300002 Met hod of Producing a Receptacle and Receptacle Having Pressure
Conpensati ng Openi ngs -

---------------- The present invention relates to a nethod of producing a
“receptacle consisting of a substantially stiff outer receptacle and an
easily deformabl e i nner bag which are made fromrespectively different
thernoplastic materials that do not forma welded joint with one anot her,
said receptacle conprising a receptacle opening and at | east one wall
opening provided in the outer receptacle, through which pressure is
conpensated in the area between the inner bag and the mmmﬂﬂnacle,
with a parison, which consists of at |east two tubingsjmwwmmw t ruded
and arranged between the opened hal ves of a bl ow nold, and Jjdyge bl ow nold
bei ng cl osed when said parison has reached the length required for
produci ng the receptacle, the bottom area of the rece pr oduced
having formed therein an outwardly projecting web nadglmmmmﬂmmﬂm terial
of said outer receptacle, in which web the welded bottomseamof” the inner
bag is clanped and held in axial direction, and the pariséﬂ”%eing i nfl ated
by a pressure nmediumfor contact with the wall of the blow nold and
removed from the blow nold. Furthernmore, the present invention relates to
such receptacles having at | east one pressure conpensating opening. 2 A
met hod of the type in question is disclosed in DE 41 39 555 C2. The cl osed
and at | east rtly wel ded bottom seam of the outer receptacle is forned by
shapi ng t e@gaégﬁéogy%'agé’fR?P@"BP'@V@%RQC%MGSkPeHBﬂﬂgcﬂfes‘o‘lnre in a special
franner , wiGdmpaesatingn@petihgs bei ng squeezed of f and material of the outer
receptacle being united at both sides to forma web of an approxi mately
kite- shaped cross-section from whi ch Theé wWelded~bottomrseam of the inner
receptacle slightly recedes towards the interior of the receptacle due to
the inpact pressure built up in the cavity formng the web, so that the
mat eri al gj the outer receptacle is welded together over part of the web.
The wel d J&&RIEFENt iRKeNtipLrelateg to @ Mrpthoskef produtinga rexeptesile consigting
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recept acl %hqa'}/a%l rsn%dgaf\r/oem ?espl)egti%creﬁ/néiffgrre%t thermoplastic materials that do not
form a welded joint with one another, said receptacle comprising a receptacle
opening and at least one wall opening provided in the outer receptacle, through
which pressure is compensated in the area between the inner bag and the
outer receptacle, with a parison, which consists of at least two tubings, being
coextruded and arranged between the opened halves of a blow mold, and the

( _ blow mold being closed when said parison has reached the length required for

: producing the receptacle, the bottom area of the receptacle to be produced

having formed therein an outwardly projecting web made of welded material of
said outer receptacle, in which web the welded bottom seam of the inner bag is
clamped and held in axial direction, and the parison being inflated by a
pressure medium for contact with the wall of the blow mold and removed from
the blow mold. Furthermore, the present invention relates to such receptacles
having at least one pressure compensating opening.




sectional shape, for instance an arched shape. As for the formation of the
wel ded bottom seam of the outer receptacle and the clanping of the weld
‘'seam of the inner bag provided at the b@ttom side, explicit reference is
here made to the content disclosed in DE 41 39 555 C2. A punp for

~di scharging the receptacle contents received in the inner bag may be

provi ded on the receptacle opening of the receptacle of the type in
guestion. However, the receptacle may al so be a squeeze-type receptacle in
the case of which the outer receptacle is squeezed by hand for discharging
the receptacle contents to subsequently assune its initial shape again. In
the receptacle which is known fromDE 41 39 555 C2, pressure conpensation
whi ch beconmes necessary due to a decrease in volunme of the inner bag,

whi ch hasu&een ca ed by the discharge of the receptacle contents, is
carried out MEthAd éh%JY(ﬂ’edf‘ questipadsidistloseddn Dfed 394555 G2 Eheetoseelcept acl e
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reference is here made to the content disclosed in DE 41 39 555 C2.

A pump for discharging the receptacle contents received in the inner bag may

be provided on the receptacle opening of the receptacle of the type in question.

However, the receptacle may also be a squeeze-type receptacle in the case of
(.-~ ? which the outer receptacle is squeezed by hand for discharging the receptacle
N contents to subsequently assume its initial shape again.

In the receptacle which is known from DE 41 39 555 C2, pressure
compensation which becomes necessary due to a decrease in volume of the
~inner bag, which has been caused by the discharge of the receptacle contents,
is carried out with the aid of unwelded shoulder seams of the outer receptacle
which are formed in that the coextruded blank has a diameter which is greater
than the neck portion of the blow mold, so that the blank is squeezed off in the




anot her, whereby a step is formed on the upper edge, as a result of which
the receptacle is no |onger |eakproof, since even a rubber insert provided
‘at this place could not conpensate for & he resul ting unevenness. Moreover,
only receptacles wth shoul der sections can be provided in the known
“manner with the open pressure conpensating seans, whereas in the case of
so-cal | ed wide- necked vessels, which are devoid of any shoulder"sectlonf,
no pressure conpensating openings can be fornmed in this way. '1" 0.11 J"el
el h~ e bsta,k ‘u Err ,~str 3 v, Tel, 089/gt nchenco dTax. 0 89/43968
8!~ au’" 4 It is the object of the present invention to provide a nethod
with the aid of which in receptacles of the type under consideration
pressure conpensati ng openings can be produced in the wall of the outer
receptacle jn a different way than in the one offered by unwel ded shoul der
seams, wit ABaldgnhportieniangeon thneels obihiesiesgptacteetodtie produtetheheretrapt acl e.
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between the spaced-apart material of the outer receptacle, so that the last-

mentioned material cannot be welded together, since the material of the inner
| bag does not recede. Hence, a closed weld seam is formed on the inner bag
. and ensures a leakage-proof inner bag, and air can enter through the shoulder

seams of the outer receptacle, which are open at both sidés, from the

surrounding atmosphere for pressure compensation.

This configuration has the disadvantage that, starting from the open shoulder
seams of the outer receptacle, the receptacle consists of two shells which rest
on one another in a substantially loose manner. When the receptacle is
equipped with a pump and when the pump is put on the two neck halves in a
slightly inclined manner, the two shells may get slightly displaced relative to one
another, whereby a step is formed on the upper edge, as a result of which the
receptacle is no longer leakproof, since even a rubber insert provided at this
place could not compensate for the resulting unevenness. Moreover, only

(" receptacles with shoulder sections can be provided in the known manner with

o the open pressure compensating seams, whereas in the case of so-called wide-
necked vessels, which are devoid of any shoulder sections, no pressure
compensating openings can be formed in this way.




receptacle is fornmed subsequent to the blow nolding process in that a
preferably convex wall section is cut away fromthe wall of the outer
Teceptacle in such a manner that a hold is formed in the outer wall. This
means that the outer wall, which the very thin, flexible inner bag rests
~on, is cut away conpletely at least in a very small portion w thout the

i nner bag being damaged thereby. This is surprising for the reason that
the cutting tool which cuts awnay the wall section of the outer receptacle
also hits on the inner bag during its . cutting operation, which
necessarily follows already fromthe fact that a certain wall surface

whi ch, anong ot her things, depends on the size of the receptacle and the
nunber of the wall openings nust be cut away conpletely to formthe hole

in the outer @]ece tacle Mreover, tolerances in the wall thickness of the
out er receﬁt'% &Objeet ofithe presgitdnvantion:tirirmidesa methpdyithftoe aichefwhich, from
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t hi ckness @fer&r&m i mm this inner bag is not” damaged by the
cutting tool vvrlen 'ﬁﬁﬂee té(?oelgtigén%i nges on the inner bag at a very flat angle.

Since at the nmonment at which the wall of the outer receptacle is fully

severed, ajtlis aRb&rSobi8 ti e tacle and the
i nner bag, the c ttiJnétqgélgiﬂc,é‘réggE%ﬁtﬁggmrggﬁb@ﬁlsnéeﬁggg %&E}sﬁgr%thout
damagi ng SHTHEBYNIP W'?QJWL'E%%@W%%@R"?%'Q withavd the Rbovednientiocedon i s cut
away from difavbacke eeingaghsHrve®, as nmentioned, the inner bag is pressed away
by the cutting tool while the cutting tool continues the cutting operation
on the outer receptacle. Wall openings can thereby be forned virtually at

any pl ace bfiesechebjectsepeachieved byt the featieres o pammelAmsW AHg ybe cutting
operation being preferably performed in one direction in which the outer
receptacle is curved outwards. This is, for instance, the case with a

ci r cunf er ehdyaiitageoys developraenistefdhe présentringertion arewharacteyzeéd i iheal
shape, anddégendlain€Blagnge or several wall openings are preferably cut such
that the cutting operation(s) is(are) substantially performed in.
circunferential direction, either along a straight line, so that when

vi ewed i n According to the present invention at least one wall opening of the outer
receptacle is formed subsequent to the blow molding process in that a
preferably convex wall section is cut away from the wali of the outer receptacle
in such a manner that a hole is formed in the outer wall. This means that the
outer wall, which the very thin, flexible inner bag rests on, is cut away

- completely at least in a very small portion without the inner bag being damaged

' thereby. This is surprising for the reason that the cutting tool which cuts away

the wall section of the outer receptacle also hits on the inner bag during its .

cutting operation, which necessarily follows already from the fact that a certain

wall surface which, among other things, depends on the size of the receptacle
and the number of the wall openings must be cut away completely to form the
hole in the outer receptacle. Moreover, tolerances in the wall thickness of the
outer receptacle are unavoidable, the thickness ranging, for instance, from 1 to

1.5 mm, so that the cutting depth has to be set in practice in a mannerto -




cross-section a circular segnent is cut away along a secant |line, or,

however,

' ' ' fashion to
the cutting novenent may be perfornmed in circul ar .
‘extend into the circunferential wall. & course, the wall openings can

al so be cut into the usually curved transition portion that |eads fromthe
“circunferential wall of a receptacle to the bottomor shoul der portion

t her eof ,
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6 Thus, the wall openings can virtually be fornmed at any desired place
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severed, air enters into the space between the outer receptacle and the inner
bag, the cutting tool presses the flexible inner bag inwards without damaging
said bag in a tightness-impairing manner. No wall section is cut away from the
inner bag since, as mentioned, the inner bag is pressed away by the cutting tool
while the cutting tool continues the cutting operation on the outer receptacle.

Wall openings can thereby be formed virtually at any place of the receptacle on
the outer receptacle, with the cutting operation being preferably performed in
one direction in which the outer receptacle is curved outwards. This is, for
instance, the case with a circumferential wall of a receptacle that has a circular
cylindrical shape, and in which one or several wall openings are preferably cut
such that the cutting operation(s) is(are) substantially performed in
circumferential direction, either along a straight line, so that when viewed in
cross-section a circular segment is cut away along a secant line, or, however,

the cutting movement may be performed in circular fashion to extend into the
circumferential wall.

Of course, the wall openings can also be cut into the usually curved transition
portion that leads from the circumferential wall of a receptacle to the bottom or
shoulder portion thereof, with the cutting operation being performed in any
desired direction thanks to the biaxial curvature of said portions.




evade i nwards upon inpingement of the cutting knife. Since the wall section
i's cut away as one chip, the inner bag is not damaged by the cutting tool.
1t is however within the scope of the ifvention that one or two outer chips
can first be cut away, for instance, by a rotating cutting tool, this
“cutting operation being then followed by the inner chip which forns the
hole. This can for instance be expedient in cases where a |arge receptacle
has a considerable wall thickness or when a relatively hard material is
used for the outer receptacle. According to another suggestion of the
invention a knife should be used for cutting away the wall section, the
knife having an inclined flank on the outside facing the inner bag during
the cutting operation. This inclined flank need not extend in a straight

i ne, but f n tance, have a convex roundin This inclined flank
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Although the cutting operation can be performed such that a wall section is cut
away in several chips at a respectively increasing cutting depth, it is particularly
preferred that the wall section is cut away as a single chip. The chip is here

(- automatically lifted by the blade of the cutting tool from the outer receptacle,
with an advancing spreading operation being performed when the wall of the
outer receptacle is fully penetrated, i.e. air can suddenly enter into the area of
the forming hole between the outer receptacle and the adjacent inner bag,
whereby the inner bag can immediately detach from the outer receptacle and
evade inwards upon impingement of the cutting knife. Since the wall section is
cut away as one chip, the inner bag is not damaged by the cutting tool.

It is however within the scope of the invention that one or two outer chips can
first be cut away, for instance, by a rotating cutting tool, this cutting operation
being then followed by the inner chip which forms the hole. This can for
instance be expedient in cases where a large receptacle has a considerable

(7- ‘ wall thickness or when a relatively hard material is used for the outer
receptacle.

According to another suggestion of the invention a knife should be used for
cutting away the wall section, the knife having an inclined flank on the outside
facing the inner bag during the cutting operation. This inclined flank need not
extend in a straight line, but may, for instance, have a convex rounding. This
inclined flank also helps that the inner bag is not gripped by the knife and is
damaged, but instead is deflected inwards. )




consi derably pronoted upon conpl ete passage through the wall of the outer
receptacle. The angle which is suited for the inclined outer flank of the
kni fe depends on various factors, for 7nstance on the wall thickness of
the outer receptacle, the contour of the outer receptacle in the area
“where the wall opening is formed, and on the material used. Preferably,
when viewed in cross-section, the knife has a substantially roof-like
shape in the area of the cutting edge, i.e. an inclined flank at each side
of the cutting edge. Furthernore, the wall opening or wall openings should
advant ageously be formed by cutting away a correspondi ng nunber of wall
sections with a rotating tubular knife which is advanced in a direction in
which the outer receptacle is curved outwards. O course, the term
“curved" also includes cases where the receptacle nay have an angular
shape. The rotating tubular knife is preferably advanced along a line while
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The angle which is suited for the inclined outer flank of the knife depends on
various factors, for instance on the wall thickness of the outer receptacle, the

{ contour of the outer receptacle in the area where the wall opening is formed,
and on the material used.

Preferably, when viewed in cross-section, the knife has a substantially roof-like

shape in the area of the cutting edge, i.e. an inclined flank at each side of the
cutting edge.

Furthermore, the wall opening or wall openings should advantageously be
formed by cutting away a corresponding number of wall sections with a rotating
tubular knife which is advanced in a direction in which the outer receptacle is
curved outwards. Of course, the term "curved" also includes cases where the
receptacle may have an angular shape.

The rotating tubular knife is preferably advanced along a line while rotating

about its longitudinal axis, but it can also be advanced by a suitable means
along a circular arc.

Alternatively, the wall section or walls sections can be cut away by a hollow

knife which preferably performs a radial cutting movement although a linear
cutting movement is also possible.




8 The invention is not limted to the use of such a knife. Hence, according
to the method of the invention, at least one wall section is cut away by a
cutting tool inpinging at a flat angle 8n such a manner that a hole is
created in the wall of the outer receptacle. Wen viewed, this cut-away
"wall section is nost of the time shaped as an ellipse or lentil, depending
on the outer contour of the associated portion of the outer receptacle.
The resulting hole can, for instance, have the size of a few square
mllinmeters, for instance 1 to 3 m2, with the total cutting surface being
considerably larger. O course, the dinensions preferably depend on the
size of the respective receptacle. Wat is surprising in the method of the
i nvention is that the cutting tool during its cutting operation normally

i npi however remai ns undamaged, as it is not
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formati on\QhafisRBSHING i HRRBEYT She invention is that the cutting tool during
its cutting operation normally impinges on the inner bag which, however,
remains undamaged, as it is not gripped by the cutting tool, but is pressed
back, so that no leakage problems arise in the inner bag.

Hence, the receptacle of the invention can virtually be provided in all portions of
the outer receptacle with one, two or, if desired, more pressure compensating
openings, with outwardly curved wall sections of the outer receptacle being cut
away at a flat angle, resulting in approximately elliptic or lenticular cutting

(" surfaces in the center of which a hole is located that leads through the outer

. receptacle. Even in cases where the inner bag has only a minimum wall

thickness, it is not damaged during the cutting operation, but simply pressed
back inwardly, especially since with a chip-like removal of the wall section air
enters between the outer receptacle and the inner bag prior to the cutting tool
impinging on the inner bag and enables the inner bag to recede.

Further details of the invention will become apparent from the following
description and from the drawing, in which: )




opening by nmeans of a rotating tubular knife; Fig. 1 Bis a top view on the
receptacle according to Fig. 1A, Fig. 1 Cis an enlarged view of the
cutting area of the tubular knife; Fi.g9 2A shows the fornmation of a
pressure conpensating opening by neans of a radially noved hollow knife;
-Fig. 2Bis a top view on the arrangenent of Fig. 2A; and Fig. 2Cis an

enl arged view of the cutting area of the tubular knife. Fig. 1A shows in a
substantially schemati c manner a method of the invention for producing the
pressure conpensati ng openings on a receptacle 1 which consists of a rigid
outer receptacle 2, made for instance of polypropylene, and a soft inner
bag 3, nmade for instance of polyethylene. In the blow nold the tubular

bl ank which is coextruded fromthe corresponding two | ayers has been
squeezed of f at the bottomto forman outwardly projecting web 4 which has
an approximately kite-like cross-section and has the wel ded bottom seam of

the innerFigagA3 cl aghion thegbahafich ofh @Qgsgyéicagﬁemsgﬁﬁ%grati on the

material of the inner br?gthas sl ;&ht qu3 {,eCﬁgqel@%J n.the direction of arrow D
in Fig. 1A from t he CRSSIH PHMeANs LA [Halng @l d of the outer
receptacle 2 has also been Y F16!98 8ebstock c¢ 81827 2nastr.3 Mu 52 Thi
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Fig. 1A,
Fig. 1C is an enlarged view of the cutting area of the
{ tubular knife;

Fig. 2A shows the formation of a pressure compensating
opening by means of a radially moved hollow
knife;

Fig. 2B is a top view on the arrangement of Fig. 2A; and

Fig. 2C is an enlarged view of the cutting area of the

tubular knife.

Fig. 1A shows in a substantially schematic manner a method of the invention

(" for producing the pressure compensating openings on a receptacle 1 which

T consists of a rigid outer receptacle 2, made for instance of polypropylene, and a

soft inner bag 3, made for instance of polyethylene. In the blow mold the tubular
blank which is coextruded from the corresponding two layers has been
squeezed off at the bottom to form an outwardly projecting web 4 which has an
approximately kite-like cross-section and has the welded bottom seam of the
inner bag 3 clamped thereinto. Since during this operation the material of the
inner bag has slightly receded in the direction of arrow D in Fig. 1A from the
point of separation, a closed weld of the outer receptacle 2 has also been




/G 58 10 fornmed in the | ower portion of web 4, so that the bottom of
receptacle 1 is tightly sealed. A tubular knife 5 is advanced in the
‘direction of arrow E for form ng pressdile conpensating openi ngs on
receptacle 1, with the knife rotating about its |ongitudinal axis. The
“tubular knife 5 cuts away a curved section 6 in the transition portion of
the shoul der of the receptacle relative to the cylindrical circunferenti al
wal | of said receptacle. During the cutting operation the tubular knife 5
strikes on the inner bag 3 at a very flat angle, thereby pressing said bag
away inwardly, so that the inner bag 3 is not danaged. Fig. 1 B shows the
pressure conpensating opening 7 which is fornmed on the outer receptacle 2.
Fig. 1 C shows a preferred enbodi nent of the tubular knife 5 which on the
outside of the cutting tip 8 conprises an inclined flank 9 which in the

i |1 ustr at ei@rmeehin therowerqrotias efwab 4asgltbabthedimitam 45 GecdptacleHeis tightly

| ongi t udi n@glgi@xi s of the tubular knife 5 wthout the invention being
limted thereto On the inside, too, ~the tubular knife has an inclined
flank 10 so that when viewed in cross-section it has a roof-llke shape on

t he whol e. A TlitanEskhife Sf@admde@ﬁﬁ tﬁé Ateclon bf‘ﬁrrbﬂ/r@'forb@ﬁnﬁ]

undamaged during the cuttin of tglr’1e nventlon
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used for flongitudinal axieskhe tubuiimifedd cutg awagna e0rvedl sdutbh®\nkthef e 11 is
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, circumferential wall of said receptacle.
(

During the cutting operation the tubular knife 5 strikes on the inner bag 3 at a

very flat angle, thereby pressing said bag away inwardly, so that the inner bag 3
is not damaged.

Fig. 1B shows the pressure compensating opening 7 which is formed on the
outer receptacle 2.

Fig. 1C shows a preferred embodiment of the tubular knife 5 which on the
outside of the cutting tip 8 comprises an inclined flank 9 which in the illustrated
embodiment encloses an angle of about 45° with the longitudinal axis of the
tubular knife 5, without the invention being limited thereto. On the inside, too,
(" . the tubular knife has an inclined flank 10 so that when viewed in cross-section it
- has a roof-like shape on the whole.

Thanks to the inclined flank 9, the inner bag 3 remains undamaged during the
cutting operation.

In the method of the invention which is shown in Fig. 2A in an also substantially
schematic view and is used for forming a pressure compensating opening, a

hollow knife 11 is used which is moved by a suitable actuating means in such a

el Ubgrom™s
N

Helga Rebstock 2
Ernastr. 3 @
81827 Minchen <3
Tel. 089/43967 57
Fax: 089 /4 3968 58



r ax. 089/ 4 39 68 30, 11 manner that it perfornms a radial cutting
nmovenment which is also very flat (arrow F). The hollow knife 11, however,
‘could al so performa straight cutting 1dovenent which, for instance,
extends in a direction perpendicular to the |ongitudinal axis 12 of the
“receptacle 1 and cuts away a section 14 (which is shown in broken line in
Fig. 2A) fromthe cylindrical circunferential wall 13. Fig. 2Cis again an
enl arged view showing that the cutting area of the knife enployed has an
outer inclined flank 9 and an inner inclined flank 10. Flank 9 is here

al so instrunmental in passing air into the area between the outer receptacle
2 and the inner bag 3 in good tinme and in an efficient manner by the action
of a spreading force, whereby the inner bag 3 is enabled to detach from
the outer receptacle 2, with the flank 9 additionally preventing the inner
bag 3 frorm@engighatit ppfetmsy redial cuttingnyovementivbidhl iarsis Overgyflab(moowe gi ven
a e.g. comme 386 PN Howha ; 0 89 1 4 39 68
58 81827 Nnonon onowxhife, OF Howrve R%Oéﬁ'dné'sfﬁ%@eﬁ%%?a@?é%' cing a

r ecept acl NeELRE WRiGhofor insfanes. axtends ip a direstiorppeendistlastathe and an

easi |y defionginldiealiaxiet2 bagendiceptadle 1 RREcts Nay £SPQLIN V@{vﬁhiéh fig erent
t her nopl asti c nater aIE thag.dgég t fﬂ%g1 Eﬁfjde olnt w one anot her,
said rece ane'ncbdﬁ%?'? 44" 519 8’105’3: 632 vigg! elrrymferandiabyall dde wal |
opening provided in the outer receptacle, through which pressure is
conpensat P18y T he nd..t he outer receptacle,
with a par Sz(")t%‘ié‘ﬁ%ﬁ@ﬁﬁcgﬂél S]‘s\/ '%‘P’G%Wr'ﬁéé'?ﬁgﬂg C?'HE‘ignadg,a Og(yi'%gn@%ext r uded
and employed has an outer inclined flank 9 and an inner inclined flank 10. Flank 9 is
{ here also instrumental in passing air into the area between the outer receptacle
2 and the inner bag 3 in good time and in an efficient manner by the action of a
spreading force, whereby the inner bag 3 is enabled to detach from the outer
receptacle 2, with the flank 9 additionally preventing the inner bag 3 from being
gripped by the cutting tip.

The flank 9 may also be given a e.g. convex cross-sectional shape.
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arranged between the opened halves of a blow nold, the blow nold being _
cl osed when said parison has reached the |ength required for -producing said
‘receptacl e, excess material being squed2ed off in the botton1afea of the
receptacle to be produced, and an outwardly projecting web nade of wel ded
~material of said outer receptacle being forned, in which web the wel ded
bottom seamof the inner bag is clanped and held in axial direction, and
said parison being inflated by a pressure mediumfor contact with the wall
of the blow nold and rermoved from said bl ow nold, characterized in that
said at |east one wall opening (7) is formed in that a wall section (6) of
said outer receptacle (2) is cut away such that a hole is formed in the
outer wall. 2. A method according to claim1l, characterized in that said
wal | openlnq I S forned by cutting away a preferably single chip fromthe
out er wal 1E218Nt Glaipen g according to claim11 or 2, characterized in that
said wal | sectlon (6) is cut away in a direction in which the outer
contour of said outer receptacle (2) extends in curved fashion. ! tit 1!
b@SA / _ Rebstock lielga 51827 Monchen 5°'J n Tel. 0 8914 39 67 89 1 4 39 68
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respectively different thermoplastic materials that do not form a welded joint
with one another, said receptacle comprising a receptacle opening and at least
one wall opening provided in the outer receptacle, through which pressure is
{ compensated in the area between the inner bag and the outer receptacle, with
a parison, which consists of at least two tubings, being coextruded and
arranged between the opened halves of a blow mold, the blow mold being
closed when said parison has reached the length required for producing said
receptacle, excess material being squeezed off in the bottom area of the
receptacle to be produced, and an outwardly projecting web made of welded
material of said outer receptacle being formed, in which web the welded bottom -
seam of the inner bag is clamped and held in axial direction, and said parison
being inflated by a pressure medium for contact with the wall of the blow mold
and removed from said blow mold,
characterized in
that said at least one wall opening (7) is formed in that a wall section (6) of said
( . outer receptacle (2) is cut away such that a hole is formed in the outer wall.

2. A method according to claim 1,
characterized in that said wall opening is formed by cutting away a preferably
single chip from the outer wall.

3. A method according to claim 1 or 2,
characterized in that said wall section (6) is cut away in a direction in which the
outer contour of said outer receptacle (2) extends in curved fashion.




5. A nethod according to any one of clains 1 to 4, characterized in that
said wal | section (6) is cut away with a knife (5, 11) which conprises an
inclined flank (9) on the outside whidB is facing said inner bag (3)
during the cutting operation. 6. A nethod according to claims, - _
“characterized in that the used knife has substantially a roof-like shape in
the area of the cutting edge when viewed in cross-section. 7. A method
acording to any one of clains 1 to 6, characterized in that said wall
section (6) is cut away with a rotating tubular knife (5) which is
advanced in a direction in which said outer receptacle (3) is curved
outwards. 8. A method according to any one of claims 1 to 6, characterized
in that said wall section (6) is cut away by a hollow knife (11) which
performs a radial cutting novement. 9. A method according to any one of
claims 1 to 8, characterized in that said wall section (6) is cut away

r he preferabl y cylindrical
substanti adly A methoe deterd !éﬁétlne)ﬁrjbﬂrﬁg?‘fb%g 101'29’% (ot o1 Eek g | o=
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has substantially the shape of an ellipse or a lentil.

5. A method according to any one of claims 1 to 4, characterized in that
said wall section (6) is cut away with a knife (5, 11) which comprises an inclined
flank (9) on the outside which is facing said inner bag (3) during the cutting

{ operation.

6. A method according to claim 5,
characterized in that the used knife has substantially a roof-like shape in the
area of the cutting edge when viewed in cross-section.

7. A method acording to any one of claims 1 to 6,

characterized in that said wall section (6) is cut away with a rotating tubular
knife (5) which is advanced in a direction in which said outer receptacle (3) is
curved outwards.

8. A method according to any one of claims 1 to 6,
( : characterized in that said wall section (6) is cut away by a hollow knife (11)
which performs a radial cutting movement.

9. A method according to any one of claims 1 to 8,

characterized in that said wall section (6) is cut away substantially in
circumferential direction from the preferably cylindrical circumferential wall of
said outer receptacle (3).




",t, a N-k 14 10. A nethod according to any one of clains 1 to 8,
characterized in that said wall section (6) is cut away fromthe eurved
transition portion leading fromthe prléferably cylindrical circunferenti al
wall to the bottom or shoul der of said receptacle. 11. A nmethod according
"to any one of clains 1 to 10, characterized in that two or nore wall
sections (6) are cut away. 12. A receptacle consisting of a substantially
stiff outer receptacle and an easily defornable inner bag which are nade
fromrespectively different thernoplastic materials that do not forma
wel ded joint with one another, said receptacle conprising a receptacle
opening and at | east one wall opening provided in the outer receptacle,

t hrough which pressure is conpensated in the area between the inner bag

and the o r receptacle .th said outer receptacle having a closed
bottom in Whi ctﬁm%hﬂéla&bgr\gg}ﬂ PraraPRe PhRRIMBAEO & cl anped, characteri zed
in that a ckaracteszed onth@épaidfwalbsection @) is ecteavacfrem( Rk dmwtraﬂéﬁibnl as at
| east one : | r ximately. elliptic or.lenticular cut
surtace | SR fom e 8l APV RERRAM TR i rEientiBhud & tnePortaim: o
recept acl eor(shouldes of Bhisl reseptsictesl e according to claim 12, characterized in

that two or nore curved wall sections of said outer receptacle (3) are cut

awnay. . :
11. A method according to any one of claims 1 to 10,

characterized in that two or more wall sections (6) are cut away.

( 12. A receptacle consisting of a substantially stiff outer receptacle and an
easily deformable inner bag which are made from respectively different
thermoplastic materials that do not form a welded joint with one another, said
receptacle comprising a receptacle opening and at least one wall opening
provided in the outer receptacle, through which pressure is compensated in the

- area between the inner bag and the outer receptacle, with said outer receptacle
having a closed bottom in which the weld seam of said inner bag is clamped,
characterized in that a wall section (6) of said outer receptacle (2) is cut away
as at least one wall opening, whereby an approximately elliptic or lenticular cut
surface is formed with a hole that leads through the wall of said outer
receptacle (3).

(" 13.  The receptacle according to claim 12,

characterized in that two or more curved wall sections of said outer receptacle
(3) are cut away.




