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METHOD FOR PRCDUCI NG PAPER CR PLASTI C CONTAI NER CF
HEAT | NSULATI ON, HEAT PRESERVATI ON AND SCALD
PREVENTI ON AND THE SAME CONTAI NER OBTAI NED THEREBY s

PRODUOYRNTP PER &R FLg'sfh@fcbﬁ\ﬁfAINER OF HEAT

I nvention The present invention iIs rel ated

NS BATUON) gH BAJt PRESERVWATION a\NBr SG@Ad.D tPSREVENQII@dN AND
product. and nore particul arl to one for producing
DTRESAMI CON TATNRR QBTAINEN TRIREEY and it

finished product. 10 (b) Description of the Prior

Art: For cost and popul ar application concerns,

general contai N@BSCKGROIND IOF THEIENVENTAON or

plastic material. For exanple, paper or plastic cup,
@WFWwaQhélﬁﬁnﬂﬂhper or plastic nmade container for

packagi g, LRLEACHOLYGON! AAEE 10N HEMRRn, TBS&s of o

cont ai ners ave therr erl Iams

r eddtaetert @nad Etlsngh%-lﬂeaywo@msuﬁtﬂméfb fpairticotarty to one for
provide refractory and insulation effects; if_ for
apH diding arfémtatrteér\yltarml i 140 h GHTIaLE dadsits ffipashed product.

|ner wo- | ayer construction or a
@ﬁ %Hng fgﬁgﬁﬁvi ed, the higher production cost

fails tome dossidd p@ﬂﬂe{?yapﬁoh@ltl@hm%m eenatl Eent@iherds e usually
container. 2. For aesthetic purpose, the surface | ayer

madehef papet af plstiamaierigl. f@r lssasmple.spaper At elstic gattb@m plate or

her eon 0SS]j resg nt 3D
P8 Pt vhadst e RREET1oe sl hufe. e gue S bemute: dnd lunchbox
PTRSE icbntRindlsthal Sthdd Yielived RWRP! i ed with a paper cup
generally available in the narket to support the cup.
This bedones nOEmmesydadeenlsnyeaﬂ@rabm%mwu®@ﬁ9m§£K>mnvﬁe

s di sposed.of, .the a nmust
stBarBrepy T ERarian oS iRARReh EEDa T AUENY chiviagin effects the
PEIRAN 19%521@5& t@vfo hihe d%&%&%n'&%%@g‘r&ﬁﬂﬁ i BroQ/Ed%H' 88 higher
a process for manufacturing a container wt
i pdietanaoststar§ @de jasidied by thd dislagtde pé[towmftthe damtainer.
achi eve the purpgose of elimnating the f

with theZprior aFer 24HENC PHEROSHE L ﬁerd?éﬁiﬁ&@gal%er at its
F‘Fés{‘[%g)rﬁl% a'%@ﬂéfr@l‘ﬁtsf%h R84 & 1§9{H0§§1151@ ko Wetséht 8 pattern effects.

I Nsu
To prevent its holder to get burned, a plastic plate is usually

supplied with a paper cup generally available in the market to support the cup. This
becomes not very convenient and after the paper cup is disposed of, the plastic plate
must be separately stored.

SUMMARY OF THE INVENTION

The primary purpose of the present invention is to provide a process for
manufacturing a container with insulation surface and its finished product.

To achieve the purpose of eliminating the flaws found with the prior art, the
present invention discloses a method for manufacturing a container with an insulation
surface by having first a compound coating prepared and then having the mixture
coated on the surface of the container. The compound coating is prepared by mixing
liquid adhesive and heat-resistant foaming powder particles. The compound coating is

applied on a semi-finished product of the container, e.g., a continuously running paper
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30 surface by having first a conmpound coating prepared
and then having the m xture coated on the surface of
the container. The conpound coating is prepared by

b bRGkic WelWr or@%%rl’a‘%e a1, B@lﬁﬁln&eﬂ'r@atd?%olﬁ&?m @Eape e.g., the
powder particles. The conmpound coating is applied

aswse of b papdrent ghastdeottamer. t Hléheoemstmx specific degand an the thickness
cont.i nuousl runnln a r 1 or Stl the

sﬂ$ ?hacf@nwpug d comng: %@ giﬁmeléw 1Fn§P et ﬁy f@%@ng dhgy principle of
t I I
B8, B B TNy

caadbum@f tlenecbasing hi Thd eyaesd papes uf plasticewtb by tHealohtamien ghen heated
the principle of ProdUC|ng a_proper thickness of

f Padhnyriage Bt witiaRloagnechregess By meant ehth@se foaming primdes particles
#{:éaﬁ nol 1§ If lglﬁﬁit %,](ﬁl%SIVér tr‘c? g&&} gd t}{%ﬁﬁﬁfacg o) %Ir@at?é b CrofiBa layer.

co taln en he e SUF ace

I Hhﬁll}aitl& papaibinglaficocesis cbythE@fm@ldéﬂ ifitd S ntH@dHtRg is capable of
powder particles while causing the |iquid adhesive to
adfthe(élhng elsvlméors @ffﬁ%’{& dor s hpkigt avilh m@awﬁopfl gapipg burned when the

ape sti gut to be o
. n(%n a1n I]ed B t &%%n%capagﬁ\{@m y, t aeeFont%mer manufac%ured using

i ﬂh%UIBI@t:és@ rbﬂ‘-‘ﬂlf%%&ﬂf Qﬁvelnf1§n hielietes in gleherﬁloteffa'cﬁ%y Ofnsulation, and
getting burned when the 10 container is filled up with

hlrndrévektiomefestsdi ngl y, the contai ner manuf act ur ed

usi ng C of the sent ent| del )

" Gener dreRBRFERTsHy: i RLHOET el e OS] PERNA resin, or
byil-Badl %\él%z'llklaﬁﬂesﬁfefa%@lttﬁ Iﬁerehdlﬁzué\ﬁillﬁﬂ@ ﬁﬁth‘éemar%et The foaming
related to a water-b asecP,EVA or "PE/ EVA resin, or

opdwdrasprdticde nylreleteddheslth@rn@pusmdﬂ eylyarce qoe‘ammgy low-boiling point

av ilable.in the r k oam n 1s powder
Yok e idlscuread B drtle FHOPORRUEr: ¢ pol yner
Cont ai ni NG aﬁl’l‘és%' dnti 8 RAHe pa?ﬁ’élé’ RNhixe@Bth fa%o%f%%~20% of the
readily available fromthe market. The adhesive and
t ithefivaanh@ppas % bl evdight wired faatming exaentgearhing20200iofes greater
f adhesi ve and 95%u- 80% by weight with a foam ng
BayoluBSchi ng 20-50 tines greater of the vol une. 20

SpeCI fi Cs§lpleé'iﬁc2ﬁl§e RE 9F6&3s Yr b e%r@ dé:ﬁ% elH{(len'tlBM eRf i %Jf&c[urmg a

manuf act u contai ner provi an insu at| on
scortEine pr@wtb@hwith se dlstﬂﬁtlcbrhmrfaoé Is@ompgsatl efibe fcﬁlow‘ﬁtgesteps
liquid adhesive and the heat-resistant foaning powde
particled are ni X&d llagidypdbrsee &n%é%é@ﬁbre@é@ﬁ rf@ammg powder

particles are mixed to produce a compound coating;

b. The compound coating is applied on the outer surface of paper
or plastic container, or its semi-finished product;

C. The container applied with the compound coating is heated by a
heating device;

d. The compound coating on the surface of the container initiates
the foaming process to produce a foamed layer thereon; and

e. The foamed layer by taking advantage of condensation provided
by the liquid adhesive to become integrated with the surface of the container.

Color pigment may be added into the coating and spray with a spraying gun

or printed with a rotary printing press to form a color 3D pattern on the surface of the
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b. The conpound coating is applied on the outer
surface of paper 25 or plastic container, or its
sem -finished product, c. The container applied with

t &ﬁnéi%%iéﬂ%&%&ihg% featdaeali §shid, Br tﬂé%]!drtq%iéﬂ@/ {sGRovided after

d. The conpound coating on the surface o

cthet foirmetion ©f tthatpagernt ke t6 adehivergdipesidied sartdoatpraciiiec eisaal effect.

foaned | ayer thereon; and 30. e, The fqaned | ayer by .
t%ﬂ??‘ﬁ‘@hllfd\‘ilé%P‘é’é‘éldS‘\? 300 R Aottt rpaw@@dlnﬂﬂﬁfﬂ%@nctlon for the

| i gui VIR [ a i r :
op UG BN efict R IR M MBlebaRpl bR ifgion. and
Coahipngofamdn sgraayverppbarancpr ayi ng gun or printed with

a rotary printing press to forma color 3D pattern on

the surf mpoyad coatingnmay heranpkesh oplyetoc whgiergjloms to be held
h or nti . .

AR b SFE B flouith EUCEoRht WPk FLPhENEET a recessed

dir¢g bBihkisetdacend tiad ddnditidr WeheM itisdInt i dr @Cioldedeanwhi | e,

the protruded 3D pattern forthwith provides insulation )
f unct i on Therpreseat inysetfontis appliehblentoatsi swfieeryof Rey papgs or plastic
mul ti.pl e. benefi.ts of refractor i nsul.ation, .an .
o By GP TR bl Blodh 1 FEhChbienh ERCURHRE fiRs 1 presencing

coahtine IppYarbfecadil froddidB| pradtieallih-Bradifl ePebts twtheR@h @bslainer is
W t hout coating on the entire surface of the

chltadavitfehot daml. nay be applied to a recessed area of

ol dod. | 6 PRCAE BT O PEobINER & [ rhdp an heating

sgg\)‘l@cg%ngfag}agyer hitrgleastic 10 container for the
pattern nodel to frompatterns of different interests

for presdieitimgkneas ofrthe 8 Dvmttappwairadiog frandthp sevaadiaighe container
ractical. bum proof effects whep the container.is .

P fetrSfiis ACBIEaReRsRInG oo WL AkF Qe0PBar, SanE roplis and by

PESRSMIng! fhECHRHatiRg téﬁpér@ﬂuﬁé.e%&eésnyhel?@ & WP G%trideNk&ERtion on the

general 'y operating in the trade. is The thickness of
t thickB&spaietheatmepemperadira g denorily kentsallefl aathiothetrivege of 80~1 500.

the Binpoiit soRe g ubpITedaAG by breBHt RofTIeAGTER ool the
heaikheg deip %ﬁﬁk)g%&n p%t%cﬁﬁ'gc‘ FAEER {00 o¥lthd Ehntainer as desired

restriction on
according to the present invention and their best judgment to determine proper coating

thickness and proper heating temperature.
BRIEF DESCRIPTION OF THE DRAWINGS

Fig. 1 is a block chart showing a process flow path of the present invention.

Fig. 2 is a schematic view showing a layout of a rolling system in the present
invention.

Fig. 2A is schematic view showing a semi-product completed with a coating
process of the present invention.

Fig. 2B is a schematic view showing a finished product before and after the
coating process of the present invention.

Fig. 2C is a preferred embodiment showing a container printed with a
pattern on its surface of the present invention.

Fig. 3A is a schematic view showing that partial areas of the surface of the
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t hi ckness, the heating tenperature is generally
controlled within the range of 801500. For those who
are famliar with the art of the present invention nay

COMLiRLr atd®aRRd il HR&SS: iRfentiBf 3D pattern protruding
fromthe surface of 'the contal ner as desired

accor di ngiig. 3B hea prhemetid viemveotiggnaramicertprefierred esibodiment of the
judgnment to determ ntfeaf?)r op(?r coati ng hi aness and

pPIGPRT 1 é%ﬂqnn‘@lﬂ% 6‘%’@ gmed PHERSOTHE CRPI HROTRNGTHE

DRAW NGS £ @, i : i S

1 ow pat i S5PG ! EhBniiORky ok ng AP 2l 9P ARSurtace of the
scdigaindriage foamed Shawitheg peeferagtberhbafiment rodlyéti the) psep&it émehtion.
the present invention. Fig. 2A is schematic_view ) )
showi ng d1%eM -iprRoHhiematic visme shaying tthatathe oiiffaegy of a container is
p t. ihvention. Fig. 2Bis a
sé‘ﬁ%ﬁg??agﬁe\?ilg%ﬁﬁg%ﬁﬂévgﬁ |g'ni shed product before and

af ter the&ig 3B doat ichgmplic0 0RSS slfwih§@hfr s &fitface of a container is
invention. Fig. 2Cis a preferred enbodi nrent show ng a
cptitiallyfepmed infhe grefgnt invgntigfat t ern on its surface of

the present jnhvention,. . .Fig. 3A LS chemat i c_Vvi ew
Show ng_ Chat‘ Gt TgPRa <@ ok BF SRR} SiafMsurtuce of s

Cedtthdras filddewit P fRehedNaylene present invention. Fig. 3B
is a schematic view show ng anot her preferred

embo M EEALEP DESCRPEMAN{IOF iVEh PREFERREDEMBGDEMENTS
foamed p er.ns .on urface of a container

8 . Fig. 3C. .
o 3 SchOYRTIES vPchiEsHovd gt RELTRE PORF e Bresgiginvention

Sk ERECad¥itidnh& a RpGPIIRLRNEN iAbbIAARRRerhfdl ARRERNEToaming powder
preferred enbodi nent of yet the present invention.

Foagticlds;j totlaotadhestae il end petickhdwragixed s tot floem suoohgoend coating

o BB Lok R b QoM et DSBS grotuct s s

UBseiEd AT, 8R) Br £ OB i&haeT, 7 gas_ iRRkatedlih ¥ids 0B8RI 13N\ B and 3C)

present invention. 10 Fig. 4Cis a schematic view

shonisprigying at a aotepnoavieg presa Sofora clorf @moeingfS” anethod; the container

C%n%,afsr][ gn | esatgc{ ![hlrglgghwé re]ati’?}lgf é)e%%%dS lfoaryt%g'se powder particles 2 on the
surface to start foaming while attaching the liquid adhesive 1 to the surface of the
container 7, 7°; and finally the surface is formed with a foamed layer 9 to provide
reinforcement, insulation, and refractory effects to the container 7, 7°.

The liquid adhesive 1 is related to oil or water base to deliver the same
solidification and adhesion results in the process of heating and foaming.

As illustrated in Figs. 1 and 2, a pattern model is directly disposed on a
roller 51”7 of the rotary printing press 5’ to continuously print the pattern on a paper
web P while applying the compound coating 4 on the paper web P, and the printed
paper web P is cut into the semi-finished 6 for a preset scope that is necessary to make
the container 7, 7° as illustrated in Fig. 2A. The container 7, 7’ is then molded (with
molding process not falling within the scope of claims to be claimed in the present
invention, thus will not be elaborated here) and heated to form the foamed layer 9 on

the surface of the container 7, 7.

Now referring to Figs. 1, 2, 4A, 4B, and 4C, the compound coating is
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DETAI LED DESCRI PTI ON OF THE PREFERRED EMBODI MENTS
Referring to Fig. 1, a manufacturing process of the
present invention involves addition of a |iquid

a&B}ﬁ%& Y& the drtale BEk Piper E&ﬁﬁlﬁﬁj 7 B?%ﬁes§drfége foPﬁfQ ffdction molded

wder 1s particles bot of adhesive and
ppla!;tlc(lioe’&miér dr ® proxide tl& ¢omtduor m & malmtm]mifecom thagns Hglder will

the c 4 is applied on a ace 0

t?ﬁ’ %éa %ﬁf‘l’o‘ﬁﬁﬁi‘tthé cenfatner; 7, |7u§9%% 4{"% eésszfpmg warm
0 S ialdl g
3%‘ t‘ﬁg ‘7818{1 J@%Eaao?éer gg%pr ék%lf;l%'ﬁ{g?ehggrl:ﬁ ar@;/’ gfril %{ﬁ 3n@ Ghe pattern
pmedd i5'spraged ar pahted qor thetsurfgeebdf thet dvmckinet e 7¢ Qiilhﬁg nk coating
7, 7' is then heated through a heating device 8 for
t Prosess pevithestiratedr ini lgesl onchd, theepadlorns eoatesh éomBOLglldaffqatmg is then

fﬁ&?@dngna\’fyo% ec?t Ba H)'V[Zi% ﬁntb;ruldgcguﬂﬂ nl%qtlfgﬁ?@/?mj t e cgﬁgmer when

surface of talne nhal

Seurtifiag ihdt ﬁﬁﬁlﬂﬁdﬂ Vbt Betaob dpesl hbﬂyﬁhllegadk@evﬂfgomulﬂ@le benefits of
rei nforcenent, insulation, and refractory effects to

tﬁéra@tmwap%an% refractme insplgtipwl aad hegy F?FQO .is related

to oil or to deljver.th
solidifi éA W'ﬁ 10é1no X d%esl?oélﬁld rcga‘quté[3 ma% %ﬁ%nﬁneg to the 18Fat10n and

heatd g tl@eﬂﬂnfa@@ﬁfﬂﬁ codfuinds 71 ({7 hus tofiek € ehel dﬁ)nﬁh@ is tl) @d‘ﬂeld by its
2, a pattern nodel is directly disposed on a roller

Siser pfithputecoatingithg eptiferarengl the eedacs' oftthe ewaingrie ulbisirated in figs.

DL ST S BT b PR s o
PR &ontERr Rilied dllled @ shdpe BaMistfatdai inhed £Cf Qe Beessed area 71
preset scope that is necessary to make Tthe contai ner

7¢717) isdgled [upusith sheecbmppuiaid oattng 4 The theorecessetbpre?, 717(71°) of the

e T e 5 oy S8 IR b cs when
pﬁ&&gﬁ%ogh@&ﬁ%bh?ﬂr(%gus wi |l not be el aborated here)
and heated to form'the foamed |layer 9 on the surface

of the cowtidlusteated’in Higs.NovB A,eFBr 3CngAL and:14@sa cﬂ) orzpigment 11 is

4A, 4B, and conmpound coat i is 4
t%fiéieéump alte CBfHPPH'éde pRfsS ‘b%@gqal;?e?oq?rf@rp%t*ﬁ@ & whsl@ ﬁ%ffoammg

bl 86 n@@cenm'[(}il@dcold? u(?'ﬁ{tl!ng rﬁB%?'l@ﬁérernﬁhoat%ﬁ’éfé dfe formed

e container 7, 7' ect " so
hka}yde&? isvibtdted mﬁxtr theebmpmmdmiatlh@ 4hplitovdoested meéth the foamed layer
cont ai ner 7, nt ai ns _hot i nk while kee

ofn thesurfate %frth% cortgher (B @feaﬂ%trw inggie 45 aad it gelpgrfprmed on
838 09 IR P0G Rl AR
during t hEpﬁxpalt 1hftgness of the compound coating protruding from the surface of
the container upon completing the foaming process is controlled by regulating the
heating temperature. The higher (lower) heating temperature means sufficient (less
sufficient) foaming, and thus resulting in thicker (thinner) protrusion of the foamed
compound coating.  Furthermore, excessively higher heating temperature will cause
the plastic material to get melted; therefore, the heating temperature is preferred to be
controlled with a range of 80~1600.
The present invention has a wide application range including all kinds of

paper or plastic containers, e.g., cup, bowl, plate, lunchbox and other containers for

packaging purpose for them to deliver refractory, insulation, burn-proof, and structural



process as illustrated in Figs. 1 and 2, the pattern
coat ed conpound coating is then heated and foaned to
provi de protruded 3D pattern 9 for the container when
CRIMIBIBY BQliisdrink will not get too hot to hold
whi |l e achieving nmultiple benefits of attractive
appearance, refractory, insulation, and burn-proof. 10
Application of the conpound coating 4 may be confi ned
to the location and range on the surface of the
container 7 (7') at where the container is to be held
by its wuser without coating the entire area of the
surface of the container as illustrated in figs. 1,
2A, 2B, 2C, 3A, 3B, 3C, 4A, 4B, and 4C |f a recessed
area 71(71') is disposed on the contai ner when nol ded
into shape as illustrated in Fig. 4C, the recessed
area 71 is (71') is filled up with the conpound
coating 4 for the recessed area 71 (71') of the
container 7(7') to remain in flushed condition to
provi de the burn-proof effects when held for cost
reducti on purpose. As illustrated in Figs. 1, 3A 3B,
3C, 4A, and 4C, a color pignent 11 is added into the
conmpound coating 4 to create colorful pattern at where
the foam ng 20 process takes place. The col or
printing process is perfornmed at where the forned
layer 9 is located after the conpound coating 4 is

i ncorporated with the foaned | ayer on the surface of
the container 7 (7') as illustrated in Fig. 4B and 40
or performed on the entire foanmed |ayer 9 to present
the color pattern as illustrated in Fig. 4A. A proper
t hi ckness of the conpound coating protruding fromthe
surface of 25 the container upon conpleting the
foam ng process is controlled by regulating the
heating tenperature. The higher (lower) heating
tenperature neans sufficient (less sufficient)

foam ng, and thus resulting in thicker (thinner)
protrusi on of the foamed conpound coati ng.

Furt hernore, excessively higher heating tenperature
will cause the plastic material to get nelted;
therefore, the heating tenperature is preferred to be
30 controlled with a range of 801600. The present

i nvention has a wi de application range including al

ki nds of paper or plastic containers, e.g., cup,
bow , plate, |lunchbox and other containers for
packagi ng purpose for themto deliver refractory,

i nsul ati on, burn-proof, and structura
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5 reinforcenent results. 6 CLCAIMS | Caim | A
process for manufacturing a container with an

i nsul ation surface conprising the follow ng steps: 5
a. The liquid adhesive and ¢hgpi@at - resi stant foam ng
powder particles are m xed to produce a conpound
cb@taimg; b. The conpound coating is applied on the

outer surface of paper or plastic container, or its
seni - f i nifSHIACH? othl c anwlacttipe o rfoatainss %{5& i dngylgtion surface

t he conpgggﬁﬁggghkqgmggnggé%gd by a 10 heating

devi ce; onpoun ating on the surface of the

cont ai nera. i ni ti alks liqulle atleaivienand ritbe drat-tesisphodoaaing powder
foamed | ayer thereagn; and e. The foamed | ayer by,

t aki ng advant ageP®ticlendgdHset OGHOHIE A CQEWOURS, CQFHBE;

l'iquid adhesive i t.ed:w h
of is t?}&e cont a?ﬁ%?&ﬁgmh%agr %eag l oégﬁ%nﬁtglg%%?‘lﬁﬁﬁf papet
a contai ner W t hoagladtidseh@inet)or $ kémckniged peddiicired i n
Caim1, wherein a pattern nopdel is disposed on the

surface 6f the Eeneataiaerapphed wihprausrannoyad icagingss heated by a

applied and attached to.pattern nodel; the coating is
applied on the p%?ﬁ% ﬁﬂﬁﬁﬁel by spray with a spray gun

20 or by dpri nti nghdisdmigorddr @hadhy oRthd birfide RIFEES corthiger initiates
coated area is then heated to 1nitiate the foam ng

process; and a pthetfeaninggraessgatpreduse adodnmdiaxer dheredre and
curface of e oot AL o TS SESRR Shcarepgion ovie
The compound coat’ ma He gE L B A e ivtace of
a wat er - based adthesbutginer.

2. The process for manufacturing a container with an insulation surface as
claimed in Claim 1, wherein a pattern model is disposed on the surface of
the container, the compound coating is applied and attached to pattern
model; the coating is applied on the pattern model by spray with a spray gun
or by printing using a rotary printing press; the coated area is then heated to
initiate the foaming process; and a protruding 3D pattern is formed on the
surface of the container.

3. The process for manufacturing a container with an insulation surface as
claimed in Claim 1, wherein the liquid adhesive in the compound coating is
related to an oil-based or a water-based adhesive.

4. The process for manufacturing a container with an insulation surface as
claimed in Claim 1, wherein the compound coating is directly applied on a
continuously running paper or plastic web, the coated web is then cut into
multiple pieces with each in a given size for the manufacturing of the
container; the container when molded in shape is then heated to create on its
surface a foamed layer.

5. The process for manufacturing a container with an insulation surface as

claimed in Claim 1, wherein a recessed area in proper depth and range



10

15

20

25

30

4. The process for manufacturing a container with an
insulation surface as clained in Caim1l, wherein the
compound coating is directly applied on a

CoNt i NUOWSI ¥ ddUBR1 A8 RARRfer Ovh8ea® ik CoWO, held ?sh GPRteRdwith the

web is then cut into nultiple pieces wth each Ih a

gi ven si zempound twatingricheedtand ifoameaf fot e ieoessahdraa nestay flushed
t he contai.ner when nnlﬂed i.n shape is.then heated to

create onvithtatherqieas godhe surfisathe £0BIRINCE  The process

for mnufﬁ%tﬁg&&g f8r ﬁﬁﬂ\%@btﬂﬁfl W Edhedher! Rkl Al ihQfation surface as
surface as ‘clained in al m%, erein a recessecf)

area i n ptapet id€hirh landhereinge heatidg s@mseatunn it kentrolled with a

contai ner where it iﬁ to be held is applied with _the
conpound &t Pin§0~ 1084t tedachirye fibamERIry g tHeknesy o5 dheypattern as

area to sty IS DSl fle e Biggag on the surface

of the container. process”ftor manufacturing a

cpnt ai neIThél prbcal fonslahafatt@fing W E@tgn@swith l Abuebn Burface as
Caim1l, wherein the heating tenperatures is

control | ethimgd i Glaim g gdersin gepBEPigmenridhiadded inbe the compound
protrudi ng_ thickness of th attern as . desired after

compl et 15 Ve ORONT A5 Bt BRI Fhele i (o sLoyS; takts place.
nmgnuf act umhengrodess Ib¢ alaRBfactittihg adforitAlfat @ith G MMIARGE surface as
as clained in aim2, wherein a color pignent is

added i ntelimérbincOlapo@navheieln aiterit the gompowndeenating i &tagred on the
pattern at where.the foamn rocess takes .place., 8. .

The. pr oc QUL G THEAGRBEG 1 hyB PEBTRAI AL 0\(F ERPIE 0 print color
i nsul ati QR&HE bAGR BEmed hAtdIE thodBl drl A Rere th¥RSHShd process takes
after the conpound coating is foamed on the surface

of the cofacai ner, a color printing nmethod is applied

to print color patterns on the foaned pattern nodel

or at where the foam ng process takes 15 place. 20
25 30 8





