims and the subsequent detailed
description   50   edge 7 of the tubular part 5 and the inner surface of
the invention.                                 10 of the cup-shaped part 2
is substantially equal The invention is described in greater detail  to a
volume V2 defined by the above plane p and below and with reference to the
accompanying      the inner surfaces 11, 10 of the tubular part 5 and
drawings, in which:                               the cup-shaped part 2. 65
Fig. 6 shows a blow-molded article or molding 12 of the hollow body of Fig.
5. The molding 



comprises the outer cup-shaped part 2 and a neck portion 13 substantially
corresponding to the tubu- 2    3                EP 0 405 683 B1
4 lar part, said neck portion extending from the open-  the hollow body 1
is screwed by means of the ing 4 of the cup-shaped part in a direction away
outer thread 9 of the latter. Furthermore, the nozzle from the interior 3.
When the neck portion 13 is  means 20 has a centrally arranged nozzle 29
con- inverted into the interior 3 of the cup-shaped part it  nected with a
tube 40 extending down to the bot- forms the tubular part 5 of the hollow
body 1 of   5   tom of the bottle 15'. To transfer a portion of the Fig. 5.
fluid in the bottle 15' to the hollow body 1, the The inversion of the neck
portion 13 into the  threaded engagement of the latter and the nozzle
cup-shaped part 2 to form the tubular part 5 can be  means is slightly
loosened so that it is no longer performed after the molding 12 has been
removed  air-tight, whereupon the bottle 15' is squeezed. from the mold in
question, or while it is still in said  io  Thus the fluid will be pressed
through the' tube 40 mold. The inversion can, moreover, be performed  and
the nozzle 29 up to the hollow body 1. When at a temperature close to or
above the softening  the hollow body 1 is filled with the fluid to a level
temperature of the plastic material used or at a  above the plane p,
pressure on the bottle is re- temperature below said softening temperature.
leased. This results in a lowering of the fluid level Suitable plastic
materials include any plastics  15  in the hollow body 1 down to the plane
p, and which can be molded by means of extrusion blow   surplus fluid is
sucked back into the bottle 15' molding or injection blow molding, for
example  through the nozzle 29 and the tube 40. The hollow polypropylene.
body is then screwed off the nozzle means 20 and Fig. 1 shows the hollow
body of Fig. 5 used as  used for metered release of the contained fluid
into a cap on a spout means 14 of a plastic bottle 15.  20  the drum of a
washing machine during a wash The spout means 14 has an inner thread 16
engag-  cycle. ing an outer thread 17 on the neck of the bottle.   Fig. 7
shows another embodiment of a hollow The spout means 14 further has a
second inner    body 50 according to the invention. The hollow thread 18
onto which the hollow body is screwed  body 50 comprises an outer
cup-shaped part 52, by means of its outer thread 9. Finally, the spout  25
which defines a hollow interior 53 and has an means 14 is provided with a
spout 19 which can be  opening 54, and a tubular part 55. The latter forms
fully extended to the bottom or the planar surface 6  a single piece with
the cup-shaped part 52 and of the hollow body 1 when the latter is screwed
on.  extends from the opening 54 substantially into its Fig. 2 shows the
assembly of Fig. 1 comprising  interior 53. The inner edge 57 of the
tubular part 55 the bottle 15, the spout means 14 and the hollow   30  is
provided with a cylindrical part 58 extending body turned [err] so that it
rests on the planar  towards the opening 54. The inside of the tubular
surface 6 of the hollow body 1. Consequently, a  part 55 near the opening
54 is provided with an fluid, i.e., a fluid detergent in the bottle 15,
flows  inner thread 59 engaging the corresponding outer through the spout
means 14 down into the hollow  thread of the bottle, thus turning the
hollow body body 1, thus filling the latter to a level substantially  35
50 into a cap for said bottle. corresponding to the plane p through the
inner      Fig. 8 shows a molding 62 for the hollow body edge 7. When the
assembly is returned to its     50. The molding is manufactured by means of
original position, so that the bottle stands in its  extrusion blow molding
or injection blow molding normal position, the main part of the fluid
remains  using a suitable tool. The molding comprises the in the hollow
body 1. This is due to the fact that  40  outer cup-shaped part 52 and a
neck portion 63 the volume [err] above the plane p and the volume
substantially corresponding to the tubular part 55, [err] below the plane p
of the hollow body are      said neck portion extending from the opening 54
of substantially equal. The hollow body 1 thus meters  the cup-shaped part
in a direction away from its precisely and holds a predetermined amount of
the  interior 53. When the neck portion 63 is inverted detergent. The
hollow body 1 containing the fluid  45  into the interior of the cup-shaped
part 52 it forms or fluid detergent can then be removed from the  the
tubular part 55. The inversion can be per- spout means on the neck portion
and be trans-   formed while the molding 12 is still in the mold tool
ferred to the drum of a washing machine for me-  or after it has been
removed therefrom. Further the tered release of the detergent during a wash
cycle.  inversion can be performed at a temperature above 



Fig. 4 shows an assembly substantially cor-  5o  or below the softening
temperature of the plastic responding to the one of Figs. 1-3 with the
excep-  material used. tion that the spout means has been replaced by a
Apart from a cap the hollow body of Fig. 7 can nozzle means 20, and the
plastic bottle 15' is   also be used as a dosage device to release a fluid
squeezable. The nozzle means 20 has an inner     detergent in the drum of a
washing machine during thread 26 corresponding to the one of the spout  55
a wash cycle. means 14 of Figs. 1-3 for screwing the nozzle       The
invention may be varied in many ways means onto an outer thread 17' of the
neck of the  without deviating from its scope. The outer thread bottle 15',
and a second inner thread 28 onto which  of Fig. 7 can, for instance, be
replaced by another 3    5                 EP0405683B1
6 fastening means provided to fasten the hollow body    inversion being
performed at about the soften- as a cap attached to the bottle containing,
for       ing temperature of the plastic material. instance, a fluid
detergent. 5. The method according to claim 4, wherein the Claims
5       neck portion (13, 63) is inverted into the cup- shaped part (2, 52)
after the article (12, 62) has 1. A dosing and dispensing unit usable as a
clos-     been removed from the mold. ing cap on a vessel containing liquid
to be dispersed, said unit being in the form of a    6. The method
according to claim 5, wherein the hollow plastic body (1,50), said body
having a   io  neck portion (13, 63) is inverted into the cup- cup-shaped,
substantially spherical part (2,52)    shaped part (2, 52) at a temperature
below the provided with an opening (4,54) and a tubular      softening
temperature of the plastic used. part (5,55) extending from said opening
(4,54) into the hollow interior (3,53) of the cup-shaped  7. The use of a
hollow body as defined in claim 1 part (2,52) and terminating at a distance
from   15  in the drum of a washing machine, to release a the wall part (6)
of the cup-shaped part (2,52)   fluid detergent in the drum of a washing
ma- opposite said opening (4,54), characterized by     chine during a wash
cycle. said tubular part (5,55) convergingly extending into the interior
(3,53) of the cup-shaped part  Patentansprtlche (2,52) and by the inner end
(7,57) of the tubu-  20 lar part (5,55) being provided with a substan-  1.
Dosier- und Abgabeeinheit zur Verwendung als tially cylindrical part
(8,58), extending towards  Verschlufkappe auf einem abzugebende FlMs- said
opening (4,54) of the hollow body (1,51),    sigkeit enthaltenden Behalter
in Form eines said hollow body (1,51), said tubular part (5,55)
Kunststoffhohlk6rpers (1,50), der elnen scha- and said cylindrical part
(8,58) being integrally  25  lenfdrmigen, im wesentlichen kugeligen Tell
manufactured in the form of a single piece of     (2,52) aufweist, versehen
mit einer Offnung plastic material using blow molding.               (4,54)
und einem Rohrteil (5,55), der sich von der Offnung (4,54) in den
Innenhohiraum (3,53) 2. The hollow body according to claim 1, char-
des schalenfdrmigen Teiles (2,52) erstreckt acterized by said tubular part
(5,55) being pro-  30  und im Abstand vom Wandteil (6) des schalen- vided
with a fastening means, such as a thread     fdrmigen Teiles (2,52)
gegenOber der O5ffnung (9,59).
(4,54) endet, dadurch gekennzeichnet, daB der Rohrteil (5,55) sich
konvergierend in den In- 3  The hollow body according to claim 1 or 2,
nenraum  (3,53) des schalenfdrmigen Teiles wherein the tubular part (5, 55)
extends a dis-  35  (2,52) erstreckt und daB das Innenende (7,57) tance a
into the interior of the hollow body (1,   des Rohrteiles (5,55) mit einem
im wesentli- 50), such that a volume [errr[ defined between a       chen
zylindrischen Teil (8,58) versehen ist, der plane p perpendicular to a
center axis of the      sich in Richtung der Offnung (4,54) des Hohl-
opening (4, 54) through the inner edge (7, 57)     raumes (1,51) erstreckt,
wobei der Hohiraum of the tubular part (5, 55) and the inner surface   40
(1,51), der Rohrteil (5,55) und der zylindrische of the cup-shaped part (2,
52) is substantially    Tell (8,58) unter Anwendung eines Blasform- equal
to a volume V2 defined by the plane p        verfahrens integral in Form
elnes einstaickigen 



and the inner surfaces of the tubular part (5,     Kunststoffmaterials
hergestellt sind. 55) and the cup-shaped part (2, 52). 45  2. HohIkdrper
nach Anspruch 1, dadurch gekenn- 4. A method of manufacturing a hollow body
zeichnet, daB der Rohrteil (5,55) mit einem comprising the steps of:
forming an article (12,   Befestigungsmittel wie einem Gewinde (9,59) 62)
by means of extrusion blow molding or          versehen ist. injection blow
molding of a plastic material with a suitable mold, said article comprising
an   so  3. Hohlkorper nach Anspruch 1 oder 2, wobel der outer cup-shaped
part (2, 52) and a neck por-      Rohrteil (5,55) sich Ober einen Abstand a
in tion (13, 63) substantially corresponding to a     das Innere des
Hohlkorpers (1,50) derart er- tubular part (5, 55) and extending from an
streckt, daB ein zwischen einer senkrecht auf opening (4, 54) of the
cup-shaped part (2, 52)     der Achse der Offnung (4,54) stehenden Ebe- in
a direction away from its interior (3, 53),  5s  ne p durch den Innenrand
(7,57) des Rohrtei- characterized in that a neck portion (13, 63) is  les
(5,55) und der Innenflache des schalenfdr- inverted into the interior of
the cup-shaped part  migen Teiles (2,52) begrenztes Volumen V1 im (2, 52)
to form the tubular part (5, 55), said     wesentlichen gleich dem durch
die Ebene p 4    5                 EP 0 405 683 B1                    6
fastening means provided to fasten the hollow body     inversion being
performed at about the soften- as a cap attached to the bottle containing,
for        ing temperature of the plastic material. instance, a fluid
detergent. 5. The method according to claim 4, wherein the Claims
5       neck portion (13, 63) is inverted into the cup- shaped part (2, 52)
after the article (12, 62) has 1. A dosing and dispensing unit usable as a
clos-      been removed from the mold. ing cap on a vessel containing
liquid to be dispersed, said unit being in the form of a     6. The method
according to claim 5, wherein the hollow plastic body (1,50), said body
having a   lo  neck portion (13, 63) is inverted into the cup- cup-shaped,
substantially spherical part (2,52)    shaped part (2, 52) at a temperature
below the provided with an opening (4,54) and a tubular      softening
temperature of the plastic used. part (5,55) extending from said opening
(4,54) into the hollow interior (3,53) of the cup-shaped  7. The use of a
hollow body as defined in claim 1 part (2,52) and terminating at a distance
from   15  in the drum of a washing machine, to release a the wall part (6)
of the cup-shaped part (2,52)    fluid detergent in the drum of a washing
ma- opposite said opening (4,54), characterized by     chine during a wash
cycle. said tubular part (5,55) convergingly extending into the interior
(3,53) of the cup-shaped part  Patentansprtche (2,52) and by the inner end
(7,57) of the tubu-   20 lar part (5,55) being provided with a substan-  1.
Dosier- und Abgabeeinheit zur Verwendung als tially cylindrical part
(8,58), extending towards  VerschluSkappe auf einem abzugebende Flas- said
opening (4,54) of the hollow body (1,51),     sigkeit enthaltenden BehAlter
in Form eines said hollow body (1,51), said tubular part (5,55)
Kunststoffhohlkdrpers (1,50), der einen scha- and said cylindrical part
(8,58) being integrally  25  lenformigen, im wesentlichen kugeligen Teil
manufactured in the form of a single piece of      (2,52) aufweist,
versehen mit einer bffnung plastic material using blow molding.
(4,54) und einem Rohrteil (5,55), der sich von der Offnung (4,54) in den
Innenhohlraum (3,53) 2. The hollow body according to claim 1, char-
des schalenfdrmigen Teiles (2,52) erstreckt acterized by said tubular part
(5,55) being pro-  30  und im Abstand vom Wandteil (6) des schalen- vided
with a fastening means, such as a thread     formigen Teiles (2,52)
gegen~ber der b5ffnung (9,59).
(4,54) endet, dadurch gekennzeichnet, daB der Rohrteil (5,55) sich
konvergierend in den In- 3. The hollow body according to claim 1 or 2,
nenraum  (3,53) des schalenf6rmigen Teiles wherein the tubular part (5, 55)
extends a dis-  35  (2,52) erstreckt und daB das Innenende (7,57) 



tance a into the interior of the hollow body (1,   des Rohrteiles (5,55)
mit einem im wesentli- 50), such that a volume [err] defined between a
chen zylindrischen Teil (8,58) versehen ist, der plane p perpendicular to a
center axis of the      sich in Richtung der 1ffnung (4,54) des Hohl-
opening (4, 54) through the inner edge (7, 57)     raumes (1,51) erstreckt,
wobei der Hohiraum of the tubular part (5, 55) and the inner surface   40
(1,51), der Rohrteil (5,55) und der zylindrische of the cup-shaped part (2,
52) is substantially    Teil (8,58) unter Anwendung elnes Blasform- equal
to a volume V2 defined by the plane p        verfahrens integral in Form
eines einstickigen and the inner surfaces of the tubular part (5,
Kunststoffmaterials hergestellt sind. 55) and the cup-shaped part (2, 52).
45  2. Hohlk6rper nach Anspruch 1, dadurch gekenn- 4. A method of
manufacturing a hollow body             zelchnet, daB der Rohrteil (5,55)
mit einem comprising the steps of: forming an article (12,
Befestigungsmittel wie einem Gewinde (9,59) 62) by means of extrusion blow
molding or          versehen ist. injection blow molding of a plastic
material with a suitable mold, said article comprising an   so  3.
Hohlkdrper nach Anspruch 1 oder 2, wobei der outer cup-shaped part (2, 52)
and a neck por-      Rohrteil (5,55) sich Ober einen Abstand a in tion (13,
63) substantially corresponding to a     das Innere des Hohikorpers (1,50)
derart er- tubular part (5, 55) and extending from an         streckt, daS
ein zwischen einer senkrecht auf opening (4, 54) of the cup-shaped part (2,
52)     der Achse der 6ffnung (4,54) stehenden Ebe- in a direction away
from its interior (3, 53),  55  ne p durch den Innenrand (7,57) des
Rohrtei- characterized in that a neck portion (13, 63) is   les (5,55) und
der InnenflAche des schalenf6r- inverted into the interior of the
cup-shaped part  migen Teiles (2,52) begrenztes Volumen V1 im (2, 52) to
form the tubular part (5, 55), said     wesentlichen gleich dem durch die
Ebene p 4    7                 EP 0 405 683 B1                    8 und die
Innenflachen des Rohrteiles (5,55) und     essentiellement cylindrique
s'etendant en di- des schalenfdrmigen Teiles (2,52) begrenztes
rection de ladite ouverture (4, 54) du corps Volumen V2 ist.
creux (1, 51), ledit corps creux (1, 51), ladite partie tubulaire (5, 55)
et ladite partie cylindri- 4. Verfahren zur Herstellung eines Hohlkdrpers,
5    que (8, 58) etant fabriqu6s d'une seule piace, wobei ein Gegenstand
(12,62) durch Extru-          sous la forme d'une piece unique en
plastique, sions- odor Spritzblasen eines Kunststoffmate-     par extrusion
et soufflage. rials mit elner geeigneten Form geformt wird, weicher
Gogenstand einen Aufleren schalenf6r-   2. Corps creux selon la
revendication 1, caract6ri- migen Tell (2,52) und einen Halsteil (13,63)
lo   se en ce que ladite partie tubulaire (5, 55) est aufweist, der im
wesentlichen einem Rohrteil       dotee de moyens de fixation tels qu'un
filetage (5,55) entspricht und sich von einer Offnung       (9, 59). (4,54)
des schalenformigen Teiles (2,52) in ei- ner vom Innenraum (3,53)
abgekehrten Rich-      3. Corps creux selon la revendication 1 ou 2, tung
erstreckt, dadurch gekennzoichnet, daB   15   dans lequel la partie
tubulaire (5, 55) s'6tend ein Halsteil (13,63) in das Innere des schalen-
sur une distance a dans l'int~rieur du corps f6rmigen Teiles (2,52)
umgekehrt wird, um den      creux (1, 50), de telle sorte qu'un volume VI,
Rohrteil (5,55) zu bilden, wobei die Umkehrung     defini entre un plan p
perpendiculaire a un axe ungefahr be! der Erweichungstemperatur des
central de l'ouverture (4, 54), passant par le Kunststoffmaterials erfolgt.
20      bord interieur (7, 57) de la partie tubulaire (5, 55) et par la
surface interieure de la partie (2, 5  Verfahren nach Anspruch 4, wobei der
Halsteil       52), est essentiellement 6gal a un volume V2 (13,63) nach
Entfemen des Gegenstandes             defini par le plan p et les surfaces
interieures (12,62) aus der Form in den schalenformigen        de la partie
tubulaire (5, 55) de la partie (2, 52) Tell (2,52) umgekehrt wird.
25      en forms de coupe. 6. Verfahren nach Anspruch 5, wobei der Halsteil
4. ProcMd6 de fabrication d'un corps creux, corn- (13,63) be! einer
Temperatur unterhalb der Er-     portant les 6tapes consistent a: avec un
moule weichungstemperatur des verwendeten Kunst-         appropri6, former
un article (12, 62) au moyen 



stoffes in den schalenfdrmigen Tell (2,52) um-   30  d'un moulage par
extrusion et soufflage ou gekehrt wird.
d'un moulage par injection et soufflage d'un materiau plastique, ledit
article comportant une 7. Verwendung eines Hohlk6rpers nach Anspruch
partie exterieure (2, 52) en forms de coupe et 1 in der Trommel einer
Waschmaschine, um           une partie de col (13, 63) correspondant es-
wahrend eines Waschzyklus ein flUssiges  35        sentiellement a une
partie tubulaire (5, 55) et Waschmittel in der Trommel einer Waschma-
s'etendant depuis une ouverture (4, 54) de la schine abzugeben.
partie (2, 52) en forms de coupe, dans une direction qui s'4loigne de son
int6rieur (3, 53), (>,   Revendlcatlons
caractdris6 en ce qu'une partie (13, 63) en col 40      est renversee dans
l'int6rieur de la partie (2, 1. Unite de dosage et de liberation,
utilisable sur    52) en forms de coupe, pour former la partie un recipient
contenant un liquide a delivrer,      tubulaire (5, 55), ledit renversement
etant of- ladite unite presentant la forme d'un corps        fectue environ
& la temperature de ramollisse- creux on plastique (1, 50), ledit corps
ayant      ment du materiau plastique. une partie (2, 52) en forms de
coupe, essen-   46 tiellement sph6rique, dot6e d'une ouverture (4,  5.
Procedd selon la revendication 4, dans lequel 54) et d'une partie tubulaire
(5, 55) s'etendant   la partie (13, 63) en col est renversee dans la depuis
ladite ouverture (4, 54) jusque dans        partie (2, 52) en forms de
coupe aprbs quo l'interieur creux (3, 53) de la partie (2, 52) en
P'article (12, 62) a Mt4 extrait du moule. forms de coupe, et se terminant
a distance de   so la partie de parol (6) de la partie (2, 52) en  6.
Proc6de selon la revendication 5, dans loquel forms de coupe qui est situde
en face de            la partie (13, 63) en col est renvers6e dans la
ladite ouverture (4, 54), caracteris~e en ce quo   partie (2, 52) en forms
de moule & une tempe- ladite partie tubulaire (5, 55) s'etend de manie-
rature inferieure & la temperature de ramollis- re convergente dans
l'int~rieur (3, 53) de la  55  sement du plastique utilisd. partie (2, 52)
on forms de coupe, et en ce quo l'extremite interieure (7, 57) de la partie
tubu-  7. Utilisation dans le tambour d'une machine a laire (5, 55) est
dotee d'une partle (8, 58)       laver d'un corps creux selon la
revendication 1, 5                 I 11111!!  III jlsi lII~I II III    9
EP 0 405683 B1                        10 pour libdrer un detergent fluide
dans le tam- bour d'une machine a laver au cours d'un cycle de lavage. 5 10
20 25 30 36 40 46 50 55 6    


