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TAPE CASSETTE

The present invention relates to a tape cassette such
as a magnetic tape cassette, a cleaning tape cassette or
a video tape cassette.

In a conventional tape cassette, a magnetic tape is
guided in a tape traveling path between the head house
and the hubs in the cassette casing so that the magnetic

tape is wound around or rewound from the hubs. The hubs

are supported for rotatlon by c1rcular perlpheral wall

portions for fitting the hubs, which are formed around “
axial holes formed in the casing in order to receive the
shaft portions of the hub. Various auxiliary elements
are installed in the head house, and therefore,
reinforcing ribs or partition walls are formed in the
head house, or the wall thickness of the casing is
increased, or material having service durability is used

for the casing so that it has a sufficient strength and

"l

durability.
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Iﬁ{the conventional tape cassette, the thickness of
the outer peripheral wall of the casing is made thicker
than_the thickness of the flat surface wall portion of
the casing in order to increase the impéct resistance.
However,“the conventional tape cassette has disadvantages

as follows. There is a large scatter in the wall

- thickness at many portions; molding properties are not

good and there are st:ains and deformation in the molded
casing. Furthef, since the head house area at the front
portion of the casing has many ribs and partition walls,
there is concentration of resin when the resin is
injected to form the casing, and they are often caused
recesses in the molded proddct. When there is a change
in the wall thickness of the casing, a stream of molten
resin is changed whereby strains remain at the portion of

the resin stream change and a thermal deformation is apt

~to occur. In particular, when a casing having a thin

wall thlckness is requlred, such undesirable tendency is
increased, and there are consplcuous recesses on the
surface of the-.-casing whereby the appearance of the
casing is poor.

It is an object of the present invention to provide a
tape cassette providing good molding properties and
minimizing a strain or deformation.

It is an object of the present invention to provide a
tape cassette which improves reliability on traveling of

a tape and easy assembling by providing suitable tape

mﬂmanB&mR hwd



.10

15

20

25

-3 -

guidé.members; minimizes occurrences of recesses even
when the wall thickness of the casing is small while the
strength of the casing can be increased, and easy
processing and accurate dimensions can be obtained, and
which can be used commonly for a fixed guide pole type
and a guide roller type.

It is an objgct of the present invention to provide a
tape cassette having a good:appearance, a light weight
and manufactured at a low cost, which minimizes a scatter
in a torque for the hubs and reduces remarkably the
torque by reaucing the contécting area of the hubs to the
casing by suitably arranging the hubs; which improves
reliability on magnetic tape traveling and easy
assembling, and which minimizes occurrences of recesses
while increasing the strength even when the wall
thickness of the cassette casing is small.

It is an object of the present invention to provide a
tape cassette having a good appearance and providing good
processability, which improves reliability on magnetic
tape traveling and easy assembling by providing a
suitable connecting construction for the upper and lower

half casings, and which determines accurate position for

. tape cassette elements and increases the strength of the

connection of the upper and lower half casings even when

the wall thickness of the tape cassette is small.
According to the first invention, there is provided a

tape cassette comprising a cassette casing composed of an

This Sheet Has Been R:ﬂlaced
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UPP?fThélf casing and a lower half casing, a pair of hubs
around which a tape is wound and which are rotatably
fitted into circular peripheral wall portions formed in
the cassette casing, and tape guide members formed in the
cassette casing at positions through which the.tape wound
around the hubs is traveled, said tape cassette being .
characterized in that the thickness of the flat surface
wall portion and the thickness of the outer peripheral
wall portion of the upper and lower half casings are
respectively uniform. |

According to the second invention, there is provided
a tape cassette comprising a cassette casing composed of
an upper half casing and a lowér half casing, a pair of
hubs around which a-tape is wound and which are rotatably
held in the cassette casing, and tape guide members
formed in the cassette casing at positions through which
the tape wound around the hubs is traveled, the tape
cassette being characterized in that the tape guide
members'are'tépe guide poles having’a'substantially U~
shape in cross section which are formed integrally with
either of the upper and.lower casings wherein the,
circular arc éurface of the U—shaped tape guide poles is
a tape contacting surface.

According to the third invention, there is provided a
tape cassette comprising a cassette casing composed of an
upper half casing and a lower half casiﬁg, a pair of hubs

around which a tape is wound and which are rotatably

This Sheet Has Been Re ﬁ




.10

15

20

25

-5 -
fitte'd: into circular peripheral wall portions fomsi =
cassette casing, and tape guide members formed in &= |
cassette casing at positions through which the tame wand
around the hubs is traveled, said tape cassette iwing
characterized in that the circular peripheral wali
portions for fitting the hubs are projected arounamil
holes of the hubs, and a pluiality of parallel lissmar
ribs are formed in the vicinity of the circular
peripheral wall portions for fitting the hubs in a
surface area including the outer peripheral wall morizons
in the upper aﬁd';ower half casings.

According to the fourth invention, there is peoviied
a tape cassette comprising a cassette casing compased of
an upper half casing and a lower half casing, a pair of
hubs around which a tape is wound and which are rotatably '
held in the cassette casing, tape guide members formed
in the cassette casing at positions through which the
tape wound around the hubs is traveled, and connecting
vcyllndrlcal bodies, sald tape cassette be1ng
characterized in that a rib for melt-bonding is formed in
the abutting surface of each of the connecting |
cylindrical bodies of either the upper half casing or the
lower half, and a position-determining boss is formed in
the abuﬁting surface of each of the connecting
cylindrical bodies of the other.

In drawings:

.- Figure 1 is a plane view showing an embodiment of the

This Sheet Has Been R ﬂ ced
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-tapefEéssette of the present invention wherein the upper i

and lower half casings are shown in a separated state to

shgw_Ehe inside of them;
.\\ Figure 2 is an enlarged perspective view partly
omitted of the lower half casing shown in Figure 1;

~ Pigure 3 is a perspective view in a state of use of
the embodiment shown in Figure 1;

Figure 4 is an enlarged longitudinal cross-sectional
vigw of a corner portion of the lower half casing shown
in Figure 1; |

Figure 5 is an enlarged perspective view of an
embodiment of a corner portion of the lower casing
according to the present invention;

Figure 6 is a plane view of another embodiment of the
present invention wherein the upper and lower half
casings are shown in a separate state to show the inside
of them; |

> Figure 7 is a perspective view in an exploded state
of the tape cassette shown in Figure 6;

Figure 8 is an enlarged cross—sectional view taken
along a line I-I in Figure 6;

Figure 9 is an enlarged berspective view of an
embodiment of the lower half casing of the present
invention; |

Figure 10 is a plane view showing another embodiment
of the tape cassette of the present invention wherein the

upper and lower half-casings are shown in a separate

This Sheet Has Been Reﬂlaced
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state to show the inside of them;

Figure 11 is a plane view showing another embodiment
of. the tape cassette of the present invention wherein the
upper and lower half casings are shown in a separated
state to show the inside of them;

Figure 12 is an enlarged longitudinal cross-sectional
viey taken along a line I-I in Figure 11;

Figure 13 is an enlarged longitudinal cross-—sectional

view partly omitted of a corner portion of the upper and

lower half casings shown in Figure 11;

Figure 14 is a plane view showing another embodiment
of the tape cassette of the present invention wherein the
upper and lower half casings are shown in a separated
state to show the inside of them}

Figure 15 is an enlarged perspective view in a
separated state of a corner pbrtion of the upper and
lower half casings shown in Figqure 14;

Figure 16 is an enlarged longitudinal cross-—sectional
view taken along.a.line I—i'in Figuré 15;

Eigure 17 s an enlarged longitudinal cross-sectional
viéw of the upper and lower.half casings in a state of
connection shown in Figure 16;

Figure 18 is a plane view of an embodiment of the
lower half casing of the present invention; and

Figure 19 is a perspective view of the lower half
casing in use shown in.Figure 18.

Preferred embodiments of the tape cassette according

This Sheet Has Been Reﬂlaced
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to tﬁé present invention will be described with reference
to the drawings.

fjgure 1 through 4 shows a first embodiment of the
tape cassette of the present invention. A cassette
casing comprises .an upper half casing 1 and a lower half
casing 2. Inside the cassette casing, a pair of ﬁubs 3
around which a tape 4 such as a magnetic tape is wound
are rotatably supported by circular peripheral wall
portions 8 for fitting thg hubs 3, which are férmed
integrally with the upper and lower half casings 1, 2.
As tape guide members located in the tape traveling path
between the hubs 3, 3, provided are tape guide poles 5
having a substantially U-shape in cross section. The
tape guide poles 5 are formed integrally with .the upper
half casing 1 or the lower half casing 2 so that the
circular arc surface of the substantially U-shape comes
in contact with the tape traveling. The circular
peripheral wall portions 8 for supporting the hubs 3 are
projééﬁeé from the inﬁer-sﬁrface of the upper and lower
half casings 1, 2 at positions around axial holes 10 for

receiving the shaft portion of the hubs. A plurality of

‘linear ribs 9, 9, are formed in a parallel relation so as

to extend in an area including the circuiar peripheral
wall portions 8, 8 and in the vicinity of them. In this
embodiment, the thickness of the flat surface wall
portioA 1,, 2, of the upper and lower half casings 1, 2

is determined in a range of t; = 0.8-1.2 mm, and the

This Sheet Has Been Re!illalced
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thickness of the outer peripheral wall portiomns 1,, 2, is
determined in a range of t, = 0.8-1.2 mm. The wall

thickness of each of the upper and lower half casings 1,
2 and the outer peripheral walls 1,, 2, is substantially

uniform. A scatter in the wall thickness of each of-the

flat surface walls 1,, 2; and the outer peripheral walls

1,, 2, should be 20% or lower.

Reinforcing ribs formed projecting from the inner
surface of the upper and lower half casings have a height
sufficient to mount thereon the hubs 3, and include a
center rib 9 connected to the circular peripheral walls 8
for fitting the hubs and arranged on a linear line
connecting the center of each of the axial holes 10, 10
for receiving the shaft portion of the hubs, and side
ribs 9,, 9, arranged with a distance at both sides of the
center rib 9. The circular peripheral walls 8 are so
constructed to reduce the surface area of contact of the
hubs 3 to the céssette casing to thereby reduce a torque.

In addition toléhe.reinfoiéihé ribs 9, 9,, the
provision of reinforcing ribs 9, at positions near a head
house 14 and the opposite side of it are effective to
reduce the wall thickness of the cassette casing. When
the-width of each of the ribs 9, 9,, 9, is made thinner
than the wall thickness of the upper and lower half
casings, a preferred'stream of resin is obtained at the

time of molding, and accordingly, a tape cassette having

a less residual strain, accurate dimensions and excellent
. -
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heat- resistance can be obtained.

It is preferable to locate the tape guide members 5b

- near each support pin. 6 for supporting a roller for

guiding the tape, which is formed in either the upper or
the lower half casing. Preferably, some of the tape
guide members 5 are provided to be removable. It is
further preferable that the tape guide members 5 are
located at both corner portioﬁs 7, 7 in either half
casings so that a plurality of the tape guide members 5
are used and they are disposed at both sides of a
plurality of supporting pins 6.

It is preferable that the wall thickness of the upper
and lower half casings is thin as possible while a
sufficient strength should be maintained. For this
purpose, a partition walls 9; is preferably formed
together with connecting bosses 11, 17 in addition to the
reinforeing ribs 9, 9,, 9, formed around the circular
peripheral walls 8, 8 for fitting the hubs 3, at each of
the corner portions 7. o

Each of the upper and lower half casings 1, 2 is
provided with windows 12, 12 between the circular
peripheral walls 8, 8 for fitting the hubs and between
the linear ribs 9, 9, and along these ribs, whereby an
amount of the tape around the hubs is visible. 1In this
case, the cassette casing body may not be transparent and
a traﬁsparent window may not be provided. Further, a
tape cassette having a unique design is provided.

\\
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‘Finger touch portions 13 are provided at both side
surfaces of the upper and lower half casings 1, 2 at
positions near the head house 14.

The head house 14 is a section for recording and
reproducing a tape and comprises an insertion hole,
supporting walls and an opening. In Figure 1, reference
numerals 15 designate pin bearing portionms.

In the above-mentioned first embodiment of the tape
cassette having the construction described above, the
thickness of the flat surface wall portions and the outer
peripheral wall portions of the upper and lower half
casings are respectively formed to be substantially'
uniform, whereby a scatter in the wall thickness of each
of the wall portions cén be small, molding property is
remarkably improved to reduce occurrence of strains or
deformation, accuracy in dimensions, and reliability on
heat resistance can be increased. Further, a tape
cassette hav1ng thin upper and lower half casings, a low
manufacturing cost and sultable for a large—scale
production can ‘be provided.

Figures 4 and 5 show in detail a positional relation
of the tape guide poles 5 to the guide roller. supporting
pin 6 provided in, for instance, the lower half casing 2.

Figures 6 and 7 shows another embodiment of the tape
cassette according to the present invention, in which

tape guide rollers 16 are assembled to form a cassette

type.

This Sheet Has B
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.1; this embodiment, the tape guide poles 5 which has o
Béen located near and both sides of the head house 14 are
removable, and the tape guidé rollers 16 are respectively
put around the roller supporting pins 6 to thereby form a
traveling path for the tape 3.

In the embodiment shown in Pigures 6 and 7, the tape
guide poles having a U-shape in cross section whose '
circular arc surface provides a tape contacting surface
are formed integrally Qith the upper and lower half
casings in the same manner as the first émbodiment shown
in Figures 1 through 5. Accordingly, precise location of
the tape guide poles is obtainable to thereby improve
reliability on the tape traveling and easy assembling for
the tape cassette. Further, the tape cassette of the
embodiment shown in Figures 6 and 7 can be used commonly
for a fixed guide pole type and a guide roller type. The
other advantages of the embodiment are the same as those
of the first embodiment.

Figures 8 and 9 éhow in details a relation of linear
ribs to éircular.peripheral wall portions for f£itting the
hubs in the lower half casing 2.

The same reference numerals as in Figures 1 through 7
designate the same or corresponding parts.

The linear ribs comprise the center rib 9 which has a
thickness thinner than the wall thickness of the lower
half casing (or the upper half casing), a height
sufficient to mount thereon the hubs 3 and arranged in a

—_—
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l;neaf line to connect the center of the axial holes 10

for receiving the hubs and contiguous to the circular

peripheral walls 8 for fitting the hubs, and the side
ribs 9,, 9; arranged at both sides of the center rib 9
with.a certain distance. The center rib 9 and the side
ribs 9,, 9, are formed integrally with the inner surface
of the ldéwer half casing 2. It is desirable to form

reinforcing ribs 9, at both sides and near the head house

114_of the lower half casing 2.

Since the thickness of the linear rib and reinforcing
ribs are made thinner than the wall thickness of the
lower half casing 2 (or the upper half casing), a smooth
flow of resin at the time of molding the casing is
obtained and the casing ha?ing a less residual strain and
accurate dimensions and good thermal resistance is
obtainable.

Shoulder portions 19 are provided at both end
portions of at least one of the linear ribs 9, 9; to
support a tape movement conﬁroiling sheet iB iﬁ the
casing, whereby excellent assembling property is
obtainable.

In the embodiment shown in Figures B8 and 9 wherein
circular peripheral wall portions for fitting the hubs
are formed around axial holes for receiving the shaft
portion of the hubs, and linear ribs are formed in
parallel with each other in the casing in An area

including the circular peripheral wall portions and in

i
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wound can be correctly positioned in the cassette cas
and g contacting surface area of the casing to the hubs

is made small to thereby reduce a resistance of friction

-and to reduce a torque of hub, whereby reliability on

traveling of the tape, stabilization of torque and easy
assembling of the cassette casing can be remarkably
improved. Further, a tape cassette which eliminates
occurrence of recesses and increases the strength even
though the wall thickness of the cassette casing is thin
can be provided. Further, such tape cassette having
good appearance, light weight, a low manufacturing cost
and sﬁitable for a large scale production can be
provided.

Figure 10 is a plane view showing a modification of
the head house 14 shown in Figure 1.

The head house 14 of each of the upper and lower half
casings 1, 2, is constituted solely by tape guide pins
20, a éenter boss 21, shield plate surrounding walls 27
and pad supporting plates 20 which form a head insertion
recess in which a shield plate and a pad are received,
and partition walls 25, 26 for surrounding in part
cassette position determining openings 23 and capstan
insertion holes 24 respéctively.

The circular peripheral walls 8 for fitting the hubs
are formed around the axial holés 10 for receiving the

hubs. A plurality of thin linear ribs 9, 9, are formed

T
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in a.barallel relation in an area including the circular
peripheral walls 8, 8 and near them.

The head house 14 has a shouldered recess portion
formed in the casing. A magnetism shielding wall 9, is
formed along the inner edge of the shouldered recess
portion to thereby define that portion from an area where
the circular peripheral walls 8 for fitting the hubs are
formed.

The thin linear ribs comprise a center rib 9 which
has a thickness thinner than the wall thickness of the
upper and lower half casings and a height suitable for
mounting thereon the hubs 3 and which is arfanged on the
linear line connecting each center of the axial holes 10,
10 for receiving the hubs so as to be connected to the
circular peripheral walls 8, and side ribs 9;, 9, formed
at both sides of the center rib 9 with a certain
distance. The center rib 9 and the side ribs 9 are
formed integrally with the inner surface of the uppe; and
lower half casinéé; - |

Reinforcing ribs may be formed at positions near the
head house 14 and the opposite side in consideration of a
balance in wall thickness. 1In the embodiment shown in
Figure 10 which has the construction as described above,
a smooth flow of molten resin can be obtained in molding
operations to thereby avoid occurrence of recesses-or
stréins as well as providing good releasability.

Further, the preparation of accurate metal modls for

This Sheet Has Been Re: 'i
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molding the upper and lower half casings are easy be:

‘pins are independently provided and the partition wa.

are separately prepared.. In the tape cassette of the
embodiment, occurrence of recesses can be prevented even
though the wall thickness of the cassette casing is thin
and it has excellent appearance. Further, it can be
manufactured at a low cost and is suitable for a large
scale production.

Figures 11 through 13 show another embodiment of the
present ‘invention.

The upper and lower hglf casings 1, 2 constitute a
cassette casing in which a pair of the hubs 3 around

which a tape 4 is wound are rotatably supported by the

‘circular peripheral walls 8 for fitting the hubs. Tape

guide poles S'having a subsfantially U-shpe in cross
section are located in a tape traveling path between the
hubs 3, 3. The tape guide poles are formed integrally

with either the upper half casing 1 ro the lower half

casing, 2 so that the circular arc surface functions as a

tape contacting surface. Connecting cylindrical bodies
lla are formed at four cornérs of the upper and lower
half casings 1, 2. The connecting cylindrical bodies 1lla
respectively have an abutting surface 38 at their top. A
rib for melt-bonding 39 is formed at the abutting surface
of each of the connecting cylindrical bodies 1lla of
either of the upper and lower half casings 1, 2 and a

position-determining boss 36 is formed at the abutting

This Sheet Has Been Reﬂlaced
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su;faéé 38 of eéch of the connecting cylindrical bodies
of the other.

The connecting cylindrical bodies 1lla are
respectively cylindrical bodies each having a cylindrical
hole 37 at their axial center. The position~determining
boss 36 is projected from the abutting-surface 38 as a
melt-bonding surface so that the boss is fitted to the
hole 37 of the opposing connecting_cylindrical body 1lla.
The hole 37 forﬁed in the_connectihg cylindrical body lla
may not be a circular shape but it may be a polygonal
shape such as a regular triangle shape, a square shape, a
regular.hexagonal shape or a regular octagonal shape as
far as it can easily receive the position-determining
boss 36 projecting from the opposing connecting
cylindrical body. The position-determining boss 36 may
be a shape of cross or star ﬁaving radially extended
blade portions wherein the top edge of the boss is
slender. The root portipq qf_the position—~determining
boss is press—fitted to the inner circumfefential wall of
the connecting cylindrical body 1lla, or the boss may be
formed integrally with the connecting cylindrical body
lla. Tape guides 5 are located near tape guide roller
supporting pins 6 formed in the lower half casing 2. The
tape guides 5 are preferably formed to be removable by
breaking. It is more preferable that the tape guide
poles 5 are in cornér portions 7, 7 so that they are

located with a distance between which a'plurality of the

This Sheet Has Been Re[ilaced
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tapéiguide roller supporting pins 6 are arranged.

| The wall thickness of the upper and lower half
casings should be thin. For instance, the wall thickness
of tﬁe flat surface of the casings is 1.0 mm or less and
the difference in wall thickness of the flat surface wall
of the casings from the outer peripheral wall of the
casings is within 0.2 mm. 1In order to maintain the
strength of.thé casings, circular peripheral walls 8, 8
for fitting the hubs 3 are formed and a plurality of
reinforcing ribs are provided near the circular
peripheral walls 8, 8. Further, partition walls may be
formed at each of the corner portions 7. The thickness
of the reinforcing ribs 9 are thinner than the wall
thickness of the casinés so that a smooth flow of resin .
at the molding can be obtained; As a result, a tépe
cassette having a less residual strain, accurate
dimensions and thermal resistance is obtainable.

The tape cassette shown in Figure 11 can be applied
nbt 6hly to a tapé cassette but also a disk cartridge.

A center boss 40 may be formed if necessary, and the
position-determining boss 36 and the melt-bonding rib 39
may be provided for other bosses tg further increase the
connection and the strength of the casings.

In the embodiment shown in Figures 11 through 13, the
connection of the upper and lower half casings which
forms a cassette casing can be obtained wiéh high

precision without resulting an error of position in melt-—
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bondiﬂg. Accordingly, reliability and easy assembling of
the tape cassette can be remarkably improved. Further, a
tape gassette having good appearance, high precision and
an increased strength while the thickness of the cassette

casing is thin can be provided.

Figure 14 through 19 show another embodiment of the

-tape cassette having an improved connecting bosses for

connecting the upper and lower half casings.

In Figure 14, the upper and lower half casings 1, 2
respectively have bosses 56, 57 to be used for assembling
the upper and lower half casings by using ﬁltrasonic
waves. A melt-bonding rib 59 is formed in the contacting
surface 66 of each of the melt-bonding bosses 56. On the
other hand, a cut portion 60 is formed at the outer side
of the contacting surface 67 of each of the melt-bonding
bosses 57 which oppose the melt-bonding bosses 56. The
cut portion 60 is to receive a part of molten portion of
the melt-bonding ;ib 59.

As shown clearly in Figuréshlslthrough 17, the melt-
bonding boss 56 is provided with a conical or an annular
melt-bonding rib 59 at the central portion of the
contacting surface 66. The cut portion 60 to be fofmed
in the opposing melt-bonding boss 57 should be formed at
a position which does not directly contact with the melt—
bonding rib 59. However, the cut portion 60 may be
formed at the both melt-bonding bosses 56, 57. The melt-

bonding rib 59 may be formed at a suitable position in

-
This Sheet Has Bee, e’il

[T

I



.10

15

20

25

the contacting surface as far as a molten material.is

prevented from flowing outside the contacting surface 66,

67.and there is free from an error in position of the
upper angd lower half.casings.

The cut portion 60 may be piovided in a form of
radially extending grooves in the contacting surface
other than a shape formed by cutting away a part of the
outer circemference of the melt-bonding boss as shown in
Figures 14 through 17. Or, the cut portion 60 may be
parallel linear grooves or a latice-like form within
which the center rib 59 is formed at the centrao portion.

The melt-bonding boss may not be in a cylindrical
form but also may be a polygonal boss such as a regular
triangle boss, a square boss, a regular hexagonal boss,
or a regular octagonal boss. The melt~bonding boss is
formed integrally with the upper and lower half casings.

The embodiment shown in Figure 14 is used for a tape

cassette. However, it can be used as a disk cartridge.

A center boss may be formed if required. The melt-

bonding rib and.the cut portion may be formed in another
boss to further increase the strength of connection and
resistance to distortion.

Figures 1B and 19 shows a digital compact cassette
(DCC) type tape cassette. In Figures 18 and 19, a
shutter 80 having a channel form in cross section which
has windows 78, 79 for opening and closing a driving

shaft insertion opening 10, a case position determining

This Sheet Has Been Re'[ilaced

ALY



10

15

20

- 21 -

- ——

opening 75, a capstan insertion opening 76 ang g front

-opening 77, is slidably-placed in a slide area 81, In

the upper and lower half casings, melt-bonding bossesg 86,
86 are provided in an opposing state so that the upper
and lower half casings 1, 2 are assembled by ultrasonic
melt-bonding. A melt-bonding rib 89 is formed in melt-
bonding bosses fprmeé either the upper half casing or-the
lower half casing, and a cut portion to receive molten
maﬁerial of the melt-bonding rib is formed in the melt-
bonding bosses of the other casing. In Figures 14

through 19, a cut portion to receive a molten part of the

~ melt-bonding rib is formed at an outer portion of the

melt-bonding bosses of either of the casings, whereby the
flooding of the molten material is prevented. Further,
an erfor in position of the assembled casings can be
eliminated. Since the molten material can be receivea in
the cut portion, a cassette casing having good appearance
is obtainable. Further, a large strength of connection
betweenwthe Opposing mélt—bbnding'boéées is obtained,
whereby the upper and lower half casings forming a

cassette casing can be strongly and precisely connected.
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CLAIMS:

1. A tape cassette comprising a cassette casing composed
of é;_upper half césing and a lower half casing, a pair of
hubs around which a tape is wound and which are rotatably
held in the cassette casing, and tape guide members formed
in the cassette casing at positions through which the tape
wound around the hubs is travelled, the tape cassette being
characterised in that the tape guide members are tape guide
poles having substantially U-shaped in cross sections and
which are formed integrally with either of the upper and
lower casings wherein the circular arc surface of the U-
shaped tape guide poles is a tape contacting surface.

2. The tape cassette according to claim 1, wherein the
tape guide poles are arranged in the vicinity of tape guide
roller supporting pins formed in the casing so as to be

removable.

3. The tape cassette according to claim 1 or claim 2,
wherein the tape guide poles are formed with certain
distance at each corner of both side portions of the casing.

4. The tape cassette according to claim 1 substantially
as described herein with reference to the accompanying

drawings.
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