'Receptacl e Conprising Pressure Conpensating Openi ngs The present
invention relates to a receptacle produced in a coextrusion-type bl ow
pol di ng process, which consists of a substantially stiff outer receptacle
and an easily defornmabl 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 two
pressure conpensating openings provided in the wall of the outer receptacle
for pressure conpensation within the space existing between the outer
receptacl e and the inner bag upon contraction of the inner bag, wherein,

" when exess material is squeezed off at the bottom of the blow nold, the

i nner bag is closed by a bottom weld seam and said bottomweld seami s
clanped into the bottom of the outer receptacle which is also closed.

Such a receptacle is described in DE 41 39 555 C2. In this known
receptacle, the bottomof the outer receptacle has forned thereon an
outwardly projecting web in

Receptacle Comprising Pressure Compensating Openings

The present invention relates to a receptacle produced in a coextrusion-type blow
molding process, which consists 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 weldéd joint with one another, said
receptacle comprising a receptacle opening and at least two pressure
compensating openings provided in the wall of the outer receptacle for pressure
compensation within the spacé existing between the outer receptacle and the
inner bag upon contraction of the inner bag, wherein, when exess material is
squeezed off at the bottom of the blow mold, the inner bag is closed by a bottom
weld seam and said bottom weld seam is clamped into the bottom of the outer
receptacle which is also closed.

Such a receptacle is described in DE 41 39 555 C2. In this known receptacle, the
bottom of the outer receptacle has formed thereon an outwardly projecting web in
which, while the blow mold is being closed, material of the outer receptacle is
united as the material of the inner bag recedes inwards from the squeeze-off edge
due to an impact pressure built up in the area of the protruding web. As a
consequence, material of the outer receptacle contacts itself over part of the
height of the aforementioned web, resulting in the formation of a closed weld




which, while the blow nold is being closed, material of the outer
receptacle is united as the material of the inner bag recedes inwards from
t he squeeze-off edge due to an inpact pressure built up in the area of the
protrudi ng web. As a consequence, material of the outer receptacle contacts
itself over part of the height of the aforenentioned web, resulting in the
formati on of a closed weld 2
seam The bottom weld seam of the inner bag is anchored in the adjoining
area of the web. The web can, for exanple, have an approxi mately

ki te-shaped cross- sectional form but other cross-sectional shapes of the
web, for exanple_arched ones, wll also yield a wel ded bottom seam of the

outer receps@ame Thedattom weld seamqditae innerhagrisianghered igrthe adieipingarea
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t he bott om eéctidnal forhebut etlegrt cross-seétional shapes of the webfor ekampile adhed
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the fornati Bk 41 38 §8%C&cti ng web, so that the two material |ayers of the
outer receptacle do not contact each other as such a contact is prevented
by the interposed double |ayer of the inner bag. As a result, in the

However, the bottom weld seam of the inner bag can also be secured in a different
way to the bottom of the outer receptacle, for instance by means of suitable slides
in the blow mold.

In the prior-art receptacle, the pressure compenséting openings on the outer
receptacle are formed in that the tube-shaped blank is squeezed off in the
shoulder portion while the blow mold is being closed, with the material being
smoothly squeezed off without the formation of a projecting web, so that the two
material layers of the outer receptacle do not contact each other as such a contact
is prevented by the interposed double layer of the inner bag. As a result, in the
prior-art receptacle, two unwelded seams are formed in the shoulder portion in the
outer receptacle, the seams extending from the shoulder portion up to the neck
portion.

When viewed in the circumferential direction of the receptacle, these pressure
compensating openings at both sides are positioned at locations which are aligned
with the points of intersection of the bottom weld seam with the circumferential
seam of the receptécle. In other words, these pressure compensating openings
are located in circumferential direction on the lines of intersection of a plane




prior-art receptacle, two unwel ded seans are formed in the shoul der portion

in the outer receptacle, the seans extend ng fromthe shoul der portion up

to the neck. portion. When viewed in the circunferential direction of the

receptacle, these pressure conpensating openings at both sides are

- positioned at |ocations which are aligned with the points of intersection
of the bottomweld seamwith the circunferential seam of the receptacle. In

ot her words, these pressure conpensating openings are located in

circunferential direction on the lines of intersection of a plane

3 passi ng through the central |ongitudinal axis of the receptacle and

"the bottomseam with the circ erential wall, of the rece cl.e. | nsof ar
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wal I have Besh WrRAtthegduaiertiabwall oh thierddiptadle0 covers a case where the
bott om wel d seam does not extend over the whole dianeter of the receptacle,

whereby in such a case the points of intersection are forned by a |ine

whi ch ' .
Cont ont e,  TEPrar s BRLtEEt HEerReSARTYr e AMIGRERR Bt i HGERBHHS .
reduced, ap@llNavedeasrsmedtiohBg apovesuchod desighsalse covereasase Where dhe t he
surroundi ngs of the receptacle into the space existin
gottom weld seam does not extend over tﬁe whole dlamef%r of the receptacle,
whereby in such a case the points of intersection are formed by a line which

extends the bottom weld seam.

Upon discharge of the receptacle contents, for example by means of a pump, the
volume of the inner bag is reduced, and air exits for the purpose of pressure
compensation from the surroundings of the receptacle into the space existing
between inner bag and outer receptacle. A certain negative pressure or vacuum
which keeps the inner bag in its contracted state always remains in the receptacle.

In the prior-art receptacle, the inner bag, when viewed in horizontal section, i.e. in
a plane perpendicular to the longitudinal axis of the receptacle, will contract
substantially in star-shaped configuration when the receptacle contents is
discharged. This meahs that the inner bag will detach from the outer receptacle at
four locations that are substantially opposite to one another in pairs, namely, when
viewed in circumferential direction, at the pressure compensating openings and on
the circumferential portions which are respectively offset by 90° with respect
thereto. With an increasing contraction the four detached portions are also
increasing, resulting approximately in the above-mentioned star-shaped
configuration.




pet ween i nner bag and outer receptacle. A certain negative pressure or
vacuum whi ch keeps the inner bag inits contracted state always remains in
the receptacle. In the prior-art receptacle, the inner bag, when viewed
in horizontal section, i.e. in a plane perpendicular to the |ongitudinal
axis of the receptacle, will contract substantially in star-shaped
configuration when the receptacle contents is discharged. This neans that
the inner bag will detach fromthe outer receptacle at four |ocations that
are substantially opposite to one another in pairs, nanely, when viewed in
circunferential direction, at the pressure conpensati ng openi ngs and on the
circunferential portions mhlch are respectively offset by QOgerr W th
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t he sane. However, the greater the negative pressure inside the inner bag
Is, the greater is

However, the greater the negative pressure inside the inner bag is, the greater is

4

the permeation through the wall of the inner bag and the risk of leakage.
Permeation might impair the quality of the receptacle contents, while in case of
leakage caused by air entering into the bag the pump might become inoperative or
the receptacle contents might spill.

It is the object of the present invention to develop a receptacle of the afore-
mentioned type in such a manner that the negative pressure is reduced which
prevails in the inner bag after the discharge of filling substance.

This object is achieved according to the invention by the features of patent claim 1.

Advantageous developments of the present invention are characterized in the
dependent claims.

When viewed in circumferential direction of the receptacle, at least one pressure
compensating opening is respectively formed at the two sides of the bottom weld
seam in the outer receptacle in the receptacle of the invention, with all of the
pressure compensating openings being offset with respect to the points of
intersection of the bottom weld seam (or the extension thereof) with the




.the perneation through the wall of the inner bag and the risk of |eakage.
Perneation mght inpair the quality of thg receptacle contents, while in
case of | eakage caused by air entering into the bag the punp m ght becone

i noperative or the receptacle contents mght spill. It is the object of
the present invention to develop a receptacle of the afore- nentioned type
I n such a manner that the negative pressure is reduced which prevails in
the inner bag after the discharge of filling substance. - This object is
achi eved according to the invention by the features of patent claim 1.
Advant ageous developnents of the present invention are characterized in the
‘dependent cl ai ns. lewed in circunferential direction of th

receptacl e le@umf@%ﬁftﬂabWé"Qf dhe guter cecariacia: ltrﬁ:)h@f%ﬁ!'% red thﬁiéb@@wwr )

f dat t I

the r ecept Serupdfeent Shedingd rebtisel By ety BT it ebBECR e poRRERE T © '
openi ngs bdhtegsedtione thovghnthedaypentiont is rtdhdmmedrtbsuch d corfigueatioan of the

bottom wel d seam (or the extension thereof) with the
This has the effect that the inner bag no longer detaches from the outer receptacle
on four portions that are offset with respect to each other by about 90°, but a so-
called ,dog bone form" is obtained upon contraction of the inner bag during which
the inner bag only lifts off on two opposite portions from the wall of the outer
receptacle whose center is offset by about 90° with respect to the aforementioned
points of intersection. This means that the inner bag is compressed at both sides
to become more and more flat, with the center axis of the compressed cross-
sectional form approximately coincidirig with the clamped bottom seam of the inner
bag.

Such a contraction of the inner bag which is no longer observed starting from four
sides, but only from two sides, has the effect that the negative pressure prevailing
in the inner bag is considerably reduced in comparison with a lifting off on more
than two portions. What is reduced is both the collapsing force which contracts the
bag into the ,dog bone form*“, and the negative pressure which maintains such a
form.

As a consequence, permeation into the inner bag decreases, the risk of leakage is
reduced and the amount that remains in the inner bag and cannot be discharged
becomes less. |

It goes without saying that the contraction of the inner bag which is just created
from two sides can be initiated not only by the measure that pressure
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circunferential wall of the outer receptacle. It is here preferred that the
pressure conpensating openings are offset goy about 90 with respect to the
poi nts of intersection, though the invention is not limted to such a
configuration. This has the effect that the inner bag no | onger detaches
fromthe outer receptacle on four portions that are offset with respect to
each other by about 90, but a so- called , dog bone fornm is obtained upon
contraction of the inner bag during which the inner bag only lifts off on
two opposite portions fromthe wall of the outer receptacle whose center is
of fset by about 90 with respect to the aforenentioned points of
intersection. This means that the inner bag is conpressed at both sides to

become nor eCYRRERBAING PRENINGS AFE ?QT@%W?E?T%%%QMOQ‘% by rrelpdive terssid -
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consequencePPgings that@re ispaced mpartfram dash atber inciresimferantial direction andage
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the inner bag which is just created fromtwo sides can be initiated not

only by the_neasure_ that pressure
The essential feature is that when viewed in circumferential direction the pressure

compensating openmgs in the receptacle according to the invention are no longer
located within the narrow region' formed by the points of intersection of the bottom
weld seam with the circumferential wall, but are positioned, as much as possible,
within a region offset by 90°, so that the inner bag - at least upon initial contraction
— will no longer detach in the area of the points of intersection. This circumferential
portion is preferably offset by 45° up to 135° relative to the points of intersection.

As already stated, the negative pressure can be minimized under otherwise
identical conditions in that two diametrically opposite pressure compensating
openings are arranged in a plane which is at a right angle with the plane extending
through the bottom seam and the longitudinal center axis of the receptacle.

Of course, a plurality of pressure compensating openings can also be positioned
one upon the other in spaced relationship on each side of the bottom weld seam.

These pressure compensating openings can be formed by elongated cuts made
into the wall of the outer receptacle, such cuts being e.g. made by a knife, |
punching tool or with the help of a laser into the wall, and a remaining inner wall
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6 - conpensati ng openings are formed that are exactly offset by 90
‘relative to said points of intersection. fRather, these openings nmay be
|located within a circunferential portion which in the individual case
depends, for instance, on the material of the inner bag and the wall
t hi ckness thereof, and which is offset relative to the points of
I ntersection, for instance by two respective pressure conpensati ng openi ngs
that are spaced apart fromeach other in circunferential direction and can
be offset in pairs by about 80 with respect to the points of intersection.
The essential feature is that when viewed in circunferential direction the
“pressure conpensating openi ngs inﬁége rece&tacle according to the invention
[

are no | ong@rat%bginscp%s&w ROfY P SHPsRAien Wnal?fé}yirﬂgcﬁ fgfc?h%“% ARt s of
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under ot herw se identical conditions in at two dianetrically oppoSite

pressure coeasonssandhgnsues thgt despitethesoeputranceofplenanceas thie insetlbag ri ght

cent or " axi SagfofpE YRS S bLeulBRHE S plubost b Felaiis, M pressBy agpihet the "
conpensat i pgt&eal B06né @Ideabﬁmettmtl%@?vigér@ﬁeg thaethePRimaiRmgolvalk settiors paced
rel ati onship on each side of the bottomweld seam These pressure

conpensat i BYrip Opengd RressuEe enpeasaling-rperjag candg formegdn a similar manner
with a punching tool or with a laser.

The pressure compensating openings can also be formed by point-shaped holes
or punctures formed or made in the wall of the outer receptacle, with the
puncturing or piercing needle being possibly provided with a central hole which
communicates with a source of pressurized medium. When the puncturing or
piercing needle passes through the wall of the outer receptacle, the pressurized
medium, which may e.g. be air, water or a gel, is pressed, at the moment at which
the needle passes through the wall, from the wall of the outer receptacle so
vigorously against the inner bag that said bag recedes, so that the inner bag
cannot be damaged by the puncturing or piercing needle.

Very small capillary openings which can be formed in the above-described manner
at the desired points of the outer receptacle are sufficient for pressure
compensation.




_i'nto the wall of the outer receptacle, such cuts being e.g. nmade by a

kni fe, punching tool or with the help of g laser into the wall, and a
remai ni ng i nner wal | 7
section being possibly torn up subsequently by applying a force. Such an
operation can e.g. be carried out in the case of a receptacle whose outer
wal | has a wall thickness of about 0.7 to 0.9 mmin such a manner that a

kni fe guided along a circular path produces a sickel -shaped cut or incision
whi ch severs the wall, except for a residual wall thickness of about 0.2 mm
whi ch remai ns for safety reasons and ensures that despite the occurrence of

t ol he i ed. Sub, tl | , f
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conpensati ng openi ng can formed in a simlar nmanher wt punchi ng t ool
or with a Indenlyin neshmumtn@l@rmmrﬁmyr@wpdmm@rwahalwmeceptam by
poi nt - shaped hol es or punctures fornmed or nade in the wall of the outer

receptacle, with the puncturing or piercing needl e being possibly provided

W th a centThd invehfonNilt howdadesdritedsinwhbre deta) hesinafte it seferarfse 1RHieUM
When the puncturing or piercing needl e passes through the wall of the outer

recept acl e, drawing i ¥digh:zed nedi um which may e.g. be air, water or a gel,
is pressed, at the nonment at which the needl e passes through the wall, from
the wall of the outer receptacle so vigorously against the inner bag that
sai d bag r dtigdtds aseertitaitsection ithmoaghtzarpceptacie obthedtype de questiormwhijcimisasir i ng

or piercing needl e
P gneen produced in a coextrusion-type blow molding process;

Fig. 2 is a perspective view of a known receptacle having open shoulder seams;

Fig. 3 shows a horizontal section through the receptacle according to Fig. 2 above
the clamped bottom seam of the inner bag in a state in which the inner bag has
been contracted;

Fig. 4 is a perspective view of a receptacle of the invention in an illustration
corresponding to Fig. 2;

Fig. 5 shows a horizontal section through the receptacle shown in Fig. 4 in an
illustration corresponding to Fig. 3. '

The receptacle which is shown in Fig. 1 includes a receptacle neck 2 and a
shoulder section 2. The receptacle opening 4 may have attached thereto a pump
for discharging the receptacle contents, without the invention being limited to such
a configuration. The receptacle can also be designed as a squeeze type bottle in
which the receptacle wall is squeezed by hand for discharging the receptacle




~Very smal | capillary openings which can be forned in the above-descri bed
manner at the desired points of the outergreceptacle are sufficient for
pressure conpensati on. 8

The receptacle according to the i nvention can evidently be a so-called

w de- necked receptacl e because the pressure conpensating openi ngs can be
formed not only in the shoulder portion, but at any desired |ocation of the
outer receptacle. The invention will now be descri-bed in nore detai
hereinafter with reference to the drawi ng, in which: Fig. 1 is a vertical
section through a receptacle of the type I n question which has been

ber spoct | VoMo IE b Pane Al AIRe Re s i Bliea v neaked fothtBole o g

shows a horw,myyt@,h Sheuldet defiongh the receptacle according to Fig. 2 above
t he cl anped bottom seam of the inner bag in a state in which the inner bag

has been contracted;
At the bottom of the receptacle, preferably due to the fact that the blow mold has

been closed, there is formed a projecting web 5 which when viewed in cross-
section is approximately shaped as a kite and has a portion, in the figure a lower
portion, in which the material layers of the outer receptacle 6 (see Fig. 3) contact
each other because the two squeezed-off material layers of the inner-bag 7 have
slightly receded upwards in the molded cavity of the web from the separation
point. The weld seam of the inner bag which has been formed during the squeeze-
off operation is clamped in the upper portion of the web 5 and thus held in axial
direction. | '

Fig. 2 shows a known receptacle in which the pressure compensation required for
discharging thé receptacle contents is carried out in the space existing between
the outer receptacle and the inner bag by open shoulder seams 8 of the outer
receptacle 6 which are formed in said portion by a smooth, webless squeeze-off
operation of the blow mold.

The open shoulder seams 8 are here located in the vertical plane which extends
through the axis of the web 5 and the central longitudinal axis 10 of the receptacle.
The points of intersection of said plane 9 with the circumferential wali of the outer
receptacle 6 are designated in Fig. 3 by the reference numeral 11.

While the receptacle contents is being discharged, the inner bag 7 detaches from
the inner wall of the outer receptacle on four portions that become increasingly
greater, namely on the portions 12 surrounding the points of intersection 11, on

T R AR BT AR T ML AT A B LA b T L AR T i




Fig: 4 is a perspective view of a receptacle of the invention in an

Illustration corresponding to Fig. 2; Fhg. 5 shows a horizontal section
through the receptacle shown in Fig. 4 inan illustration corresponding to
Fig. 3. The receptacle which is shown in Fig. 1 includes a receptacle

neck 2 and a shoul der section 2. The receptacle opening 4 may have attached
thereto a punp for discharging the receptacle contents, w thout the
invention being limted to such a configuration. The receptacle can also be
designed as a squeeze type bottle in which the receptacle wall is squeezed
by hand for discharging the receptacle

. th I .also b -cal |l ed w de-necked
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appr oxi mat elegpeokipesetadpabioutdtinThisdsasitheoeffectthat a staresHapeadr corractionr
receptacle 6 (see Fig.

ortion, i [ he material . |layers. of, the outer _
g) cont act W@%tﬁ@?%@"ﬁe@&ﬁ@éc{%@q '“§E||ue_ezed- off material layers of the
inner bag 7 have slightly receded upwards in the nolded cavity of the web

fromthe separation i . . .
8ontract|ng the inner receptacle 7 from four sides requires a relatively great

collapsing force which corresponds to an also relatively great negative pressure in
the inner bag for maintaining said contraction form. The bonsequences area
relatively great permeation, the risk of leakage of the inner bag 7 and a relatively
great residual amount which cannot be discharged from the inner bag.

Fig. 4 shows a receptacle 1 according to the invention in an illustration
corresponding to Fig. 2. This receptacle does not contain any open shoulder
seams for pressure compensation, but two pressure compensating openings 14,
which are marked in Fig. 5 in a purely schematic manner, at locations which are
offset with respect to plane 9 or the position of the open shoulders 8 according to
Fig. 2 by an angle « of 90° in each case.

Since pressure compensating openings are absent in the area of the points of
intersection 11, the inner bag 7 does not detach from the inner wall of the outer
receptacle 6 when the receptacle contents is discharged, i.e. there are no
contraction sections 12 of the star-shaped contraction according to Fig. 3. The
inner bag 7 just contracts from two sides, with such an area expanding more and
more around the pressure compensating openings 14 and being marked in Fig. 5
with the reference numeral 15. A so-called ,dog bone form* which is created by the
inner bag being contracted becomes more and more pronounced.




poi ht. The wel d seam of the inner bag which has been formed during the
squeeze- off operation is clanped in the ygper portion of the web 5 and
thus held in axial direction. Fig. 2 shows a known receptacle in which

t he pressure conpensation required for discharging the receptacle contents
Is carried out in the space existing between the outer receptacle and the
I nner bag by open shoul der seans 8 of the outer receptacle 6 which are
formed in said portion by a snooth, webl ess squeeze-off operation of the
bl ow nol d. The open shoul der seans 8 are here located in the vertical

pl ane whi ch extends through the axis of the web 5 and the central

[ ongi t udi na s 10 of_theﬁgece tacle. The points of intersection of said

gl ane 9 vvidt lﬁugﬁ@ eonteagtios:Qf e nerdhag whichianly, stasts fremdwosides basithe effelct
; . . _ ' . .
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of the out enegativeppressareforinaintainingithe sohtratteddforneAs aoesaR] permedtionas er .
intersection 11, on

nanely on the, portions,12 surroundi t he ints of

10 whiSHHEEHCANG S 1he sk Waepkage,and Bere i oy acemab resiualiamount
recept acl e, thait caRRGEHE disthaldiy.pur pose of pressure conpensation, and on
portions 13 which are offset" wth respect thereto by about 90. This has th

effect that a star-shaped contraction
It should be noted that a contraction which only takes place at two sides can of
course not only be initiated by the pressure compensating o_penings being exactly
offset by 90° with respect to the points of intersection 11. It is important that there
are no pressure compensating openings within the circumferential portion close to
the points of intersection 11, such openings possibly causing a lifting off of the
inner bag 7 from the wall of the outer receptacle 6 in this area. A contraction at two
sides can of course also be achieved in that at both sides of the pressure
compensating openings 14 further pressure compensating openings are formed
which, however, must keep a sufficient circumferential distance from the points of
intersection 11.
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formof the inner receptacle is obtained. Contracting the inner
receptacle 7 fromfour sides requires a rqbatlvely great collapsing force
whi ch corresponds to an also relatively great negative pressure in the

i nner bag for maintaining said contraction form The consequences are a
relatively great perneation, the risk of |eakage of_the inner bag 7 and a
rel atively great residual anpbunt which cannot be dlsdhaﬁged fromthe inner

bag. Fig. 4 shows a receptacle 1 according to th ntion -R.an
illustration corresponding to Fig. 2. This recepta m ont ain any

open shoul der seams for pressure conpensation, but ¢ /”
conpensati ng openi ngs 14, which are marked in Fig. 5 in a pur llhematlc
manner, at | ocations which are offset with respect to plane 9 or the
position of the open shoulders 8 according to Fig. 2 by an angle a of
90[err] in each case. Si nce pressure conpensating openings are absent in
the area of the points of intersection 11, the inner bag 7 does not detach

fromthe mger V\‘iaH of the outer receptacle 6 when the receptacle contents
is discharg aiM§ere are no contraction sections 12 of the st ar - shaped
contraction according to Fig. 3. The inner bag 7 just contracts fromtwo

sides, with such an area expandi ng nore and nore around the pressure
conpensat i nd. oped regeplatle podusiedgn recdextrusionFyge Howimaldirngproeess ewhich

o LS o oS chBbbicer 4ol S ok belado S Bhely Setofiabid *
inner bag which are made from respectlvely dlfferent thermoplastic
materials that do not form a welded joint with one another, said receptacle
comprising a receptacle opening including at least two pressure
compensating openings provided in the wall of said outer receptacle for
pressure compensation within the space existing between the outer
receptacle and the inner bag upon contraction of said inner bag, with the
inner bag being closed by a bottom weld seam when excess material is
squeezed off at the bottom of a blow mold, and said bottom weld seam
being clamped in a bottom weld seam of the outer receptacle that is also
closed,
characterized in
that all of said pressure compensating openings (14) are formed at places
of the outer receptacle (6) that are offset in circumferential direction relative
to the points of intersection (11) of said bottom weld seam (5) with the
circumferential wall of said outer receptacle (6). '

2. A receptacle according to claim 1,
characterized in that at least one pressure compensating opening (14) is
formed at both sides of said bottom weld seam (5).
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~Sueh a contraction of the inner bag which only starts fromtwo sides has
the effect that it only requires a small 4@o0l | apsing force, which is

tant amount to a snaller negative pressure for maintaining the contracted
form As a result, permeation is reduced, and also the risk of |eakage, and
there is only a small residual amount that cannot be discharged. It
shoul d be noted that a contraction which only takes place at two sides—can

of course not only be initiated by the pressure conpimmmﬂ, bei ng
exactly offset by 90 with respect to the points of i mﬂn”’m
i nportant that there are no pressure conpensating openl ngs Withir t
“circunferential portion close {o the points of intersection 11, such

openi ngs p@ssi bwegggtﬁqlﬂgaacwmg tacleim 19 2.ne i nner bag 7 from the wal |l of
the outer recepbgﬁ dte! c#é?inlmhé at I‘é%gt ﬁé?é%f&%??ﬂt?ﬁééurb‘% ng” of

course al so be a es 0 e press re conpensating
openi ngs 14 f ur bpeningr(dd}is effsatyycalsauti90) refativertgthepeirts ofiirdersiection (11).
however, nust keep a sufficient circunferential distance fromthe points of
i ntersection 11.

4. A receptacle according to any one of claims 1 to 3, characterized in that at
least two respective pressure compensating openings are arranged one
upon the other in spaced-apart relationShip, being offset by about 90° with
respect to said points of intersection (11).

5. A receptacle according to any one of claims 1 to 4, characterizéd in that
said pressure compensating openings (14) are formed by elongated cuts
made into the wall of said outer receptacle (6).

6. A receptacle according to any one of claims 1 to 4, characterized in that
said pressure compensating openings (14) are formed by point-shaped
holes or punctures made in the wall of said outer receptacle (6).
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 Patent Cains 1. A receptacle produced in a coextrusion-type bl ow
nol di ng process, which consi sts of;,a substantially stiff outer
receptacle and an easily def or mabl'e i nner bag which are nade from
fespectively different thernoplastic materials that do not forma
wel ded joint with one another, said receptacle conprising a
receptacl e opening including at | east two pressure conpensati ng
openings provided in the wall of said outer receptacle for pressure
conpensation within the space exi sting between the outer receptacle
and the inner bag upon contraction of said inner bag, with the i nner
“bag being closed by a bottomweld seam when excess nmaterial .is

squeezed of f at the bottomof a blow nold, and said bottom weld seam
being clanped in a bottomweld seam of the outer receptacle that is al so
cl osed, characterized in that at | east one pressure
conpensat i iXpstaehi ng (14) is fornmed at both sides of said bottom
wel d sean1(5§, and that all of said pressure conpensating openings
(14) are forned at pl aces of said outer receptacle (6) that are

oot s AECHESBERI Iy oL bBEH ACoortusont )6 b ridhl oAk and

ci rcunf er econsistsaf 4 stiff oztércrecaptacle and phazsidy déjormable inneA bagoelithare

iﬁ,&ﬁggbn %Ht Y éﬁbm rle’spectively different thermoplastic materials that do not form a welded
joint with 'one another. The bottom weld seam of the inner bag is clamped in a
closed bottom web of the outer receptacle. The pressure compensating openings
are offset by about 90° with respect to the plane passing through the bottom weld
seam and the longitudinal center axis of the receptacle, whereby the inner bag is
only contracted at two sides when the receptacle contents is discharged. The

negative pressure prevailing inside the inner bag is thereby reduced.




2 . characterized in that at |east one respective pressure
conmpensat i ng opening (14) is offset by about 90 relative to the

poi nts of intersection (11). 3. A receptacl e according to any one of
claims 1 or 2, characterized in that at | east two pressure _
conpensating openings are respectively arranged one upon the other in
spaced-apart relationship, being offset by about 90 with ~ respect to
said points of intersection (1 1). 4. A receptacl e according to any one
of clains 1 to 3, characterized in that ' sai d pressure conpensating
openings (14) are forned by el ongated cuts ~made into the wall of said
outer receptacle (6). 5. A receptacle according to any one of claims 1
to 3, characterized in that sai d pressure conpensati ng openi ngs (14)
are formed by point-shaped hol es or punctures made in the wall of

said outer receptacle (6).

Patent Claims

1. A receptacle produced in a coextrusion-type blow molding process, which
consists 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 including at least two pressure
compensating openings provided in the wall of said outer receptacle for
pressure compensation within the space existing between the outer
receptacle and the inner bag upon contraction of said inner bag, with the
inner bag being closed by a bottom weld seam when excess material is
squeezed off at the bottom of a blow mold, and said bottom weld éeam
being clamped in a bottom weld seam of the outer receptacle that is also |
closed,
characterized in
that at least one pressure compensating opening (14) is formed at both
sides of said bottom weld seam (5), and
that all of said pressure compensating openings (14) are formed at places

of said outer receptacle (6) that are offset in circumferential direction
relative to the points of intersection (11) of said bottom weld seam (5) with
the circumferential wall of said outer receptacle (6).

2. A receptacle according to claim 1,
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characterized in that at least one respective pressure compensating
opening (14) is offset by about 90° relative to the points of intersection (11).

A receptacle according to any one of claims 1 or 2, characterized in that at
least two pressure compensating openings are respectively arranged one

upon the other in spaced-apart relationship, being offset by about 90° with
respect to said points of intersection (11).

A receptacle according to any one of claims 1 to 3, characterized in that
said pressure compensating openings (14) are formed by elongated cuts
made into the wall of said outer receptacle (6).

A recéptacle according to any one of claims 1 to 3, characterized in that
said pressure compensating openings (14) are formed by point-shaped
holes or punctures made in the wall of said outer receptacle (6).
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