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Description

TECHNICAL FIELD

[0001] This invention relates to an in-mold labeled con-
tainer having an in-mold label or labels firmly fixed to an
outer peripheral surface of a body in a manner extending
around the body over a whole circumferential length, and
to a molding process thereof.

BACKGROUND ART

[0002] As a means of applying a label bearing a dec-
orative pattern, a product name, and/or instructions onto
the surface of a blow molded synthetic resin container,
there are many types of labels on which decorative pat-
terns, product names, and/or instructions are printed, and
which are glued on the body surfaces of the containers.
[0003] These labels to be applied to the containers
have excellent display effects because decorative pat-
terns, product names, and instructions can be printed
favorably on the labels. Since the work of applying labels
to the container body surface is a completely independ-
ent process step, there has to be an additional process
of operation required for the products to be finished.
Moreover, these labels inevitably create slight uneven-
ness or a step between the body surface and label edges,
and this step may have negative effects on the container
appearance and the feel of touch. In addition, with a trend
toward thin wall of the container body, there were dis-
content and inconvenience concerning labels because it
becomes more and more difficult to apply labels firmly
and stably to thin body wall.
[0004] As a means of alleviating the discontent and
overcoming the inconvenience, use is made of in-mold
labels which are fixed to the surface of the container body
at the same time as the parison is blow molded into a
container.
[0005] This in-mold labeling means achieves the fol-
lowing effects: Firstly, no independent fixing operation is
required because the in-mold labels are fixed to the con-
tainer just when the parison is blow molded into the con-
tainer. Secondly, there is no step between the body sur-
face and the in-mold labels, and thus, there is no possi-
bility that the step may ruin the appearance and the feel
of touch. Thirdly, regardless of thin wall of the container,
the in-mold labels can be fixed to the container firmly and
stably
[0006] Since the in-mold labels can be fixed to the con-
tainer firmly and stably, it is possible for the labels to be
clad over the entire surface of the container body, and
thereby to have a favorably wide labeling space. In cer-
tain cases, the in-mold labels reinforce the container
body mechanically and effectively. In addition, the in-
mold labels are given a light blocking effect or an oxygen
barrier property so that the container can block the light
or does not allow oxygen to pass through the body wall.
[Patent Document 1] Japanese application No.

2006-064029

DISCLOSURE OF THE INVENTION

PROBLEMS TO BE SOLVED BY THE INVENTION

[0007] However, as the in-mold labels became larger
and larger and clad over the entire body surface of the
container, there has arisen a problem in the above-de-
scribed technology. With an exception of the in-mold la-
bels made of cardboard and having air permeability,
there occurred air trapping between the container and
the large-size in-mold label. Such trapped air inhibited
firm fixing of the labels to the container, and bulges of
trapped air gave damage to the appearance of the con-
tainer.
[0008] Especially in the cases where the in-mold labels
are clad around, and fixed to, the entire outer surface of
the container body, the air existing between the in-mold
label and the widening and extending parison or preform
tends to escape in the circumferential direction and to
cause air trapping to occur.
[0009] This invention has been made to solve the
above-described problems found in conventional art. The
technical problem of this invention is that, when the pari-
son or the preform is blow molded into the container of
this invention, a roughly constant, predetermined height
position is set for the portion of parison or preform that
is the first to come in contact with the body molding plane
of the clamped split mold where the in-mold labels are
held in place. The object of this invention is to prevent
air from being trapped between the in-mold labels and
the container which has been blow molded from the pari-
son or the preform.
US 4662528 discloses a container produced by plastic
blow molding with an in-mold labeling operation. A pair
of labels is provided on oppositely facing sides of the
container side wall between the upper neck and the bot-
tom.
WO03/09118 discloses a plastic container obtained by
injection blow molding using the in-mold labeling method.
The label is secured inside the cavity of an open split
mold, a hot parison is then introduced in the mold, the
mold closed and the pressurized fluid is blown into the
parison to expand it. The surface area of the container’s
wall covered by the label is not critical, but it is preferred
that the label is large enough to be easily squeezed, and
preferably the label covers from about 5 to about 60% of
the container’s wall.
US2004/0155386 discloses a container made by blow
molding apparatus in which a label must be attached to
a split mold before starting blow molding.

MEANS OF SOLVING THE PROBLEMS

[0010] The means of carrying out the invention of claim
1 to solve the above-described technical problems is that
the blow molded container is provided with an annular
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thinnest wall portion which is disposed at the middle
height of the body and that in-mold labels are fixed to an
outer peripheral surface of the body of the main container
in a manner_extending around the body over the whole
circumferential length, when the container is blow molded
film parison.
[0011] When the thinnest wall portion comes in contact
with the body molding plane in earlier times, there may
be a time lag of contact, depending on the positions of
the thinnest wall portion along the circumference. In
those positions, contact may be somewhat delayed. In
the invention of claim 1, trapped air in those positions
opposed to the thinnest wall portion, where contact is
delayed, can escape smoothly and spontaneously in the
upward or downward direction, and no bulge of trapped
air is formed. This is because, even if the contact is de-
layed, the thinnest wall portion is always the first portion
of the body that comes in contact with the body molding
planes.
[0012] Since the thinnest wall portion is disposed
around the body at its middle height, this height position
can be precisely determined according to that of the in-
molds label held on the body molding planes of the split
mold.
[0013] For the wall portions of the body other than the
thinnest wall portion, contact come later, starting from
the areas closest to the thinnest portion and spreading
to remote areas. Thus, the bulges of air trapped between
these other portions and the body molding planes are
pushed out, one by one, by the behavior of these other
portions steadily and spontaneously in the upward or
downward direction.
[0014] The invention of claim 2 comprises that, under
the construction of the invention of claim 1, the in-mold
labels are a combination of two labels, each having a
length a half as much as the circumferential length of the
body.
[0015] In the invention of claim 2, the respective length
of the two labels in the circumferential direction never
becomes larger than the circumferential length of the
body molding plane of each split mold half. Thus, each
mold half can hold a half-length in-mold label without al-
lowing the label to extend beyond the range of the body
molding plane of each mold half.
[0016] The invention of claim 3 comprises that, under
the construction of the invention of claim 1 or 2, the in-
mold labels are fixed to the body over an entire height
range thereof except for an upper end portion connected
to shoulder and a lower end portion connected to bottom.
[0017] In the invention of claim 3, both of upper and
lower edges of in-mold labels need not be located in the
portions of the body where outer diameter is changed.
Therefore, these upper and lower edges can be fixed
strongly to, and held stably on, the container. These in-
mold labels provide a wide range of display area from
bottom to shoulder.
[0018] The invention of claim 4 comprises that, under
the construction of the invention of claim 1 or 2, the in-

mold labels are fixed to the body (4), except for the upper
end portion connected to the shoulder and the lower end
portion connected to the bottom, but are disposed sep-
arately in an upper area and a lower area of the body
with no labeled area in between.
[0019] In the invention of claim 4, there can be different
displays for the upper area and the lower area of the body.
[0020] The invention of claim 5 comprises that, under
the construction of the invention of either one of claims
1 to 4, peripheral raised ribs having a maximum outer
diameter are disposed at both ends of the body, i.e., the
upper end connected to the shoulder and the lower end
connected to the bottom.
[0021] In the invention of claim 5, mechanical strength
of the body can be increased because the peripheral
raised ribs serve as reinforcing ribs. If in-mold labels are
fixed to the entire height range of the body excluding
these peripheral raised ribs, the upper and lower edges
of each in-mold label rest at the bases of these ribs. Since
the peripheral raised ribs have a maximum outer diam-
eter, these ribs protect the in-mold labels against care-
less contact with other containers in cases of handling
many containers packed side by side. In addition, with
the help of these ribs, the in-mold labels are fixed to the
container at precisely located positions of the body sur-
face.
[0022] The invention of claim 6 comprises that, under
the construction of the invention of either one of claims
1 to 5, the in-mold labels are made of synthetic resin film
belonging to the same series of resins as that of the main
container itself (1).
[0023] In the invention of claim 6, there is no need of
handling in-mold labels separately from containers in
waste disposal and recycling of containers. It is also pos-
sible to obtain strong fixation between the body and the
in-mold labels.
[0024] The invention of claim 7 comprises that, under
the construction of the invention of claims 1 to 6, the body
has a shape of a straight cylinder.
[0025] In the invention of claim 7, the body has a uni-
form outer diameter over the entire height range. There-
fore, the thinnest wall portion of the blow molded body
can be molded accurately and stably. Since the outer
surface of the body is a primary curved surface, the in-
mold labels can be fixed in an appropriate configuration.
[0026] The means of carrying out the invention of claim
8 to solve the above-described technical problems is a
process for blow-molding parison into an in-mold labeled
container having an in-mold label or labels fixed to the
outer peripheral surface of the body in a manner extend-
ing around the body over the whole circumferential
length. This process comprises injection molding parison
(P) so as to give a structure in which the parison (P) has
an annular thin wall portion (P1) in a part of the body (4)
as a result of wall thickness control, setting the thin wall
portion at a position opposed to body molding planes of
a split mold, with each in-mold label being held by a cor-
responding body molding plane, pinching the parison
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with both halves of the split mold, and blow molding the
parison into the container.
[0027] In the invention of claim 8, an easily deformable
thin wall portion tends to widen and extend more quickly
than other portions do because of minimum thickness,
and comes in earliest contact with the body molding
planes of the split mold that holds the in-mold labels in
place. Then, the other portions come in contact in se-
quence, starting from the portions closest to the thin wall
portion and spreading to remote areas.
[0028] When the thin wall portion of parison comes in
contact with body molding planes in earlier times, there
may be more or less a time lag of contact, depending on
the positions of the thin wall portion along the circumfer-
ence, and contact may happen to be somewhat delayed
in these positions. However, the thin wall portion is al-
ways the first portion of the body that comes in contact
with the body molding planes, as compared with the ar-
eas on the upside and downside of the thin wall portion,
where contact comes later. Therefore, trapped air in
those positions opposed to the thin wall portion, if any,
can escape smoothly and spontaneously in the upward
or downward direction, and no bulge of air is formed.
[0029] For the portions of parison other than the thin
wall portion, contact with the body molding planes shifts
from the area closest to the thin portion to remote areas,
while pushing out bulges of air between the body wall
and the body molding planes.
[0030] The invention of claim 9 comprises that, under
the construction of the invention of claim 8, the parison
is pinched with both halves of the split mold after the in-
mold labels have been held in place at positions opposed
to the thin wall portion.
[0031] In the invention of claim 9, a part of each in-
mold label is pushed by the thin wall portion of the parison
against the body molding planes of a split mold, whereby
the position of the thin wall portion is set down. Starting
from this fixed position of the thin wall portion, the ex-
panding parison continues to push other parts of the in-
mold labels against the body molding planes. In this man-
ner, the in-mold labels can stably maintain the precisely
positioned contact with the body molding planes.
[0032] The invention of claim 10 comprises that, under
the construction of the invention of claim 8 or 9, the in-
mold labels are held in place in the split mold by vacu-
uming the in-mold labels along their all edges.
[0033] In the invention of claim 10, the in-mold labels,
which are longer in the circumferential direction than in
the vertical direction, are precisely positioned for all the
edges, and in such a state, are maintained in contact with
the body molding planes of the split mold. Therefore, the
in-mold labels are held in place easily and precisely with
a posture in which they are to be fixed to the blow molded
body.

EFFECTS OF THE INVENTION

[0034] This invention having the above-described con-

struction has the following effects:
According to the invention of claim 1, the body comprises
a thinnest wall portion and other portions. Since the thin-
nest wall portion and other portions are different in the
timing of contact with the body molding planes, no bulge
of air is formed between the blow molded body and the
in-mold labels. As a result, the in-mold labels are fixed
to the body strongly and stably, and the container can
maintain a good shape which has not been degraded by
bulges of air.
[0035] The height position of the thinnest wall portion
of the body can be accurately determined so that this
portion is disposed at right positions opposed to the in-
mold labels held on the body molding planes of the split
mold. It is also possible to govern the behavior of the
body and set the timing of contact in advance almost
accurately when the body expanding in the process of
blow molding pushes the in-mold labels against the body
molding planes. Therefore, the in-mold labels can be
fixed properly to the body.
[0036] According to the invention of claim 2, the in-
mold labels can be held at right positions opposed to the
body molding planes of the split mold. Since the in-mold
labels can be held in place by the split mold safely in high
precision, the in-mold labels are fixed to the outer periph-
eral surface of the body in a manner extending around
the body over the whole circumferential length, and this
structure of labels on the body can be obtained easily
and reasonably.
[0037] According to the invention of claim 3, the con-
tainer has a high decorative effect because almost entire
outer surface of the body is clad with the in-mold labels.
This decorative effect can be fulfilled when the almost
entire surface of the body is used as a display area once
the in-mold labels have been firmly fixed to the body. The
in-mold labels covering almost entire outer surface of the
body can also be utilized as a reinforcing material for the
body, thus allowing containers to have thinner wall.
[0038] According to the invention of claim 4, there can
be different displays of in-mold labels for the upper area
and the lower area of the body. This configuration gives
the container large changes in the decorative displays
by means of the in-mold labels. For instance, highly dis-
tinctive, individualized decorations can be displayed.
[0039] According to the invention of claim 5, the pe-
ripheral raised ribs enhance mechanical strength of the
body. In addition, since the in-mold labels are fixed firmly
to the body, the mechanical strength of the body
equipped with in-mold labels can be fully increased.
These peripheral ribs are also useful to protect the dec-
orative displays of the in-mold labels indirectly. This effect
is notably achieved if the body has a straight cylindrical
shape.
[0040] According to claim 6, there is no need of han-
dling in-mold labels separately from containers in waste
disposal. Therefore, container handling will become quite
easy in the withdrawal of used containers and the recy-
cling of materials. Since firm fitting of the body to the in-
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mold labels can be readily obtained, the in-mold labeled
containers of high quality are available.
[0041] According to the invention of claim 7, it is pos-
sible to mold the preceding body portion with ease and
precision when this portion is first molded. Since the outer
surface of the body is a primary curved surface, the in-
mold labels can be fixed in an appropriate configuration.
Thus, favorable in-mold labeled body can be obtained in
an assured way.
[0042] According to the invention of claim 8, the thin
wall portion of the parison is blow molded stably and
steadily into the corresponding thinnest wall portion of
the body, thus ensuring that the body comprising the thin-
nest wall portion and other portions is molded without fail.
[0043] Since the thinnest wall portion of the body can
be molded without fail, the container is naturally protected
from bulges of air that are formed between the body and
the in-mold labels. The in-mold labeled body having high
mechanical strength and good shape can be molded by
utilizing the thinnest wall portion.
[0044] According to the invention of claim 9, the in-
mold labels held in place by the split mold are prevented
from wrong displacement because the thin wall portion
of the parison ensures that the in-mold labels can stably
maintain the precisely positioned contact with the body
molding planes of the split mold.
[0045] According to the invention of claim 10, the in-
mold labels can be fixed properly to the body molding
planes of the split mold with ease and precision. As a
result, any inconveniences, such as overlapped edges
of the in-mold labels or the edges pinched between two
halves of the split mold, can be safely prevented from
occurring. The in-mold labeled container can be molded
precisely and stably.

BRIEF DESCRIPTION OF THE DRAWINGS

[0046]

Fig. 1 is a front elevational view of the container in
the first embodiment of this invention, with right half
being illustrated in a vertical section.
Fig. 2 is an enlarged cross-sectional plan view of the
container of Fig. 1, taken from line A-A.
Fig. 3 is an exploded perspective view of the con-
tainer in the second embodiment of this invention.
Fig. 4 is a front elevational view of the container in
the second embodiment of this invention shown in
Fig. 3, with right half being illustrated in a vertical
section.
Fig. 5 is a front elevational view of the container in
the third embodiment of this invention, with right half
being illustrated in a vertical section.
Fig. 6 is a front elevational view of the container in
the fourth embodiment of this invention, with right
half being illustrated in a vertical section.
Fig. 7 is a vertical section showing an exemplified
structure of the split mold for molding the container

of this invention.
Fig. 8 is a development showing an exemplified
structure of the body molding plane for use in the
split mold shown in Fig. 7.
Fig. 9 is an explanatory diagram showing blow mold-
ing behavior displayed in the molding process of this
invention.

EXPLANATION OF CODES

[0047]

1. : Main container
2. : Neck
3. : Shoulder
4. : Cylindrical body
4a. : Thinnest wall portion
5. : Peripheral raised rib
6. : Bottom
7. : In-mold label
7a. : Butting edge
7b. : Gap
8. : Cap
9. : Fitting cylinder
10. : Top plate
11. : Hinge
12. : Lid
13. : Split mold
14. : Body molding plane
15. : Vacuum hole
16. : Nested block
17. : Vacuum channel
18. : Pinch-off section
19. : Blow jig
P. : Parison
P1. : Thin wall portion

PREFERRED EMBODIMENTS OF THE INVENTION

[0048] This invention is further described with respect
to preferred embodiments, now referring to the drawings.
[0049] Fig. 1 is a front elevational view of the container
in the first embodiment of this invention, with the right
half shown in a vertical section. This container comprises
a main container 1, which is a blow molded product made
of a synthetic resin, and in-mold labels 7 clad around,
and fixed to, outer surface of a body 4 of the main con-
tainer 1. This main container 1 comprises the cylindrical
body 4 in the shape of a straight cylinder, a bottom 6
dented slightly inward in a spherical arc to close the body
4, a shoulder 3 which is an inward step from upper end
of the body 4, and a cylindrical neck 2 having a diameter
shorter than that of the body 4 and also having a screw
thread notched around the outer surface.
[0050] In the first embodiment of this invention, the
body 4 of the main container 1 is disposed between the
shoulder 3 and the bottom 6, and comprises a thinnest
wall portion 4a and other portions. The thinnest wall por-
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tion 4a is the first to come in contact with the body molding
planes 14 of a split mold 13, which is a blow mold. For
other wall portions having thicker wall, contact comes
later, starting from areas closest to the thinnest wall por-
tion 4a, and spreading to remote areas.
[0051] The in-mold labels 7 to be fixed to an outer pe-
ripheral surface of this body 4 are made of a synthetic
resin film in the same series of the synthetic resin used
to mold the main container 1. These labels are fixed to
the body 4 over the entire height range thereof, excluding
the upper end portion connected to the shoulder 3 and
the lower end portion connected to the bottom 6, and
also in a manner extending around the body 4 over the
whole circumferential length. The in-mold labels 7 are a
combination of two in-mold labels having the same height
and the same peripheral length.
[0052] When the in-mold labels 7 comprising a pair of
in-mold labels are fixed to the outer surface of the body
4, the two labels make an end-to-end contact at a butting
edge portion 7a on one side, while on the other side, a
slight gap 7b in the range of 0.5 to 1 mm is left between
two vertical edges so that both edges face each other
beyond this gap.
[0053] Thus, the gap 7b is prepared between two ver-
tical edges of the two in-mold labels 7 on the other side
of the connection between two in-mold labels 7. This gap
serves to prevent the vertical edges from being over-
lapped with each other. The circumferential length of the
two in-mold labels 7 is set so as to have a length shorter
than the counterpart of the body molding plane 14 (See
Fig. 7) of the split mold 13 by a value corresponding to
a maximum level (about 0.5 mm) of metrication error that
is likely to occur. Though the gap 7b may remain, it en-
sures that the vertical edges of the in-mold labels 7 are
protected against overlapping.
[0054] If overlapping occurred between the two edges
of the two in-mold labels 7 on one side of the connection,
the edge portion on top of the other edge would tend to
be peeled easily. Once this occurs, it is very likely that
this peeling develops further until this in-mold label 7
would peel from the body 4.
[0055] Fig. 3 is an exploded perspective view of the
container in the second embodiment of this invention, to
which a cap 8 is to be fitted so that the container can be
utilized as a caster to shake the contents out of the con-
tainer. As shown in Fig. 4, the main container 1 has the
same construction as the first embodiment, except that
portions having the largest outer diameter are disposed
at upper and lower ends of the body 4 and that peripheral
raised ribs are disposed in those upper and lower portions
so that upper and lower edges of the in-mold labels 7
can rest at the bases of these ribs.
[0056] In this second embodiment, the container has
a stable shape-retaining ability because the peripheral
raised ribs 5 serve as reinforcing ribs. The peripheral
raised ribs 5 have the largest outer diameter, as com-
pared to other portions of the main container 1, and sta-
bilize the container posture when many containers stand

side by side. As a result, the containers can be handled
in good conditions during storage or transportation. Dur-
ing the time when the containers are handled, the ribs
protect the in-mold labels 7 fixed to outer surface of the
body so that the labels 7 may not by accident come in
contact with other containers or objects.
[0057] The cap 8 is fitted to the container in the second
embodiment of this invention so that the container is uti-
lized as a caster. This cap 8 comprises a fitting cylinder
9 which is fitted around the neck 2 by screw engagement,
a top plate 10 disposed at the upper end of the fitting
cylinder 9 to close roughly a half of the upper opening,
and a lid 12 in a semi-circular shape, which is connected
to a straight edge of the top plate 10 on the opening side
of the fitting cylinder 9 by way of a hinge in a swingable
manner and is provided with a skirt segment hanging
from the lid 12 along its semi-circular edge.
[0058] The cap fitted to the main container 1 is not
limited to the illustrated one for caster use, but any de-
sired cap, such as an ordinary removable cap or a dis-
chargeable cap, can be fitted.
[0059] Fig. 5 shows the container in the third embod-
iment of this invention. In this embodiment, the in-mold
labels are fixed to only a middle area of the body, in a
position somewhat closer to the shoulder than to the bot-
tom, but are under the same construction as in the first
embodiment for other portions.
[0060] In the case of the third embodiment, the thinnest
wall portion 4a is in the position opposed to the in-mold
labels 7. A combination of the main container 1 and the
in-mold labels 7 creates a decorative effect on the con-
tainer.
[0061] Fig. 6 shows the container in the fourth embod-
iment of this invention, in which the in-mold labels 7 are
fixed to the body 4, excluding the upper end portion con-
nected to the shoulder 3 and the lower end portion con-
nected to the bottom 6, but are disposed separately in
an upper area and a lower area of the body 4 with no
labeled area in between. Other than this configuration,
the container has the same construction as the first em-
bodiment.
[0062] In this fourth embodiment, the thinnest wall por-
tion 4a of the body 4 is disposed in a space between a
portion opposed to upper in-mold labels 7 and a portion
opposed to lower in-mold labels 7. Under this construc-
tion, the behavior of parison P (See Fig. 9) in the blow
molding operation would have a uniform effect on the two
pairs of in-mold labels 7. Since two pairs of upper and
lower in-mold labels 7 are used to display the container,
it is possible to make the container display fresh and var-
ied.
[0063] Fig. 7 is a vertical section of an important part
of a pair of halves of the split mold 13 used to mold the
container in the second embodiment of this invention.
The split mold 13 has a pinch-off section 18 under the
container cavity, and nested blocks 16 are combined with
the split mold 13 and are used as the body molding planes
14. Fig. 8 is a development of a body molding plane. As
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shown, a slit-like endless vacuum hole 15 in a square
shape is open along the four sides of each body molding
plane. Vacuum channels 17 are also disposed in the split
mold 13.
[0064] Under this construction, the in-mold labels 7 can
be held by vacuum in tight contact with the body molding
planes 14 because the in-mold labels 7 are held in place
by vacuum the labels 7 along their entire circumference.
Since vacuum holes 15 are formed along the vertical edg-
es of each body molding plane, the in mold labels 7 are
naturally held in place in a precisely positioned state.
[0065] When the container is blow molded in the split
mold 13 shown in Fig. 7, the in-mold labels 7 are posi-
tioned by means of a robot and the like in the open split
mold 13, and are held in contact with the body molding
planes 14 by vacuuming the body molding planes
through the vacuum holes 15.
[0066] The parison P is extrusion molded by an extrud-
er (not shown) and is pinched by both halves of the split
mold 13. Since an annular thin wall portion P1 has been
molded in a part of the parison under the wall thickness
control at the time of extrusion molding, the parison P is
pinched at right timing when this thin wall portion P1 has
come to face a desired position of the body molding
planes 14 (See the parison in solid lines in Fig. 9).
[0067] After the parison P has been pinched with both
halves of the split mold 13 and cut off at the pinch-off
section, a blow jig 19 is fitted to the split mold 13, and
the pinched parison P is blow molded into the main con-
tainer 1, following an ordinary blow molding procedure.
[0068] When the parison P is blow molded into the
main container 1, the thin wall portion P1 of the parison
is the first to widen and expand, as shown by chain two-
dashed lines, because P1 is easier to expand than the
rest of the parison. Thus, the thin wall portion P1 quickly
comes in contact with the in-mold labels 7 that are held
in place, and is molded into the thinnest wall portion 4a
of the body 4.
[0069] As the blow molding of the parison P goes on
in this state, portions of the parison P, other than the thin
wall portion, come in contact with the in-mold labels 7,
starting from the areas closest to the thin wall portion and
spreading to remote areas, and are molded into other
portions of the body 4.
[0070] For the portions of the parison P that are molded
into other portions of the body 4, contact with the in-mold
labels 7 comes later, starting from the areas closest to
the thin wall portion P1 and spreading to remote areas.
Since at the time of contact, bulges of air trapped between
the in-mold labels 7 and the parison P are pushed out,
no bulge of air is formed between the in-mold labels 7
and the body 4 molded from the parison P.
[0071] The in-mold labels 7 can be fixed to the body 4
of the blow molded container at the same time as the
blow molding of the main container 1, by a thermal ad-
hesion means utilizing the heat of parison P or by a pres-
sure adhesion means utilizing a blow molding pressure.
[0072] In the foregoing description of this invention,

blow molding was used as an example. However, means
of carrying out this invention is not limited to blow molding,
but can be applied also to biaxial drawing and blow mold-
ing.

Claims

1. An in-mold labeled container comprising a main con-
tainer (1), which is a blow molded product with a
body (4), and an in-mold label or labels (7) firmly
fixed to an outer peripheral surface of said body (4)
at the time of blow molding parison into said main
container (1), characterized in that the in-mold la-
bel or labels is/are fixed to the outer peripheral sur-
face in a manner extending around said body (4)
over a whole circumferential length, and the main
container has a thinnest wall portion (4a) annularly
disposed at a middle height of said body (4).

2. The in-mold labeled container according to claim 1
wherein the in-mold labels (7) are a combination of
two labels, each having a length a half as much as
the circumferential length of the body (4).

3. The in-mold labeled container according to claim 1
or 2 wherein the in-mold labels (7) are fixed to the
body (4) over an entire height range thereof except
for an upper end portion connected to shoulder (3)
and a lower end portion connected to bottom (6).

4. The in-mold labeled container according to claim 1
or 2 wherein the in-mold labels (7) are fixed to the
body (4), except for the upper end portion connected
to the shoulder (3) and the lower end portion con-
nected to the bottom (6), but are separately disposed
in an upper area and a lower area of the body (4)
with no labeled area in between.

5. The in-mold labeled container according to either
one of claims 1 to 4 wherein peripheral raised ribs
(5) having a maximum outer diameter are disposed
at both ends of the body (4), i.e., the upper end con-
nected to the shoulder (3) and the lower end con-
nected to the bottom (6).

6. The in-mold labeled container according to either
one of claims 1 to 5 wherein the in-mold labels (7)
are made of synthetic resin film belonging to the
same resin series as that of the main container itself
(1).

7. The in-mold labeled container according to either
one of claims 1 to 5 wherein the body (4) has a shape
of a straight cylinder.

8. A process for blow-molding an in-mold labeled con-
tainer (1) having an in-mold label or labels (7) fixed
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to the an outer peripheral surface of the body (4),
which process comprises injection molding a parison
(P) with each in-mold label (7) being held by a cor-
responding body molding plane (14), and pinching
the parison (P) with both halves of the split mold (13),
and blow molding the parison (P) into the main con-
tainer (1), characterized in that the process is for
blow molding an in-mold labeled container (1) having
an in-mold label or labels (7) fixed to the outer pe-
ripheral surface of the body (4) in a manner extending
around the body (4) over a whole circumferential
length, and the step of injection molding the parison
comprises injection molding the parison so as to give
a structure in which the parison (P) has an annular
thin wall portion (P1) in a part of the body (4) as a
result of wall thickness control, setting the thin wall
portion at a position opposed to body molding planes
(14) of a split mold (13).

9. The process for molding an in-mold labeled contain-
er according to claim 8 wherein the parison (P) is
pinched with both halves of the split mold (13) after
the in-mold labels (7) have been held in place at po-
sitions opposed to the thin wall portion (P1).

10. The process for molding an in-mold labeled contain-
er according to claim 8 or 9 wherein the in-mold la-
bels (7) are held in place in the split mold (13) by
vacuuming the in-mold labels along all edges there-
of.

Patentansprüche

1. Behälter mit in-mold Etikett umfassend einen Haupt-
behälter (1), der ein blasgeformtes Erzeugnis mit ei-
nem Körper (4) und einem oder mehreren in-mold
Etiketten (7) ist, die zum Zeitpunkt des Blasformens
des Vorformlings in den Hauptbehälter (1) an der
äußeren Oberfläche des besagten Körpers (4) fest
angebracht sind, dadurch gekennzeichnet, dass
das oder die in-mold Etiketten in einer Weise an der
äußeren umfänglichen Oberfläche des besagten
Körpers fest angebracht sind, so dass sich diese
über die gesamte umfängliche Länge um den be-
sagten Körper (4) herum erstrecken, und dass der
Hauptbehälter ein auf einer mittleren Höhe des be-
sagten Körpers (4) ringförmig angeordnetes dünn-
stes Wandteil (4a) aufweist.

2. Behälter mit in-mold Etikett nach Anspruch 1, da-
durch gekennzeichnet, dass die in-mold Etiketten
(7) eine Zusammenstellung zweier Etiketten sind,
die jeweils eine Länge aufweisen, die halb so lang
ist wie die umfängliche Länge des Körpers (4).

3. Behälter mit in-mold Etikett nach einem der Ansprü-
che 1 oder 2, dadurch gekennzeichnet, dass die

in-mold Etiketten (7) an dem Körper (4) über einen
gesamten Höhenbereich desselben befestigt sind,
ausgenommen eines oberen mit einer Schulter (3)
verbundenen Endbereichs und eines unteren mit ei-
nem Boden (6) verbundenen Endbereichs.

4. Behälter mit in-mold Etikett nach einem der Ansprü-
che 1 oder 2, dadurch gekennzeichnet, dass die
in-mold Etiketten (7) an dem Körper (4) befestigt
sind, ausgenommen eines oberen mit der Schulter
(3) verbundenen Endbereichs und eines unteren mit
dem Boden (6) verbundenen Endbereichs, welche
jedoch separat in einem oberen Bereich des Körpers
(4) und einem unteren Bereich des Körpers (4) be-
reitgestellt sind, mit keinem etikettierten Bereich da-
zwischen.

5. Behälter mit in-mold Etikett nach einem der Ansprü-
che 1 bis 4, dadurch gekennzeichnet, dass an der
Peripherie erhöhte Rippen (5) mit einem maximalen
äußeren Durchmesser an beiden Enden des Kör-
pers (4) vorgesehen sind, das heißt, das obere Ende
ist mit der Schulter (3) verbunden und das untere
Ende ist mit dem Boden (6) verbunden.

6. Behälter mit in-mold Etikett nach einem der Ansprü-
che 1 bis 5, dadurch gekennzeichnet, dass die in-
mold Etiketten (7) aus einer dünnen synthetischen
Harzschicht bestehen, die zur gleichen Harzgruppe
gehört wie der Hauptbehälter (1) selbst.

7. Behälter mit in-mold Etikett nach einem der Ansprü-
che 1 bis 5, dadurch gekennzeichnet, dass der
Körper (4) die Gestalt eines geraden Zylinders auf-
weist.

8. Verfahren zum Blasformen eines Behälters (1) mit
in-mold Etikett, aufweisend ein oder mehrere in-
mold Etiketten (7), die an einer äußeren peripheren
Oberfläche des Körpers (4) befestigt sind, wobei das
Verfahren ein Spritzgießen eines Vorformlings (P),
bei dem jedes in-mold Etikett (7) durch eine entspre-
chende Körperformungsebene (14) gehalten ist, und
Einklemmen des Vorformlings (P) mit beiden Hälften
der mehrteiligen Form (13), sowie ein Blasformen
des Vorformlings (P) in den Hauptbehälter (1) um-
fasst, dadurch gekennzeichnet, dass das oder die
Etiketten (7) in einer Weise an der äußeren periphe-
ren Oberfläche des Körpers (4) befestigt sind, so
dass diese sich über die gesamte umfängliche Län-
ge um den Körper (4) herum erstrecken, und dass
der Verfahrensschritt des Spritzgießen des Vorform-
lings ein Spritzgießen des Vorformlings umfasst, um
ein Gebilde zu erhalten, bei welchem der Vorformling
(P) einen ringförmigen dünnen Wandbereich (P1) an
einem mittleren Höhenbereich des Körpers (4) als
Folge einer Kontrolle der Dicken aufweist, und der
dünne Wandbereich an einer den Körperformungs-
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ebenen (14) der mehrteiligen Form (13) gegenüber-
liegenden Position angeordnet ist.

9. Verfahren zum Blasformen eines Behälters (1) mit
in-mold Etikett nach Anspruch 8, dadurch gekenn-
zeichnet, dass der Vorformling (P) mit beiden Hälf-
ten der mehrteiligen Form (13) eingeklemmt ist,
nachdem die in-mold Etiketten (7) in Positionen ge-
halten werden, die dem dünnen Wandbereich (P1)
gegenüberliegen.

10. Verfahren zum Blasformen eines Behälters (1) mit
in-mold Etikett nach einen der Ansprüche 8 oder 9,
dadurch gekennzeichnet, dass die in-mold Etiket-
ten (7) mittels Ansaugen der in-mold Etiketten ent-
lang aller Ekken derselbigen in der mehrteiligen
Form (13) in Position gehalten werden.

Revendications

1. Récipient étiqueté au moulage comprenant un réci-
pient principal (1), qui est un produit moulé par ex-
trusion-soufflage avec un corps (4) et une étiquette
ou des étiquettes inclues dans le moule (7) et fer-
mement fixée(s) sur la surface externe dudit corps
(4) au moment du moulage par extrusion-soufflage
de l’ébauche dans ledit récipient principal (1), ca-
ractérisé en ce que l’étiquette ou les étiquettes in-
clues dans le moule sont fermement fixées à la sur-
face périphérique externe dudit corps afin de s’éten-
dre autour dudit corps (4) sur toute la longueur cir-
conférentielle, et le récipient principal possède une
partie de paroi la plus fine (4a) disposée de manière
annulaire à la hauteur médiane dudit corps (4).

2. Récipient étiqueté au moulage selon la revendica-
tion 1, dans lequel les étiquettes inclues dans le mou-
le (7) sont une combinaison de deux étiquettes,
ayant chacune une longueur qui représente la moitié
de la longueur circonférentielle du corps (4).

3. Récipient étiqueté au moulage selon la revendica-
tion 1 ou 2, dans lequel les étiquettes inclues dans
le moule (7) sont fixées sur le corps (4) sur toute une
plage de hauteur, excepté pour une partie d’extré-
mité supérieure raccordée à l’épaulement (3) et une
partie d’extrémité inférieure raccordée au fond (6).

4. Récipient étiqueté au moulage selon la revendica-
tion 1 ou 2, dans lequel les étiquettes inclues dans
le moule (7) sont fixées sur le corps (4), excepté pour
la partie d’extrémité supérieure raccordée à l’épau-
lement (3) et la partie d’extrémité inférieure raccor-
dée au fond (6), mais sont disposées séparément
dans une zone supérieure et une zone inférieure du
corps (4) avec une zone non étiquetée entre elles.

5. Récipient étiqueté au moulage selon l’une quelcon-
que des revendications 1 à 4, dans lequel des ner-
vures en relief périphériques (5) ayant un diamètre
externe maximum sont disposées aux deux extré-
mités du corps (4), c’est-à-dire l’extrémité supérieure
raccordée à l’épaulement (3) et l’extrémité inférieure
raccordée au fond (6).

6. Récipient étiqueté au moulage selon l’une quelcon-
que des revendications 1 à 5, dans lequel les éti-
quettes inclues dans le moule (7) sont réalisées à
partir d’un film de résine synthétique appartenant à
la même série de résines que celle du récipient prin-
cipal (1) lui-même.

7. Récipient étiqueté au moulage selon l’une quelcon-
que des revendications 1 à 5, dans lequel le corps
(4) a la forme d’un cylindre droit.

8. Procédé pour mouler par extrusion-soufflage un ré-
cipient étiqueté au moulage (1) ayant une étiquette
ou des étiquettes inclues dans le moule (7) fixée(s)
sur une surface périphérique externe du corps (4),
lequel procédé comprend les étapes consistant à
mouler par injection une ébauche (P) avec chaque
étiquette inclue dans le moule (7) et maintenue par
un plan de moulage de corps (14) correspondant, et
à poinçonner l’ébauche (P) avec les deux moitiés du
moule à coins (13), et à mouler par extrusion-souf-
flage l’ébauche (P) en récipient principal (1), carac-
térisé en ce que l’étiquette ou les étiquettes (7) sont
fixées sur la surface périphérique externe du corps
(4) de façon à s’étendre autour du corps (4) sur toute
la longueur circonférentielle, et l’étape consistant à
mouler par injection l’ébauche comprend le moulage
par injection de l’ébauche de manière à lui donner
une structure dans laquelle l’ébauche (P) possède
une partie de paroi fine annulaire (P1) dans une por-
tion située à hauteur médiane du corps (4) par un
contrôle de l’épaisseur de la paroi, et le positionne-
ment de cette partie de paroi fine dans une position
opposée aux plans de moule (14) du corps du moule
à coins (13).

9. Procédé pour mouler un récipient étiqueté au mou-
lage selon la revendication 8, dans lequel l’ébauche
(P) est poinçonnée avec les deux moitiés du moule
à coins (13) après que les étiquettes inclues dans le
moule (7) aient été maintenues en place dans des
positions opposées à la partie de paroi fine (P1).

10. Procédé pour mouler un récipient étiqueté au mou-
lage selon la revendication 8 ou 9, dans lequel les
étiquettes inclues dans le moule (7) sont maintenues
en place dans le moule à coins (13) en aspirant les
étiquettes inclues dans le moule le long de leurs
bords.
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