aN i MPROVED VESSEL 2067971 M neral water
and ot"her beverages may be supplied in.vessels made fromthin and fl exible
synﬁm tic material, such a vessel 5 being forned by welding together two
over\_l,g,dped films or layers of such material so as to define at le?buﬁﬂ
end’wal | and two lateral walls. In ordet 40 inprove the utility of 71
vessel, there is 10 provi ded, in accordance with one aspect of the
invention, a vessel formed froma thin and flexible synthetic materi al

conpri si ng super ANDEMRROVER\MBISSEBonded t oget her along weld-lines to define a ‘
main cavity for the contents of the vessel, one of said weld |ines being
spaced from an edge of the vessel 15 so as to define an el ongate

secondary cavi tyngmla?éﬂe’f 28t aldier Reysragasinay be IurpPlied dn\¥egselshe and

extendi ng al ong @Bd&dGBmOEhin 8nd 6B b1E NFHENEEI I Ha b ARST SULIE al Ps¥adh t he
| ayers in the region of the secondar cawta the contents of the main
$¥ﬂ§§¥ﬁ t -htf

cavity bei ng houPehr& fPFBeT (e W PEIYNS CYeriaRPeenfbmsnoR0  the

| ayers so as to aapérd be swoh mitérial esoratosgerind it @easti cheoradwalld | i ne,
a solid reinfor cerr(gq_}w bgi gg‘.aq.i sgﬁzed wi thin said secondary cavity thereby
to reinforce the®esed 3_ a ‘and to serve as a handl e during pouring.
25 The solid reinforcenent (which may be in the formof a tube or strip

of cardboard moinos,-{g;gw HHpAShe Che [I@i’u%g LPSaSIcheQ {fé!:s'gbe SHepgNHar Y
cavity before the wel ding opgratlon is conpleted to close the secondary
cavity. An al? er reevided; oinnageordanee with openaspestyof diiedipyanidon, a

di scontinuous nMaygsidl rofhéa P¥eHPE Th3A andtRERL B SimEhet B ditiertaiat erial
whi ch i s packed into the - 2- : . : : '
: comprising superimposed layers bonded together along weld
' lines to Qefine a main cavity for the contents of the vessel,
one of said weld lines being'spaced from an edge of the vessel
15 so as to define an elongate secondary cavity separated from
sajid main cavity by the said weld line and éxtending along an
edge of the vessel, there being no aperture through the layers
in the region of the secondary cavity, the contents of the main
cavity being pourable from the vessel following cutting through
20 the layers so as to open the cavity at a corner spaced from said
one weld line, a solid reinforcement being disposed within said
secondary cavity thereby to reinforce the vessel as a whole and

to serve as a handle during pouring.

25 The solid reinforcement (which may be in the form of a tube
or strip of cardboard wcod or rigid plastics) may be inserted
in the secondary cavity before the welding operation is completed
to close the secondary cavity. An alternative form of rein-
forcement is a solid phase discontinuous material, for ekample
30 granules of a synthetic material, which is packed into the



conpletjon of the welding operation. Alternatively, a solid reinforcenent

seconélar.y-cavi ty while one.edge thereof remins open prior to the @
may be:fornmed within the 5 secondary cavity, for exanple by injecting

inte the cavity a liquid which solidifies, in situ, for exanple by cooling
at anbient tenperature. A material may B Chosen whi ch expands after it has
been introduced, the material .sel ected preferably having an expansi on

whi ; o _ ! f :
dotpri or at i on of HeenEiHY SAHA  uAthg SR dh pnliddP bahE bt T
a rigid handl e i sscobheiceapletfionhof Lhei wetding operghiomnd substantially

undef or- mabl e, and which absorbs inpacts wi thout the risk of damage and so
elimnates any possibility of | eakage of the contents 15 of the main

cavi ty. Accordi nfiiperpaidvelyed® pohidretnfarsenenis may e formesy whlimghe

vessel , conprisi NacwRbiyN8aPitis! FoWex8Ep1AYG! fn ikt ikl Antathel bavity &
material so as to forma main cav#t for the 20 contents of the vessel
spidgl ’r%h#?

and a secondary cAapid whigh, Wt He FPTC SYRPRACH DY LARLLEE 13the, there
bei ng no apert ur cambliemt Fempeeathipger A hatérialrngt 68 ¢chosehewiithoetmndscavi ty,

and injecting intQ,the secondary, cavi.t f.lowahl e tecial,. and.allow ng
or causing the f |’3MB| ’e" g’ﬁ? er&ﬁe_gl 1?%"°§ 3%?‘% 3}'55“%”&5’5’5%%%%%’?%8’
handl e. The i nvertaving \arl expansibn thmperatboe winidy datsibstiattdiallp\lowey of
exanpl e only @it f ' ' d ' ) 0
Frgure 1 1s Al Sal B Relipddebbf ACGRERARALELLE XA LA HELE haen
i nvention, the contaipgr is formed. 1In Phgs way, a;r;gid.handle is -
' obtained which is light in weight and substantially undefor-
mable, and which absorbs impacts without 'qhé’_:‘igk of damage
.and so eliminates any' p_osgib:_l'l:!.ty. of ]_.eakage_of the contents

15 of the'mgin cavity.

Accorg;ngly, the invention also providgs a'method of making

a vessel, comprising welding-éupérimboséd layers of thin

and.fiexible material so as to form a main cavity for the .
20 contents of the vessel and a secondary cavity separated -

. from the main cavity by a weld line, there being no aperture
through the layers in the region of the secondary cavity,
and injecting into the secondary cavity 'a flowable material,

- and allowing or causing the flowable material to set, S0 as
25 to form a-pouring handle.

The invention will now be described in greater detail by
© way of example only with reference to the accompanying drawings,
wherein:



N
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NFigure 2 is a section taken on the line AAAin 5 Figure 1, Figures 8 to 5
ach.show a cross-section simlar to that shown in Figure 2 through a .
espective different enbodinent in each case, 10 Figure 6a il-lustrates 'to a

—l.arger scale the insertion of a needle to fill.the secondary cavity of the

i
Y

embodi nment shown in Filgure 5 and 15, Figure [err] shows the w thdrawal
of the needle during a subsequent éiébe. Referring to Figures 1 and 2 of
"the drawi ngs, a vessel -which may for exanple contain mneral water 20 or. ..
ot her. bever aggs 0 r My sy el S AN terial.cut tow
shape and folgjé%afé g?g\gi %e.a{}:]\?'g '-Sa!l%l n%o%%%élé%lgvgkﬁ%cﬁiagg wel ded where

i ndi cated by viessed embedying, the inventipnpocket portion defining a main
or primary cavity 101 and 25 . a _small pocket portion defining-a secondary
cavity 102 separated from each other by the weld |ine 103. TFhe secondary
cavity i's furEﬁSPrBe?iﬁ§d3b§QH¥§Q&H§FW?me%n1Bh$:léBeaﬁdAléﬂ..Rennte-from

t he secorglar yreguirey 1302, the vessel has a projecting portion which 30 -
may be cut- through to forma“lip or spout through which the contents of the
cavity 101 may be poured. To facilitate hol di.ng of the vessel during

pouring, the Eigutepo8kéb Boaicin show ea nérossdseotiiondsdmddar of rigidity

3 given to the ¥83§ﬁ£ta§hwah35?Fiéaﬁe.2lﬁhrough a respective:

_ different embodimént in éach case,
10" . | el | -
Figure 6aillustrates to a larger scale the insertion
of a needle to fill;ﬁhe secondary cavity of the
embodiment_shoﬁn in ‘Figure 5, and

;15 Figure;§hshows the withdrawal of the needle during
 a subsequent stage. o

Referrihgfto'Figures 1 and 2 of the drawings, a
vessel which may for example cohtain mineral water
20 or other'bevérage is fofmed from a film of synthetic
'plasties-matefial.cut to shape and folded to provide
_two superimposed layers'which are welded where
indicated by doubie lines: to. form a large pocket .
portion defining a main or primary cavity 101 -and
25 " a small pocket portion defining a secohdary cavity
' 102 separated from each other by the weld line 103.
The secondary éavity is further defined by the ﬁeld:
"1ines-104, 105 and 106. Remote from the secondary
cavity 102,'the vessel has a projecting portion which
30 may be cut through to form a lip or spout’ through
which the contents of the cavity 101 may be poured.
To facilitate holding of the vessel during pouring,
the small pocket portion is reinforced and a degree



quatinq a solid tube 107 of wood, cardboard or synthetic materi al mdthi{iéj)
the cavity 102. During manufacture,.the tube is inserted through any edge

by whiéb‘the cavi'ty is defined before that edge is wel ded, a convenient’

edge being that defined by weld line 105. In the enbodi ment shown in Figure
3, the secondary 10 cavity 102 contains a rigid elenment in the formof a -
flat strip 107a. -In the enbodi ment shown=i # =Figure 4, the secondary cavity
contains granules 110 of synthetic material 15 packed into the -cavity
thhQugh a filling.-orifice not visible in the drawing and seal ed by the

conpl etjon of the vf FhEidbeygivan to the messedpad ferthabbwdin Figure
iéltﬂe Sepongary3ﬂ%9céf$?é¥a096%§ﬂn€uﬁélQEﬂa%Qe?dﬁgﬁ{Eﬂﬂdb?%?&”éﬁ' 111.
shown in Figure 6a e Seco cayity. e fille uc
material by insertiSNpEaeEie h@ager i%%v?’%é‘é“nngéﬁ SiER &r%’gh %ﬁ?%‘ﬂst he
synthetic * mat akamhfactdre chthgedubet dst Hasertiddy thriugtafdey &dge .t he
needl e i s renpwed: : L ctegd in Fi e,6b thetjc rj t hen
expandi ng and \tl)“)gcoﬁmg“etﬁ@',dggé F@vgggl g_g %%Sﬁy%eggoﬁ%r%ﬁ %\?#%hﬂ?he -
needl e is passed neelded, baeceponveniepbnedge being: thatdidef tnedebyr may be -
formed by the needl & g3f ﬂiés?bé- The orifice may be closed by a .

subsequent wel di ng ‘operatron, of 'in an alternative may be bl ocked by a
material injectected into the cavity as it expands and solidifies.

In the embodiment shown in Figure 3, the secondary
10 cavity 102 contains a rigid_element in the form of
a flat strip 107a. . = |

Iﬂ_the embodiment shown in Figure 4, the secondary
caiity contains granules 110 of synthetie material _
15 packed into the cavity through a filling orifice not
" visible in the drawing and sealed by the completion
of the welding operatioh.

In the emboiiment shown in Figure 5, the secondary

20 cavity'contains an expanded synthetic material 111t.

" As shown .in Figure 6a, the secondary cavity may be
. f4lled withisuch material by inserting into the
cavity a needle 112 through which the synthetic

_ material is discharged into the cavity, whereafter

25 the needle is removed as depicted in Figure 6b,

' the synthetic material then expanding and becoming
rigid as it cools. The .orifice through which the
needle is passed may have been left open during
the welding stage or may be formed by the needle

30 ~ itself. The orifice may be closed by a subsequent
' welding operation,’or in an alternative may be
blocked by a material injectected into the cavity
- as 1t expands and solidifies. -
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~ CLAI M3 f vessel forned fron1a thin and fIé?TBT“§ynTﬁE¢+e—naLer|aI
'coﬁb{ Q, \perlnposed | ayers bonded t oget her lines to
def i ng xe¥'n cavity for the contents of the ves{s[m" Imﬁ ”jaj wel d I'i nes
bei ng spaced from an edge of the veSsel so as to deftine a te secon-

dary cavity separated fromsaid main caV|ty by the said weld-1ine and
extendi ng al ong an edge of the vessel, 10 there being no aperture t hrough
the | ayers GLAIME region of the secondary cavity, the contents of the main._
cavity. being pourable fromthe vessel follow'ng cutting through the Iayemv=
so as to open the cavity at a corner spaced. fromsaid one weld line, a

solid reinflor cedenesse ngﬂ%edlgrompés§81%1Pﬁﬂnﬂ%ﬁ&ih&ﬁxﬁﬁﬂ#@e%%ﬁlty

t hereby t Om"a.Q'e'i"fi%rlcQzénﬁﬁ'i/@ﬁ&@' saﬁeam/aebedamy@swo\&ed aﬁo%e
during pourlggﬂé A vessel ei.n the SO|Id 20

d
r ei nf o? cendh ‘??%n\"%@ﬁgiﬁépgbgyﬁ 8@"&-"7y \(,;W‘H' KNt rrAntentRerial .

3. A vessggl tmc&retissa,tcbxcé abfm dand wbaurmanememmg td}ﬁé&l | firom
T ei nf or cenent |s<ﬁ é:llndrlcal CrQsSsS-S ct|02,fi 25 4. vessel accordlng

to clai m 138 988 AL *R% Y27 n20sBFi 6‘Fc&’i‘erﬁ19"§“’f GiSeeen-
vessel accda&wngamityesepdratﬂerﬁrnmtBaidomadnB@avﬂtyrﬁxwthemuaids an

expanded Sylelue | Ghrefng TBRRCURO B IGH tho S5leg cOMPT [ 51 10

“wel di ng-sup i'pose ayers et naterlal SO as
‘to folth a therecdhaing fno amrtbneehbsought they daysrsrih LS resbcnndary

cavity Sepﬁiakﬁ%'QHHBﬁ&E%faéﬁvfey't¥thc%dH§dts of the main cavity
being pourable from the vessel following cutting through
the layers so as to open the cavity at a corner spaced
from said one weld line, a solid:reinforcement being dis-
15' posed within said secondary cavity thereby to reinforce
the vessel as a whole and to serve as a handle during
pouring. | |

2. A vessel according to claim 1, wherein the solid
20 reinforcement is formed from woqd,_cardboard or a rigid
synthetic material. |

3. A vessel according to claim 1 or ciaim 2, wherein

the solid reinfercement is of cyliﬁdrical eross-section.

4, A vessel according to claim 1 or claim 2, wherein

the solid'reinforeement is flat.

5. A vessel according to claim 1, wherein the solid
30 reinforcement 1s an expanded synthetic material. '

6. A method of making a vessel, comprising welding super-
imposed layeérs of thin and flexible syntheticmaterial so as
to form a main cavity f‘or_,the contents of the vessel and a

35 . secondary cavity separated from the main cavity by a weld
‘line, there being no aperture 'thrpugh the layers in the region . |
of the secondary cavity and injecting into ' '
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Iine;’tﬁere being no aperture through the layers inmthe region . of the
secondary cavity and-injecting into -6- the secon | ‘Imnmowabl e
material, and al l.-owi ng or causing the flowable mater mmmnm m

form pouring handle. 5 7. - A et hod as cl di med+*i nc cltai th 65 wher ei n
the .fl owabl e materi-al expands and solidifges during cooling at anbient
tenperature. 8. A nmet hod according to claim6 aor claim7, 10 wherein

the flowable material is injected by a needl e inserted through an orifice
aril_the orifice istheoskedndarselclivity % floWaNBSSﬁatevhalenhnalhnlew1ng

herei nbefore 15 described wt e to IIu rated In Flgures
1 and 2 or any of ?Fgﬁ?é’?q’? Jﬂ?g Wf?&%%c%?ﬁ%%ﬁ%aigéﬁrﬁ gS0 2§ to

nmet hod subst anti al fpras aheosirding dtandXe. described with reference to
Figure 6a and 6b of the acconpanying drawi ngs. The text of the

specification has been reproduced by phot ocopyi ng t he agpllcants orlglnal
typescript. 198 saf-contaifnmetheod a®mieined whnctlaio 6, f whevednt o read.

The original types p I n e t he
e el o e Pategﬁt E‘é%?:'&tbie“ S SHPANEE aﬁdr@ul?elr&ée ah%qn@*
cooling at ambient temperature. _

8. A method according to claim 6 or claim 7,

10 where¢in the flowable material is injected by a
needle inserted through aﬁ.qr;fiee and the orifice
'is blocked by welding.

9. A vessel substantially as hereinbefore
.15 described with reference to and as illustrated in
Figures 1 and 2 or any of Figures 3 to 5 of the
- accompanying drawings.

10. A method substantially as hereinbefore
20 described with reference to Figure 6a and 6b of the
accompanying drawings. '

text the specification mhmmw photocopying the applicsnts oziginal
mw. p:: I:we:msznw weul to read. m“gg.ul
‘ypesczipt ecam these amendaents sy be pootod on the pmr.un of the Patent Office

28



