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MANUFACTURING PROCESS FOR CONTAINER. LIDS. ·T9 -BE OPENED BY PEELING, 

Al~D LIDS OBTAINED BY 'THE REALIZATION OF THIS METHOD. 

The ornsent invention relates lo a ~recess f6r 

manuf ac tur inq covers or lids for closing containers opened by peeling 

off the cover, such covers beinq of the tvpc comprising an 

orifice and two ~losurc clements disposed on each side of 
I 

the orifice which they close and in which they adhere to 

l.__,i 10 one another. ,(see for example US-A-l.!3721160) / 

Covc?rs of this tvoeVhave been desiqned for closing 

containers con taininq f cod oroduc •. '> such as drinks or yoghur ls. 

Those to be found al present on the market do not however 
' 

qive entire satisfaction. Positioninq their closure elements 

15 requires in fact a great deal of time and results in relative-

ly high manufacturin9 costs~ Moreover. their internal 

closure element, namely the one intended lo be on the 

same side as the product lo be oackcd. is aporeciably smaller 

than the inict aoerturc of lhe container and docs not always 

20 
oerfectlv ensure its scali~q function. In addition. il 

is often difficult to oosition on the orifice. 

The present invention pronoses overcoming these 

drawbacks, anrl, for this. it orovid~s a process for manu­

facturing covers intcnd~d lo close containers opened by 

25 
peeling off the cov~r. this process beinq characterized 

in that it consists: 

in formina a scrj_cs of holes intended to constitute 

the orifices of the cvvers in a strip ; 

- in aoplVina to one of the ft1ccs of: the perforated 

strip a first continuou!; coaU.~a intended to' form one of the two 30 
closure elements .. this first coatinq bcinq separable at 

l~a~t oartiallv from the strip by occlinq off; 

- in ao~lyino to the oth~r face of the ocrforalcd 

strio a second continuous coati11q so that it comes into 

contact with the parts of the first coatinq which arc defined 35 
by the holes and adheres vioorous.l.y lo these parts as well 

as to the ~erforaled strio. this second coating being intended 
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to form the other closure element : and 

- in cutting out the multi-layer sheet thus formed 

so that the holes arc all situated in a cover. 

The manufacture of the covers may thus be entirely 

5 mechanized. which speeds up the production rates and con­

scauently lowers the cost orice of these covers. Further­

more, since the first and second coatings entirely cover 

the two faces of the covers, the containers may be perfectly 

sealed and the quality of the packed product docs not risk 

'-. .. ) 10 deteriorating in time. 

t J 

'-.....; 

When at least one of the first and second coatinqs 

is used to form one of the faces of the multi-layer sheet, 

it may be advantageous to ~poly it by extrusion-lamination, 

counter bonding or paraffininq. 

15 
On the other hand, when a multi-layer shucl is 

20 

desired comprising more than three layers. at least one 

of the first and second coatings mav be applied bv sandwich 

extrusion between the perforated strip and an additional 

strip. 

Advanlaqeously, openinq li1h~ m~v be formed between 

the perfornted slrio and the first co<1ti11q. in zones situated 

along the cut-out lines of the multi-lover sheet. 

Wit~ these openinq tabs. the consumer has a better 

qrio on the first coating and may then separate it more 

25 readily from the perforated strip. Durinq this ooeration. 

the part of the second coatinq which is secured to the 

first coating will of course be torn off therewith. which 

30 

then allows the consumer to have access to the contents 

of the container. 

In a particular cmborlimcnt of the orocess of 

the invention, the openi~q lab~ mav ~e formed by creating 

non adherence zones on the strio. before applyinq Lhe firsl 

coating, for cxarnole by applyinq a polysiloxane or polyamide 

based ·varnish or a nitroccllulosic ink. on a hclio or flexo 

35 printer. 

Iri another par licular cmbouimc·n t of this process, 

the opening labs may also be formed by makinq additional 
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perforations in the strip, before applying the first and 

second coatings. 

In th~ case where Lhe second coating is covered 

by an additional strip, it may be desirable for this latter 

5 to be separable by peelinq off. In facl. since the inter­

face between the additional strip and the second coating 

is generally sterile, it will be sufficient to provide 

a sterile enclosure in which the additional strip may be 

oeeled off, the containers filled and the covers scaled. 

U 10 (so ·that the second coatinq is turned towards .the containers) 

in order to pack the product in a perfectly aseptic manner. 

Other features and advantaqes of the oresent 

invention will be cle~r from the followinq description 

given by way of example with reference to the accompanying 

15 drawings in which: 

Fiqure 1 is a schcmatical perspective view showing 

a reel formed by windinq· up a multi-lavcr sheet obtained 

durinq implementation of the. process of the invention. 

as well as a section of ~nothcr multi-layer sheet sliqhtly 

20 different from the orecedinq one; 

Fiqurc 2 is a schc~atical view of a machine for 

the extrusion-lamination of a coaling on a perforated strip; 

\___,.> Fia11re 3 is a view similar to Figure 2_ but showing 

the machine performing the extrusion-lamination of another coating 

25 on the other face of the strip; 

Figure 4 is an cnlarqed sectional view of the 

multi-layer sheet shown in Figure 3; 

Figure 5 is a schematical view of a machine for 

the sandwich extrusiob of a coating between a perforated 

30 strip and an additional stri~: 

Fig~re 6 is a schcmatical view of a machine for 

counter bondinq an additional strip to one of the faces 

·of a perforated strip; 

Fiqure 7 is a schcmatical view of a machine 

35 for fixing an additional strio by paraffining to each of 

the faces of a perforated strip; 

Figure 8 is a perspective view showing a container 

(' ;;---~. UY. 



!O 

4 

ciost~cl by. a. cover obtained by using lhe process of the 

. : . .·· 

invention; 

Figure 9 is a perspective view of the container 

sb6wn in Figure 8, but during opening· thereof; and 

Fiqure 10 is a perspective view of a container 

61os~d by another cover obtained by using the process of 

the invention. 

The multi-layer sheet l which is shown on the 

lefl in Fiqure 1 is in the form of a reel so that it may 

hav~ a length of several hundred linear meters. 

In the embodiment shown in Fiqurc 1·. sheet l 

is f0rmcd .from three layers. namely an intermediate strip 

2 ~i t•rced with holes 3 judicious 1 v spaced f roi:n each o thcr 

and t WO coatings 4 I 5 appl'icd lo the u~pcr and lower faces. 

15 of the inlermediate strip. these two coatings closing the 

holl•:; 3 through which they adhere strongly to each other. 

20 

In some cases, sheet 1 could comprise more than 

thr<'l' layers, coatings 4 and 5 heinq if required covered 

in their turn by a coating of one or more layers. 

The intermediate strip 2 may have a thickness 

. 
-5 

of 1he order of 15 lo 200 microns (1.5 lo 20.10 m) and 

De made from metal, more especially from aluminium or an 

aluminium alloy, from a cellulosic mat~rial such as paper, 

or ,\ synthetic material such as oolyvinylchloride. a poly-

25 est~r, a polypropyiene, a polyethylene, a polyamide. a 

polybutylene etc ... 

The coatings 4, 5 may have a thickness of the 
-5 . 

ordc•r of 10 to 100 microns ( 1 lo 10. 10 m) and be made 

from a synthetic material such as a polyester. a polypropylene. 

30 
a pl)lycthvJ.ene. a polybutylenc. a polyamidc ... an ethylene­

acrylic acid copolymer,an ionomer resin. etc ... 

·coating 4. nam·elv the one which is fixed lo the 

·upp~r face of the intermediate strip 2. is made from a 

matc•rial which has iiltle affinity for this latter so as 

35 
he ~ble to be relativelv easily separ~led therefrom by 

peellng off .on the other hand. coat inq 5 is inadc from a material 

which has qreal affinity with the intermediate strip and 

coaling 4, so that it cannot be separated from these latter. 
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_ . .. It.:wi1i be noted here that when coatings 4 ·,,,d 

·· ----- .: -s-:are thom'~-~-~ves coated with an additional coating, t:·1:: ~ 
:<--: :}~t:t.~t;·i,S:;pr~fcrably formed ·by a strip of aluminium coat·~d 

' ' :ff';-~re,g\.fffbd Orl ;its external face with a layer of polyestE- . 

. . - '5; :P.plypropylerle, polyethylene. polybutylenc. polyamide. 

-~thy\cne:..:.:a:crylic acid copolymer. ionomer resin. heat-

:.:: :~-

. :bof)dil'lg varnish. e le ... 

The multi-layer sheet 1 is intended to be cut 

-ci_idrtg the closed lines 6 corresponding to the con tour of 
. ·. ,. 

the 6overs 7 to be formed. The location of these line~. 

as well as that of holes 3 of the intermediate strip 2. 

arc of course chos~n so that each cover comprises a hole 

3 and so that the cutting qut waste is as small as possible. 

It will be noted that sheet 1 comprises, between 

15 the intermediate strip 2 and coatinq 4. non adherence zones 

B adjacent one of the sides of the cover 7. These zones 

are in fact provided so that the consumer. desiring to 

open a container closed by cover 7. may mace easily grip 

the coatinq 4 so as to remo~e it without difficulty by 

20 peeling off. 

Referring now to the sheet section l~ shown on 

the riqht of Figure 1. it will be noted that the non adhcr­

hence zones B have been replaced hy tonqueR 9 situated. 

\ .... / not inside. but outside the covers. These tongues. whose 

25 purpose is also to facilitate peeling off of coaling 4. 

are formed by piercing a second series of holes in the 

intermediate strip 2. coatings 4 and 5 aqain closinq these 

other holes while adhering to one another therethrough. 

Several techniques will now be described for 

30 applying one or more coatings to a perforated strio such 

as the intermediate strip 2 of sheets l and lQ. 

Referring first of all to Figure 2 which illustrates the extrusion­

l_amina ti on. technique. i L can be seen th~ t the . in termcdia te 

strip 2 travels bclween two rotary cylinders 10, 11 while 

35 a die 12 of conventional dcsian delivers a viscous film 

13. into the slit fanned between the upper frlc~ of strip 2 and 

the downstream cylinder 11. Film ll, which is form~d by 
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a molten material intended to form c<)ating !t, is driven slightly 

into holes 3 (and if required inlo Lhe holes corresponding 

to tongues 9) of strip 2 as il passes beLween the two cylinders. 

then is cooled between two appropriate cylinders not shown. 

It will be noted here that the non adherence 

zones 8 may be formed on the intermediale strip by impression 

of a varnish or an ink in a helio or flexo printer. before 

application of film 13. 

When coating 4 is deposited over the whole length 

of the intermediate strip. this latlcr is then Lurned over 

and again passed between cylinders 10 and 11. as shown in 

Figure 3. The die 12. which now contilins one of the materials 

used for forming coatinq 5. delivers a viscous 
. . fLm 14 

into the slit formed between the face nf strip 2 which is 

still bare and cylinder 11. 

Film 14 is in its turn driven sliqhtly into holes 

3 (and holes 9 when they exist) as it passes beLwecn the 

cylinders 10, 11. which allows it to come into contact with 

coating 4 and to stronqly adhere thereto. af tcr which it 

is solidified between the cooling cylinders mcntio~cd above. 

Coatinqs 4 nnd 5 could of course bC' uoplied with 

the same machine equipped with two di~s. Furthermore, so 

\ __ ) as to increase the adherence be~ "1(~Cn one of the coatings 

and strip 2, for example al Lhe periphery of holes 3 (and 

25 
9 ·if they exist). the correspondina filce of the strip may 

be coated with an adherence oromotrr applied by a helio 

element inteqrated in the extruder. or s~id face may be 

treated by discharqe, more especially by Corona discharge. 

Referrinq now Lo Fiqure 5. which illustrates 

30 
the sandwich extrusion technique. it can be seen that strip 

2 and an additional strip l? pass between two rotary cylinders 

16, 17. whereas a die 18 delivers a viscous film 19 into 

the slit formed between the two strips 2 ~nd 15. Film 19. 

which is formed by a molten material. for ex~mplc one of 

35 
those used for forminq coaling 5. is driven slightly into 

holes 3 of strip 2 then cool0d in a way known per se. 

'l'he material forming film 19 could have a great 
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aff~nity for strip 2 and lilllc affinity for the additional 

strip 15. In this case, Lhe additional strip could in 

fact be peeled off from strip 2,thus laying bcirc a sterile 

surface. 

Referring furthermore lo Fiqurc 6, which illustrates 

the counter tiondinq technique. il can be seen that the 

perforated strip 2 and strip 20. made preferably from alumi­

nium. oass between two rotary cylinders 21, 22~ Before 

reachinq cylinder 21, sheet 20 nasses between a cylinder 

23 dipped in a bath of bonding agent 24 and a presser . 

cylinder 25. 

Strip 20 is driven sliqhtly .into holes 3 when 

it passes between cylinders_ 21, 22 and adheres perfectly 
I 

lo strip 2 at the outlet of an appropriate d~ier (not shown) 

1~ used for evaporating the water contained in the bonding 

agent. 

In order to fix a second metal strio to the other 

face of strip 2, the installation shown in Figure 6 could 

further be used. An installation could however be used 

~- for C0'3tinq the second met.al ::;trip wil.h a reactive bonding agent 

-.-
~) 

having at least two componc>nts. th.is installation 

then comprisinq driers for cvnporatinq the solvents and 

heatinq cylinders for rcactiv~tinq the h~ndinq aaent. An 

installation could also be use~ usinq bonding aqents without 

solvents. 

~eferr.i.nq now. to Fiqurc 7. which .illustrates 

the paraffining technique. it cnn be seen that the oerforaled 

strip 2 travels throuqh a wax or "hot melt" bath 26 in the 

molten state. before being sandwiched· between two strips 

27, 28, which ~ay be metal or not, travelling between two 

rotary cylinders 29. 30. On leaving these latter. strips 

27 and 28 adhere lo one another in holes 3 (and holes 9 

wheri they exist) whereas ~ cooling cylinder (not shown) 

is provided for hardening and solidifyinq the wax or the 

hot melt. 

Figure 7 shows an install~tinn for simultaneously 

fixing the two strips 27. 28 to strip 2. It is obvious 
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however Lha t only one of the two strips 2 7 and 28 could 

be fixed by paraffininq. 

For forming multi-layer sheets l as shown in 

Figure 1, the procedure is as follows: 

5 - holes 3 , which are intP.nded t.o form t.he orifices uf 

cover 7, and holes 9 when they are required, are formed in strip z 
by means of a press or a rotary cut-out tool ; 

- the non adherence zones arc formed by printing 

~> 10 a varnish or an ink on one of the faces of tbc perfor21Lcd 

\ .. ./ 

15 

20 

strip 2, by using a helio or flcxo printer. Should coating 

4 be transparent. the printer could also be used for forming 

decorative or advE:'r tisin0 . prints m1~ii as t.hos<:! :>h':>-...1n 
I 

at 31 in Figures 8 and 9; and 

- ~eatings ~. 5 arL applied to the two faces 

of the -perforated strip: 

2 and 3; or 

by ex trusion-laminc:i ti on. as shown in F-igurcs 

by sandwich extrusion. as shown in Fiqurc 5; or 

by coun tcr bondinq. as sh:>wn in F' iaun~ 6: or-

by priraffininq .1s shciwn i.n F'iq1Jrc 7. 

The technique used for applyinq coalina 4 could 

of course be different from !he one used for ~pplyinq coating 

5. 

25 '!'he multi-layer sh0ets 1 <ire -clcli.vered in reels 

to industrialists involvc!d in packinq products such as 

drinks or yoqhurts. 

To pack lhcsc products. lhe>sc: industrialists· 

manufacture containers of the type shown at 32 in F'igures 

30 8 to 10, generdlly by hcat-forminq a pl~stic mater)al stri~. 

then fill the containers 32 with th~ product. fix the multi­

layer sheet l or la (with co~tinq ~ turn~d upwardly) by 

heat-sealing, crimping or ultra-sonjc w0ldinq along the 

inlet aperture of the container~ and cul-oul sheet 1 or 

35 la alonq the lines 6 shown in Piqure which correspond 

to the outer contour of the inlP.t ;ip~rt.1.1rP. oC th~ containers (and 

to that of tongues 9 in lhe c~t:;e of sheet l~). 
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To open a container such Rs lhc one shown in 

Fiquro 8, the oper~tor rais0~ sliqhtJy thr part of coating 

4 which ovcrhanqs the non adherence zone· P.. qr ips this 

part and pulls it upwardly until the p~rt cf coaling 5 

located in hole 3 is torn away as shown jn Figure 9. 

In all the foreqoinq, il has been asu:ncd lha l 

coar.ing lJ could'be entirely peeled off. It goes without sayinq 

however that an ;::idhcrC'ncc orornolur coulrl be applic·d Lo 
; 

strip 2 by helio or flcxo printinq. ln·foio:~ ;1pol.ic<1tion 

\....) 10 01: :::oali!1q 4, so c:is Lo prevent thi.s .lr!t 1.::.-;· frr:.m bcinq 

15 

20 

~· 

25 

separated from strip 2 wh0n ht'.1•.· 3 iB cr.mrd'.'tr:·J:..· opc~nud. 

Sheets 

perfectly ascotic conditjons. 

of i1ol0s 9 .in strip 2, forms <1 qriDpiw: t.(;:1.:;·.;•~ ;.:!:i·~:·; <.:1":' co:-.-

s~rip 2 and t0Ar i'!Wil:: th0 p.:1rt. of ('(~.1!in-: 'i f:it.u;itccl in 

lwJ e 3. 

It qocs without ::;;1':'in~1 lh;1f.. the· r.re!'lent invent.ion 

also relates to t.hc covers nbt ,ii ii•.!f.l !"··~· u~::i.n'l PH· ;~bOVC! 

described procC's.s. ri.s welJ ;?~ t,!) 1·.r:~~ '''•r:•·.:!l~;n.r·:-; closed by 

such covers. 
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CLAIMS 

1. A process for manufacturing covers intended to close 

containers which are opened by peeling off the cover, such covers being 

or the type comprising an orifice and two closure elements disposed on 

both sides of the orifice which they close ann in which they adhere to 

5 each 0U1er, characterized in that it comprises the steps of: 

10 

- forming a series of holes (3) intended to form the orifices of the 

covers in a strip (2); 

- applying to one of the faces of the perforated strip (2) a first 

contimJQus coating ( h} intended to form one of the two closure elements, 

such first coating being separable at least p~1rtially froi:'l the st.rip (2) 

by peeling off said coating; 

- applying to the other face of the perforated strip (2) a second 

continuous coating (5) so that i
1

t comes into contact with the portions of 

the first coating (q) which are delimlte~ hy the holes (3) and firmly 

15 adheres to said port.ions as well ;'.l::J to the f'":'f(lr.'.lted strip (2), such 

second coatin~ (5) being intcn~e~ ~o fer~ th~ 0th~r closure ele~ent; and 

- cutting out the multi-lay~r sheet ( 1) thus forme~ so that the holes (3) 

are all situated in a cover (7). 

2. The procesn a~cording to clnim I. characteri~ed in that at 

zo leas::. one of the first and .second coatlnp;::i (IJ, 5) is ;J.pplied to the 

perforated strip {2} by extrusion-lamination, counter bonding or 

paraffining. 

3. The process according to claim 1, characterized in that at 

leas~ one of the first and ~econd coatings (~. 5) is applied by 

25 extrusion-sandwichin~ between th~ perf0rated strip (2) nnd an additional 

strip~ 15; 20; 27, 28). 

4. The process accordinK to any on~ of the claims 1 to 3, 

characterized in that op~ning tabs (8. 9) ar~ formed between the 

perforated strip (2) and the first coating(~), in zon~s situated on the 

30 cut out lines (6) of the multi-layer sheet ( 1). 

5. The process according to claim 11, characterized in that the 

opening tabs are formedby creating non adhercni:::e zones (8) on the strip 

(2), before application of the first coating C4). 

6. The process according to claim 5, characterized in that the 

35 non adherence ~ones (8) are created by application of a varnish or an ink 

I 1111111 111111 11111 1111111 1111 
* C L N S * 
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in a helio or flexo printer. 

7. The process according to claim-. charRcterized in that the 

opening tabs are formed hy makinf.; additional perforations (9) in the 

strip (2), before application of tile first anrl second coatings (l.l, 5). 

a. The process according to any one of the preceding claims, 

characterized in that the strip (2) has n thickness of the order of 15 to 

200 microns (1.5 to 20.10-5 m) and is made from aluminium, aluminium 

alloy, polyvinylchloride, polyester. rolypropylene, pol~ethylene, 

polybutylene, polyamide or paper. 

9. The process according t0 any one of the.preceding clai~s. 

charactcriz~d in that the first and second contin8s (Q, SJ ha~e a 

thickness of the order of 10 to 100 microns ( 1 to 10.10-5 ~)and are ~ade 

from polyester, polypropyl~n~. ~olyethylcne, polybutylene, pol9arnide, 

ethylene~acrylic acid copolymer, or ionomer resin. 

10. The process according to clni~ 3 and any one of clai~s ~ 

to 9, characterizer! in tlmt the additional !"ltr.i.p ( i5; 20; 28, 29) is mad~ 

from aluminium and is coated on its extern~l face ~ith a layer of 

~olyestet, polypropylene, polyethylene, rolybu~;lene, polyami~c. 

ethj'lene-acrylic acid copolymer. iono::-er r~si:1 or a :·ieat,-bor.din& var:iish. 

11. The proG-:>Ss accordinr, to ;-iny one of -:::lai:;is 3 and 10, 

characterized in that the additional st.rip { 15; 20; 28, 29) is separable 

by r~eling it off. 

12. The process accordinv, to cl<J.i::; 11, cha1·acterized in that 

the additional strip ( 15; 20; 28, 29) is $~p~r~ted in a sterile 

25 enclosure, before the covers ( 7) are fixed t.0 the r:on t.<1 iners ( 32). 

13. The proce.ss accor-rlinp; t.o ~ny on·"' of t.111"! preceding claims, 

characterized in thnt print.s (31) nre rorm<'~l on the perforated strip (2), 

before the first coating (4) is applied when th~ latter is transparent. 

14. Covers obtained by the procens according to any one of the 

;:J preceding clri.ims. 

15. A container opened by peeling off the cover, closed by a 

cover according to claim 1~. 

111111111111\l lllll lllll ll llll ; 
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Manufacturing process for container lids to be opened by peeling, 

and lids obtained by·the realization of this method. 

ABSTRACTS OF THE DISCLOSURE 

.A process for manufacturing covers intended to close containers 

which are opened by peeling off the cover, these covers being of a 

type comprising an orifice and two closure elements disposed on each 

·side of the orifice which they close and in which they adhere to 

one another, characterized in that it consists : 

- in forming a series of holes (3) intended to form the 

orifices of.the covers in a strip (2) 

- in applying to one of the faces of the perforated strip (2) 

a first continuous coating (4) intended to form one of the two 

closure elements, this first coating being separable at least partially 

from the .strip (2) by peeling off 

- in applying to the other face of the perforated strip (2) 

a second continous coating (5) so that it comes into contact with the 

parts of the first coating (4) which are defined by the holes (3) 

and adheres str.ongly to these parts as well as to the perforated strip 

(2), this second coating (5) being intended to form the other closure 

elel!lent : and 

- in cutting out the multi-layer sheet (1) thus formed so that 

. the holes (3) are all situated in a cover (7). 

FIGURE 1. 

I 1111111111111111111111111 1111 
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