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sive temperature and pressure conditions, which result in a differential
temperature profile over the This invention relates to a method for
manufac-  length of the cavity and consequently stress and turing a plastic
container as defined in the pre-  strain, warping and embrittlement of the
molded amble of claim 1.                              5   container.
Additionally., it is difficult to hold the core Pressure containers have in
the past been       defining the inside wall of the body portion of the
largely constructed of a metal body and metal end  container properly
centered with the result that the closures. In the instance of the pressure
container  container wall is of varying thickness. Since perme- being an
aerosol container, one end closure is     ation from within or external to
the container is a contoured to receive and have crimped thereto a   10
function, among others, of the wall thickness, to metal component referred
to in the art as a mount-  compensate for a shift from true center of the
ing cup, which cup has affixed thereto a manually-  cavity core, the
injection mold cavity must be de- actuable valve.
signed to provide a minimum  wall thickness The metal body of the container
is seamed      throughout. To assure the necessary minimum along its length
in the case of steel containers. This  15  thickness necessarily results in
a design of a wall results, though avoidance is attempted, in an inner
thickness excessive to that necessary to properly shape that is not truly
cylindrical, the seam provid-  contain the product. ing a discontinuity in
the "true round" shape. In the  Blow molding, necessarily, results in the
wall of case of aerosol aluminum containers, though seam-  the pressure
container being of uneven thickness less, the thin wall of the container is
readily dented   20  since the pressure and temperature variations on and a
deviation from the "true round" results.     the surface of the parison or
pre-form is not uni- For many applications of an aerosol package    form.
Moreover, molecular weight variation in the system, for example, where a
piston traversing the  parison and pre-form foreclose formation of a con-
inner wall of the container body is a component of  tainer having a
substantially uniform wall thickness. the package, a deviation from "true
round" is un-  25   Thus, as in an injection molding process, excessive
desirable. Where there is deviation from the "true  amounts of plastic must
be used in order to assure round" a breakage in the seal between the inner
the minimum wall thickness necessary throughout wall of the container and
the piston will occur with  the container to properly contain the product
to be a concomitant loss or decrease in the efficiency of  dispensed.
Obviously, a variation in the wall thick- the discharge of the contents of
the pressurized   30  ness precludes formation of a body portion having
container.                                         an inner surface that is
"true round" and con- Additional shortcomings of metal containers,
sequently the container lacks usefulness as a con- often manufactured away
from the site where the    tainer where the "true round" is essential to
the product is introduced into the container, is the   dispensing of the
product. shipment of the container to the filling site. More-  35  Further,
in blow molding a container the end over, corrosion may be a problem
necessitating a   closures necessarily must be formed of the same coating
of the metal in order to make the inner    plastic material. Further, in
blow molding design, surface of the container compatible with the prod-
flexibility is limited. Moreover, in an aerosol-type uct to be dispensed,
and consequently and addi-    container, where the top opening is smaller
in tional manufacturing operation.                40  diameter than the
body portion of the container it is The deficiencies of metal containers
have re-   impossible to position a piston having a diameter suited in an
effort by marketers to replace the    substantially the same as the inside
diameter of the metal container with a plastic container.
container with the container. Plastic pressure container have to date been
In the container defined in the preamble of manufactured by injection
molding or blow molding   45  claim 1 and known from US-A-4 201 306 the
join- processes.  Both  processes   have  serious        der between the
body portion and the end closure drawbacks.
members is achieved by disposing a thermoplastic When injection molding a
container, it is neces-  welding material including heat conductive iron
par- sary that the body portion of the container have a  ticles into the
recesses before inserting the ends of draft or slope in order to eject the
container from   50  the body portion into the recesses and then, after the
mold. Further, and particularly with containers  having inserted the ends,
fusing the ends and having a body portion with a length of conventional
closure members together by induction heating and containers, such as
beverage or aerosol containers,  applying pressure. it is extremely
difficult to fill the cavity defining the  The problem to be solved by the
invention is to body portion of the container with the consequence   55
simplify manufacturing of such a container. that channeling or incomplete
fill of the injection    According to the invention this problem  is mold
cavity results. As a consequence, in order to  solved as stated in the
characterizing part of claim properly fill the cavity it is essential to
use exces-  1. 2  
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embodiments and improvements of      ceive the end portion 30 of the body
portion 14. In this solution are stated in the subclaims.        the base
of the recess 28 is an annular undercut The invention will be more clearly
understood  32. by referring to the drawings herein and the discus-  When
the end 30 is positioned in the recess sion relating thereto.
6   28, the components are spin welded by conven- Figure 1 is a perspective
view of the plastic  tional techniques, the end portion 30 of the body
container of this invention with a section through  14 melting and flowing
into the undercut 32 to the body portion.
thereby effect a fluid tight seal between the body Figure 2 is an exploded
cross-section of the   portion 14 and the end closure 12. body portion and
the valve receiving and bottom   10  A fluid tight seal between the walls
defining the end closures of the plastic container of this inven-  recess
28 and the outer 40 and inner 42 surfaces tion.
of the body portion 14 may also be accomplished Figure 3 is a vertical
cross-section of the plas-  through sonic welding of the contiguous
surfaces of tic container of this invention.                  the recess 28
and the surfaces 40 and 42 of the Figure 4 is a vertical cross-section of
the valve  15  body portion 14. receiving end closure of this invention.
The end closure 16 has an annular upstanding Figure 5 is a vertical
cross-section of a further  wall 36, traversing which is a domed portion
38. As embodiment of the invention.                      in end closure 12,
closure 16 has an annular up- Figure 6 is a vertical cross-section of a
specific  standing wall 44 and a shoulder 46 having an embodiment of an end
closure of this invention.  20  extending portion 48, the outer surface 50
of the Figure 7 is a vertical cross-section of a further  annular walls 36
and 44 and the inner surface 52 of embodiment of an end closure of this
invention.   the extending portion 48 forming a recess 54 to In Figure 1,
the container generally designated  receive the end portion 56 of the body
portion 14. as 10, has a valve receiving end closure 12, a    In the base
of the recess 54 is an annular undercut cylindrical body portion 14, and an
end closure 16.   25  58. As shown in Figure 2, the body portion 14 is
The end closure 16 and the body portion 14 seamless and in the form shown,
cylindrical. The  may be joined to form a fluid tight seal in the body
portion should be able to withstand pressures  manner discussed aforesaid
in reference to the end within the container normally attendant to pressur-
closure 12. ized containers, such as, for example aerosol dis-  30  An
annular bead 70, shown in Figure 6, may be pensers.
formed in the undercuts 32 and 58 of the end The body portion 14 is
extrusion formed. It has  closures 12 and 16 by melting the end portions of
been found that a group of polyethylene tereph-   the body portion 14 and
effecting a flow of the thalate resins, referred to as barrier resins and
plastic body portion into the respective undercuts. marketed under
trademarks, such as Selar[err] PT   35  The bead 70 effects a mechanical
joinder between resins (marketed by E.I. du Pont de Nemours) are  the end
closures and the body portion of the con- suitable materials for the body
portion. Specific  tainer. Selar[err] PT resins found suitable are Selar
[err] PT       The undercuts 32 and 58 in the respective end and Selar[err]
PT 5270. Another barrier resin, useful  closures 12 and 16 may be formed,
alternatively, in in forming translucent body portions is Selar[err] PA
40  the outside surface of the annular walls 18 and 50 3426, this resin
being an amorphous nylon. It has  of the end closures 12 and 16,
respectively. More- been found that with the aforementioned Selar[err]
over, the recesses 28 and 54 of the end closures resins, a container having
a wall thickness of 0.254  12 and 16 may have disposed therein a heat con-
mm to 1.524 mm (.010" to .060") is satisfactory to  ductive material, such
as metal, which will act as a function as the container body under normal
45  heat sink to transfer heat to the contiguous plastic aerosol dispenser
pressures of 0.689 bar to 10.34  components and effect a more rapid
softening or bar (10 to 150 PSI).                              melting of
said contiguous plastic components and Conventional extrusion equipment,
not shown,   consequent formation of the bead 70. may be used to form the
body portion 14. Conven-     Additionally, a magnetic material may be dis-
tional injection molding equipment, not shown, may   60  posed within the
recess 54 (shown in Figure 7 as be used to form the end closures 12 and 16.
72), which material may function to magnetically The valve receiving end
closure 12 has an      affix the aerosol container beneath the surface of a
annular wall 18 having a bead portion 20 defining  normally floatating
medium; for example, beneath an opening 34 for receiving a conventional
aerosol  the water surface in a water bath testing apparatus. valve (not
shown) and a shoulder portion 22 having   55  Moreover, an adhesive
material having a melt- an extending portion 23, the outer surface 24 of
the  ing point below that of the body portion and end annular wall 18 and
the inner surface 26 of the   closures may be disposed in the respective
reces- extending portion 23 forming a recess 28 to re-   ses of the end
closures or on the terminal portions 
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closures, which adhesive will melt and    Additionally the standard concave
shaping of flow into the undercuts to form an annular bead,  the bottom of
the conventional aerosol container is thus effecting a mechanical bonding
between the   attainable to allow for an undue bulging. When closure and
the body portion. Additionally, the ad-  blow-molding a plastic pressure
container, the con- hesive material may contain a magnetic material to   5
tainer design must have a spherical shape at the serve the function set
forth above for said material.  base of the container in order to withstand
the Shown in Figure 5 is a plastic container assem-  pressure. blage,
wherein, in addition to the structure shown in Figure 3 there is a port 60
and a piston 62 (shown  Claims in dotted line as it moves toward the valved
end of  10 the container during evacuation of the container  1. A method
for manufacturing a container (10) contents).
suitable for dispensing pressurized products The end closures may be
injection molded. It      and comprising an extruded seamless plastic has
been found that polyacetal polymers form sat-     body portion (14) capable
of withstanding pres- isfactory injection molded end closures.     15
sures associated with the product to be dis- The end closure may be
constructed to accom-      pensed, the body portion having protuberances
modate varying body portion diameters. As shown       (70) at each end, and
plastic end closure in Figure 4, the bead portion 20 of the valve end
members (12, 16) each having an annular re- closure 12 to which the valve
is crimped may be       cess (28; 54) with an undercut (32; 58) for
constructed to maintain a standard valve opening   20  receiving the
respective end (30; 56) and pro- by an annular wall 82 projecting inwardly
and up-    tuberance (70) of the body portion (14) and wardly from the wall
18 and terminating in the bead   thereby forming a fluid tight seal between
the 20.                                                   body portion (14)
and the end closure mem- While the invention has been illustrated show-
bers (12, 16), characterized in that the prot- ing a body portion 14 of
cylindrical design, it  25   uberances (70) on the ends (30, 56) of the
should be understood that the shape of the body       tubular body portion
(14) are formed in situ in portion is not so limited; the body portion 14
being  said recesses (28, 54) by heating said ends to limited to exclude
only shapes incapable of being    flow the plastics of the tubular body
portion extrusion formed. Thus, for example, the body por-   (14) into said
undercuts (32, 58). tion may be rectangular, triangular, oval, hexagonal,
30 etc. Moreover, the body portion 14 may be formed  2. The method
according to claim 1, wherein the by coextruding different plastic
materials to tailor  body portion is cylindrical, rectangular, triangu-
permeability and other physical properties of the     lar or hexagonal in
cross-section. body portion 14. As with a cylindrically shaped body
portion, the   35 3. The method according to claim 1 or 2, wherein inner
surface of the extruded body portion is di-    the undercuts (32, 58) are
located at the base mensionally uniform throughout the length of the
of the annular recesses (28, 54) in the end body portion. Consequently, the
body portion may      closure members (12, 16). more efficaciously function
as a container body having a piston traversing its length.         40  4.
The method according to any one of claims 1 With the subject invention
plastic pressure con-  to 3, wherein the undercuts are located in the
tainers may be manufactured which obviate the         outer wall (26, 52)
defining the recesses (28, deficiencies enumerated above that are
associated     54) around the end closure members. with injection and blow
molding processes. Uniform wall thickness and a substantially uniform inner
45  5. The method according to any one of claims 1 diameter through the
entire length of the body        to 4, wherein the end closure members (12,
portion of the container is readily attainable. More-  16) are secured, or
additionally secured, on the over by extrusion forming the body portion and
ends (30, 56) of the tubular body portion (14) injection molding, for
example, of the end closures,  by an adhesive located in said recesses (28,
a plastic container having end closures of a ma-  50  54). terial
dissimilar to the body portion of the container may be readily fabricated.
By being able to form  6. The method according to any one of claims 1 the
end closures of a material different than the     to 5, wherein the end
closure members (12, body portion, enables the container manufacturer
16) are secured, or additionally secured, on the to utilize plastic
materials in the end closure having   55  ends (30, 56) of the tubular body
portion (14) the necessary strength characteristics to affix an    by heat
welding. 
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6 of the end closures, which adhesive will melt and     Additionally the
standard concave shaping of flow into the undercuts to form an annular
bead,  the bottom of the conventional aerosol container is thus effecting a
mechanical bonding between the   attainable to allow for an undue bulging.
When closure and the body portion. Additionally, the ad-  blow-molding a
plastic pressure container, the con- hesive material may contain a magnetic
material to   5   tainer design must have a spherical shape at the serve
the function set forth above for said material.  base of the container in
order  to withstand the Shown in Figure 5 is a plastic container assem-
pressure. blage, wherein, in addition to the structure shown in Figure 3
there is a port 60 and a piston 62 (shown  Claims in dotted line as it
moves toward the valved end of  10 the container during evacuation of the
container  1. A method for manufacturing a container (10) contents).
suitable for dispensing pressurized products The end closures may be
injection molded. It       and comprising an extruded seamless plastic has
been found that polyacetal polymers form sat-     body portion (14) capable
of withstanding pres- isfactory injection molded end closures.     15
sures associated with the product to be dis- The end closure may be
constructed to accom-       pensed, the body portion having protuberances
modate varying body portion diameters. As shown       (70) at each end, and
plastic end closure in Figure 4, the bead portion 20 of the valve end
members (12, 16) each having an annular re- closure 12 to which the valve
is crimped may be       cess (28; 54) with an undercut (32; 58) for
constructed to maintain a standard valve opening   20  receiving the
respective end (30; 56) and pro- by an annular wall 82 projecting inwardly
and up-    tuberance (70) of the body portion (14) and wardly from the wall
18 and terminating in the bead   thereby forming a fluid tight seal between
the 20.                                                   body portion (14)
and the end closure mem- While the invention has been illustrated show-
bers (12, 16), characterized in that the prot- ing a body portion 14 of
cylindrical design, it  25   uberances (70) on the ends (30, 56) of the
should be understood that the shape of the body       tubular body portion
(14) are formed in situ in portion is not so limited; the body portion 14
being  said recesses (28, 54) by heating said ends to limited to exclude
only shapes incapable of being     flow the plastics of the tubular body
portion extrusion formed. Thus, for example, the body por-    (14) into
said undercuts (32, 58). tion may be rectangular, triangular, oval,
hexagonal,  30 etc. Moreover, the body portion 14 may be formed  2. The
method according to claim 1, wherein the by coextruding different plastic
materials to tailor  body portion is cylindrical, rectangular, triangu-
permeability and other physical properties of the     lar or hexagonal in
cross-section. body portion 14. As with a cylindrically shaped body
portion, the   35  3. The method according to claim 1 or 2, wherein inner
surface of the extruded body portion is di-    the undercuts (32, 58) are
located at the base mensionally uniform throughout the length of the
of the annular recesses (28, 54) in the end body portion. Consequently, the
body portion may      closure members (12, 16). more efficaciously function
as a container body having a piston traversing its length.       40  4. The
method according to any one of claims 1 With the subject invention plastic
pressure con-  to 3, wherein the undercuts are located in the tainers may
be manufactured which obviate the         outer wall (26, 52) defining the
recesses (28, deficiencies enumerated above that are associated     54)
around the end closure members. with injection and blow molding processes.
Uniform wall thickness and a substantially uniform inner  45  5. The method
according to any one of claims 1 diameter through the entire length of the
body        to 4, wherein the end closure members (12, portion of the
container is readily attainable. More-  16) are secured, or additionally
secured, on the over by extrusion forming the body portion and        ends
(30, 56) of the tubular body portion (14) injection molding, for example,
of the end closures,  by an adhesive located in said recesses (28, a
plastic container having end closures of a ma-  50  54). terial dissimilar
to the body portion of the container may be readily fabricated. By being
able to form  6. The method according to any one of claims 1 the end
closures of a material different than the     to 5, wherein the end closure
members (12, body portion, enables the container manufacturer      16) are
secured, or additionally secured, on the to utilize plastic materials in
the end closure having   55  ends (30, 56) of the tubular body portion (14)



the necessary strength characteristics to affix an    by heat welding.
aerosol valve to the end closure. 4    7                 EP0372011B1
8 7. The method according to any one of claims 1        Behliters (10) mit
einem extrudierten nahtlo- to 6, wherein a sink of heat conductive material
sen Kunststoff-Korperteil (14), der dem Druck is located in the recesses
(28, 54) of the end     des auszugebenden Erzeugnisses standzuhal- closure
members (12,16).                          ten vermag, wobel der Korperteil
Vorsprange 5       (70) an jedem Ende aufweist, und mit Endver- 8. The
method according to any one of claims 1         schluBteilen (12, 16) aus
Kunststoff, die jeweils to 7, wherein an annulus of magnetic material
eine ringformige Vertiefung (28; 54) mit einer (72) is located in the
annular recess (54) in at   Hinterschneldung (32; 58) zur Aufnahme des
least one of the two end closure members.         jeweiligen Endes (30; 56)
und Vorsprungs (70) 70      des Korperteils (14) aufweisen und dadurch 9.
The method according to claim 8 as depen-          eine fluiddichte
Dichtung zwischen dam Kor- dent on claim 7, wherein said heat conductive
perteil (14) und den EndverschluBlteilen (12, material and said magnetic
material (72) are       16) bilden, dadurch gekennzeichnet, daB die
provided by one and the same insert in said        VorsprOnge (70) an den
Enden (30, 56) des recess (54).                              15
rohrformigen Korperteils (14) in der Einbaulage in den Vertiefungen (28,
54) durch Erw~rmung 10. The method according to claim 8, as depen-
dieser Enden, so daB der Kunststoff des rohr- dent on claim 5, wherein said
magnetic ma-        formigen Korperteils (14) in die Hinterschnei- terial
(72) is incorporated in said adhesive.      dungen (32, 58) flieBen kann,
gebildet werden. 20 11. The method according to any one of claims 1    2.
Verfahren nach Anspruch 1, bei dam der Quer- to 10, wherein the tubular
body portion (14)       schnift des Korperteils zylindrisch, rechteckig,
and end closure members (12, 16) are of dif-       dreleckig oder hexagonal
ist. ferent plastics materials. 25  3  Verfahren nach Anspruch 1 oder 2,
bei dam 12. The method according to any one of claims 1       die
Hinterschneidungen (32, 58) am Boden der to 11, wherein the tubular body
portion (14) is   ringformigen Vertiefungen (28, 54) in den End- of
amorphous nylon or polyethylene tereph-         verschluBteilen (12, 16)
angeordnet sind. thalate. 30  4. VerFahren nach einem der AnsprUche 1 bis
3, 13. The method according to any one of claims 1        be! dam die
Hinterschneidungen in der auBe- to 12, wherein the container is intended
for use   ren Wand (56, 52) geformt werden, die die as a plastics aerosol
container and one end        Vertiefungen (28, 54) urn die
EndverschluBteile closure member (12) has a beaded (20) open-        herum
begrenzt. ing therein to receive a valve mounting cup.  36 5. Verfahren
nach einem der Ansprlche 1 bis 4, 14. The method according to claim 13,
wherein the     bei dam die EndverschluBteile (12, 18) an den other end
closure member (16) provides an          Enden (30, 56) des rohrformigen
Korperteils inwardly domed end cap (38) at the base of        (14) durch
einen in den Vertiefungen (28, 54) the aerosol container.
40       angeordneten Klebstoff befestigt oder zusatz- lich befestigt
werden. 15. The method according to claim 14, wherein the inwardly domed
end closure member has an       6. Verfahren nach einem der AnsprUche 1 bis
5, air vent or aperture (60) therein, and wherein a   bel dem die
EndverschluBteile (12, 16) an den piston (62) is slidably mounted in the
tubular  45  Enden (30, 56) des rohrf6rmigen Korperteils body portion (14)
of the container, a fluid tight  (14) durch ErwarmungsschweiBen befestigt
seal being provided between the piston and         oder zusltzlich
befestigt warden. the body portion of the container. 7. Verfahren nach
einem der AnsprUche 1 bis 6, 16. An aerosol package comprising a container
50     bei dam elne Warmesenke aus warmeleiten- manufactured according to
any one of claims        dam Material in den Vertiefungen (28, 54) der 13
to 15 and fitted at said one end with a valve   EndverschluBteile (12, 16)
angeordnet wird. mounting cup and valve assembly. a Verfahren nach einem
der AnsprUche 1 bis 7, 



Patentansprlche                               55      bei dem aen Ring aus
magnetischem Material (72) in der ringformigen Vertiefung (54) in we- 1.
Verfahren zum Herstellen eines zur Ausgabe         nigstens einem  der
beider EndverschluBteile unter Druck stehender Erzeugnisse geeigneten
angeordnet wird. 5             1 111  1110 11 1111    9                 EP
0 372 011 B1                   10 9. Verfahren nach Anspruch 8, rUckbezogen
auf         che annulaire (28, 54) ot un dvidement (32, 58) Anspruch 7, bei
don des warmeleitende Mate-       permettant de recevoir les extremites
respecti- rial und des magnetische Material (72) durch      ves (30, 56)
ainsi quo la protuberance (70) de ein und denselben Einsatz in der
Vertiefung       la partle de corps (14) et torment ainsi un (54)
ausgobildet worden.                  5       scellement d'etancheite fluide
entre la partie de corps (14) et les elements de formeture 10. Verfahren
nach Anspruch 8, rUckbezogen auf        d'extremite (12, 16), caractdrise
en co quo les Anspruch 5, bei dem des magnetische Material
protuberances (70) des extrdmites (30, 56) de (72) in dem Klebstoff
eingebettet wird.           Ia partle de corps tubulaire (14) sont formees
10     in situ dans lesdites encoches (28, 54) par 11. Verfahren nach einem
der AnsprUche 1 bis 10,     chauffage desdites extremites, afin de faire
bei dem der rohrformige Korperteil (14) und       couler le plastique de la
partie de corps tubu- die Endverschlufteile (12, 16) aus verschiede-
laire (14) dans lesdits evidements (32, 58). nen Kunststoffen hergestellt
worden. i5  2. Procede solon la revendication 1, dans loquel 12. Verfahren
nach einem der AnsprUche 1 bis 11,     la partie de corps est cylindrique,
rectangulai- bei dem der rohrformige K6rperteil (14) aus       re,
triangulaire ou hexagonale en coupe trans- oeinem amorphen Nylon oder
Polyethylen-Te-        versale. rephthalat hergestellt wird. 20  3. Procede
solon la revendication 1 ou 2, dans K    I1. Verfahren nach einem der
AnsprUche 1 bis 12,    loquel les evidements (32, 58) sont situes a la bei
dem  der Behilter zur Verwendung als          base des encoches annulaires
(28, 54) dans Kunststoff-AerosolbehAlter dienen soil und der    les
elements de fermeture d'extremit6 (12, 16). sine EndverschluBteil (12) eine
mit olnem Wulst (20) versehene Offnung zur Aufnahme  2n  4. Procedd selon
l'une des revendications 1 & 3, oiner Ventilmontagokappe aufweist.
dans loquel les evidements sont situ6es dans la paroi exteme (26, 52)
definissant les encoches 14. Verfahren nach Anspruch 13, bei dem der an-
(28, 54) autour des 6ldments de fermeture dere EndverschluBteil (16) eine
nach innen go-    d'extrdmit6. richtote gew6lbte Endkappe (38) am Boden
30 des Aerosol-Behillters bildet.                5. Procedd solon l'une des
revendications 1 a 4, dans lequel les elements de fermeture d'extre- 15.
Verfahren nach Anspruch 14, bei dem der           mite (12, 16) sont fixes,
ou fixes additionnelle- nach innen gerichtete gewdlbte EndverschluB-
ment, aux extremites (30, 56) de la partie de teil eine LUftung oder
BelUftungsoffnung (60)  9s  corps tubulaire (14) par un adhesif place dans
aufweist und ein Kolben (62) in dem rohrformi-    lesdites encoches (28,
54). gen Korportoil (14) des Behillters verschiebbar gelagert und eine
fluiddichte Dichtung zwi-    6. Procddd selon l'une des revendications 1 A
5, schen dem Kolben und dem K6rperteil des           dans lequel les
elements de fermeture d'extre- Behilters vorgesehen ist.                 40
mite (12, 16) sont fWxes, ou fixds additionnelle- ment, aux extr6mit~s (30,
56) de la partie de 16. Aerosol-Packung mit einem Behalter, der ge-
corps tubulaire (14) par thermo-soudage. maB einem der AnsprUche 13 bis 15
herge- stellt und an dem einen Ende mit einer Ventil-  7. Procedd solon
l'une des revendications 1 a 6. montagekappe und einer Ventilanordnung ver-
45   dans lequel un diffuseur en materiau conduc- sehen ist.
tour de chaleur est place dans les encoches (28, 54) des elements de
fermeture d'extremite Revendlcatlons
(12, 16). 1. Procedd destind a fabriquer un conteneur (10)  50  &  Procdd6
sclon l'une des revendications 1 & 7, permettant de distribuer des produits
pressuri-   dans loquel une couronne en materiau magne- ses ot compronant
une partie de corps en          tique (72) est placee dans l'encoche
annulaire plastique sans soudure et extrude (14) capable    (54) dans au
moins un des deux elements de 



de rdsister A des pressions associees au pro-     fermeture d'extr6mite.
duit a distribuer, la partie de corps comprenant  55 des protub6rances (70)
a chaque extrdmit4, et  9. Procddd sclon la revendication 8 en combinai-
des el6ments de formeture d'extr6mit4 on          son avec la revendication
7, dans loquel ledit plastique (12, 16) chacun possedant une enco-
matdriau conducteur de chalour et ledit mate- 6               111111 Hill
Hill li 1*1    11     *          EP0372011 B1                       12 riau
magn~tique (72) sont realises par une unique et meme pibce rapportee dans
ladite encoche (54). 10. Proced6 selon la revendication 8, en combinal-   5
son avec la revendication 5, dans loquel ledit materiau magn6tique (72) est
incorpor6 dans ledit adhdsif. 11. Procede selon I'une des revendications 1
& 10,  10 dans 1equel la partie de corps tubulaire (14) et les 6lements de
fermeture d'extremit6 (12, 16) sont en matieres plastiques diff6rentes. 12.
Procd4 selon I'une des revendications 1 a 11,  16 dans lequel la partie de
corps tubulaire (14) est on nylon amorphe ou en polydthylbne t~r6ph-
thalate. 13. Proc~d6 selon l'une des revendications 1 a 12,  20 dans loquel
le conteneur est destine & servir de conteneur en matiere plastique pour
a~ro- sols et un 6lment de fermeturs d'extrdmit6 (12) possede une ouverture
a rebord (20) des- tinee a recevoir une cuvette de fixation de   25 valve.
14. Proced6 selon la revendication 13, dans lequel l'autre 616ment de
fermeture d'extrdmit6 (16) pr~sente un bouchon bombe vers l'interieur  30
(38) a la base du conteneur pour aerosol. 15. Procede selon ia
revendication 14, dans lequel ltdMment de fermeture d'extrdmit4 bombd vers
l'interieur possbde une bouche d'aeration ou   35 ouverture (60), et dans
lequel un piston (62) est mont6, de maniere a pouvoir glisser, dans la
partie de corps tubulaire (14) du conteneur, un scellement d'dtanchdit4
fluide 6tant pr6vu entre le piston et la partie de corps du conte-  4o
neur. 16. Emballage pour a6rosol comprenant un conte- neur fabriqu6 selon
l'une des revendications 13 & 15 et sur loquel sont montes une cuvette  45
de fixation de valve et un assemblage de valve a ladite extremite. 60 55


