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Description

[0001] The present finding refers to a vessel for cook-

ing food for conventional or induction surfaces, the latter

being the main target of the invention.

[0002] Indeed, it is known that the aluminum cooking

vessels are not suitable for use on induction cooking sur-

faces, given that such metal is non-magnetic and hence

does not cause interferences with the magnetic flows cre-

ated by the inductors of said cooking surfaces.

[0003] Only metals with ferromagnetic structure can

interact with such magnetic flows.

[0004] Also austenitic stainless steels, such as nickel-

chrome 18/10 stainless steel known as AlSI 304, being

non-magnetic, have a behavior analogous to aluminum.

[0005] In order to have magnetic interferences, ferrous

material should be used; iron in particular is particularly

suitable, like other carbon steels with ferritic structure.

[0006] A limit of these materials is that they rust, and

thus are not really recommended for modern cooking

practices, where water and detergents are used for

cleaning utensils.

[0007] It is therefore necessary to use chrome stain-

less steels equipped with ferritic structure, of which the

most well-known is called AISI 430.

[0008] Therefore, the technique used for making an

aluminum cooking utensil for induction surfaces is that

of coupling it with a ferritic stainless steel plate, positioned

on the external bottom of the container.

[0009] Various techniques are used.

[0010] For example, a bimetallic ferritic stainless steel

- aluminum material can be used. The ferritic stainless

steel part is arranged outside the pot, the aluminum part

inside the pot.

[0011] A second system provides for the application of

a ferritic stainless steel disc/plate on the bottom of an

aluminum pot, by means of braze welding with filler of

special powder/paste generally with silver compound

base.

[0012] The common disadvantage of such technolo-

gies is that they are rather costly and involve considerable

hot deformations during cooking, of concavity of the bot-

toms, due to the voltages that are generated both in the

hot braze welding process and due to the hot expansion

difference of the aluminum body with respect to the steel

plate, which due to its rigidity is not suitable for the greater

expansion of the aluminum body: the expansion of alu-

minum is in fact two times greater than that of steel.

[0013] A third method consists of the technology

known as "impact bonding". The pieces to be joined are

previously heated to a suitable temperature, and then

they are subjected to a strong, instantaneous pressure

capable of constraining the two parts due to the friction

between the two surfaces to be joined.

[0014] The limit of such technology is that it too is a

hot application, with all the relevant consequences from

a technical-productive standpoint, and in any case it does

not solve the large deformation problems of the hot bot-

tom during cooking. The lower expansion of steel with

respect to aluminum (indeed, steel expands half as

much) ensures that the interior of the pan is raised at the

center with respect to the edges, causing the accumula-

tion of the cooking oil towards the edges. Another limit

of this technology consists of the minimum thickness that

the aluminum vessel must have.

Such characteristic limits the diffusion thereof in high-

end items.

[0015] A further system provides for spraying, on the

bottom of the aluminum pan, with plasma spray technol-

ogy, thermal spray or cold spray of ferritic powders that

constitute a layer sufficiently thick to confer magnetic

strength properties.

[0016] Such solution has the disadvantage of being

much slower and less productive, as well as more costly

and hard to control with regard to thickness; it thus has

application for small series and special products, due to

its flexibility and applicability on surfaces that can even

be quite large.

[0017] A further widespread method provides for the

application of a perforated disc/plate made of ferritic

stainless steel on an aluminum pot. This joining occurs

by subjecting the two parts to be joined together to strong

pressure, but at room temperature, in a manner such that

the aluminum (which is the much more malleable of the

two metals) penetrates into holes made on the ferritic

stainless steel element and in a different manner oper-

ates with such filling the joining of the two parts. Upon

completed joining, the holes have axis aligned with the

axis of the pot.

[0018] In the field of such technology, mainly two fam-

ilies of solutions have been developed.

[0019] In the first solution family, flared perforations

are executed which are able to retain the plate. Here the

main defect is that the low thickness of the ferritic steel

plate/disc has a hard time ensuring over time the fixing

of the disc/plate at the aluminum bottom of the pot, due

to the deformations caused by the different expansions

of the two metals in contact (i.e. the steel expands half

as much as the aluminum).

[0020] These different movements of the metals in con-

tact over time end up breaking the bond that was origi-

nally present.

[0021] In the second solution family, the fixing to the

aluminum bottom of the pot is ensured by the riveting of

the aluminum that exited from the holes, in a manner

such that a rivet-like head is formed.

[0022] The riveted aluminum solves the limits of the

preceding solution, but its application in the high-perform-

ance solutions requires more complex and costly tools

and processes, justifiable in large production series.

[0023] The greater complexity of the process is due to

the fact that the perforated plate/disc must be mutually

aligned with the mold that operates thereon in order to

rivet the aluminum projecting from the holes.

[0024] US-A-5 430 928 relates to a cooking vessel

comprising a perforated plate made in a hard metal (such
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EP 2 901 900 B1

3

5

10

15

20

25

30

35

40

45

50

55

as steel) coupled by cold closed die forging with the bot-

tom of a shaped aluminum cooking body such as portions

of the metal of said bottom penetrate in holes of said

plate. The holes of the plate are dimensioned such as

during the forging process the portions of the bottom

which penetrates in a same hole of the plate create in

this same hole: first surfaces defining a support surface

for the cooking vessel, second surfaces defining second

surfaces recessed with respect to the first surfaces, and

third surfaces inclined or perpendicular to said support

surface. As the three surfaces which are formed extend

all three in the same hole of the plate, the cooking vessel

has the same drawbacks disclosed before with reference

to the cold joining with a strong pressure of the perforated

metal plate and an aluminum cooking body, and in par-

ticular the same drawbacks related to a non reliable and

non durable connection of these plate and body.

[0025] Object of the present finding is therefore to ob-

tain a vessel for cooking food for conventional or induc-

tion cooking surfaces that overcomes the drawbacks and

limits of the prior art.

[0026] A further object of the finding is to provide a

vessel with a plate made of ferromagnetic material firmly

locked over time with the rest of the vessel made of an-

other material, preferably aluminum, and which is inex-

pensive in the production thereof, geometrically more

flexible and with advantageous costs.

[0027] These and other objects are achieved by ob-

taining a vessel according to the technical teachings of

the enclosed claims.

[0028] Further characteristics and advantages of the

finding will be evident from the description of a preferred

but not exclusive embodiment of the vessel, illustrated

as a non-limiting example in the enclosed drawings, in

which:

figure 1 is a plan view of a plate/disc to be fixed to

the vessel of the present finding, before it is fixed to

the vessel itself;

figure 2 is a simplified side section view of a step of

coupling the plate/disc of figure 1 to the container;

figure 3 is an enlarged partial section of a container

according to the present finding;

figure 4 is a bottom view of the container of figure 3;

figure 5 is a partial section view of a different em-

bodiment of the present finding; and

figures 6 and 7 are bottom views of different embod-

iments of the container of the present invention.

[0029] With reference to the abovementioned figures,

a vessel for cooking food on induction or conventional

surfaces is shown overall with the reference number 1.

[0030] The vessel 1 comprises a shaped body 2 pro-

vided with a surface that defines a volume for containing

food, during cooking.

[0031] It is preferably made of aluminum or another

malleable material suitable for cooking.

[0032] As known, aluminum is not suitable for use on

induction surfaces. It is in fact non-magnetic.

[0033] Preferably the body 2 is realized in a non mag-

netic material.

[0034] Therefore, in order to make the vessel usable

also on such surfaces, the shaped body is coupled to a

metal element 3 preferably made of a ferromagnetic ma-

terial (e.g. ferritic stainless steel) arranged on the bottom

of the vessel.

[0035] As can be observed in particular in figure 3, the

bottom 5 of said vessel 1 has a plurality of first surfaces

4 which define a support surface A for the vessel itself.

In addition, the bottom 5 has a plurality of second sur-

faces 6 that are recessed with respect to the support

surface A. Such surfaces actually lie at a distance "h"

(figure 3) from the support surface. It should be observed

that the distance of the second surfaces from the support

surface A (i.e. from the first surfaces) can always be the

same, or it can be different depending on the part of the

bottom where it is situated. Advantageously such dis-

tance h between the second surfaces 6 and the first sur-

faces 4 is conveniently less than 2 mm.

[0036] The first and the second surfaces are intercon-

nected by third surfaces 7 that are tilted with respect to

the support surface A. Advantageously the angle  be-

tween the surface and the support surface is 90° or as

close as possible to 90°, even if in the drawing, for de-

scription purposes, it is less accentuated. In any case, it

can be advantageously comprised between 60° and 90°

degrees.

[0037] The metal element 3, upon completed coupling,

presents itself as a shaped plate 3 provided with a plu-

rality of holes 3A-3C filled with material constituting said

shaped body for the mutual fixing of the body to the ele-

ment itself.

[0038] Given that the holes are preferably distributed

in a uniform manner over the entire surface of the plate,

it is observed that they are present both on the first sur-

faces 4 and on the second surfaces, as well as on the

third surfaces 7.

[0039] It follows that the holes arranged on the third

surfaces 7 (the tilted surfaces) of the shaped walls are

substantially parallel to the support surface or have inci-

dent axis with respect to the latter with an angle that rang-

es from slightly over 0° (parallel or nearly so) to 30° or

more degrees.

[0040] As clearly visible in figure 3 and 5 once the metal

element 3 and the bottom 5 of the shaped body 2 are

coupled at least a plurality of holes 3A-3C of the meal

element 3 are provided and extend only in portions of the

third surfaces 7 tilted or perpendicular to the support sur-

face A of the vessel.

[0041] In this way the cooking vessel comprises holes

3B filled with material forming the bottom of the shaped

body 2 which extend totally and only in portions of the

third surfaces 7.

[0042] From the drawings it is also visible that once

the metal element 3 and the shaped body 2 are coupled

at least a plurality of holes 3A-3C of the meal element 3
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are provided and extend only in portions of the first sur-

faces 4 defining the support surface A. In this way the

cooking vessel comprises holes 3A filled with material

forming the bottom of the shaped body 2 which extend

totally and only in portions of the first surfaces 4.

[0043] From the drawings it is also visible that once

the metal element 3 and the shaped body 2 are coupled

at least a plurality of holes 3A-3C of the meal element 3

are provided and extend only in portions of the second

surfaces 6 recessed with respect to the first surfaces 4.

In this way the cooking vessel comprises holes 3A filled

with material forming the bottom of the shaped body 2

which extend totally and only in portions of the second

surfaces 6.

[0044] In particular it is observed that, given the same

distance "h" between the first 4 and second 6 surfaces,

if the third surfaces 7 are perpendicular to the first and

second surfaces there would be a shape with a lower

number of holes affected by the filling but very effective

in resisting separation; in the case of smaller tilt angles,

e.g. 45°, there will be more holes affected by the filling

due to the increase with the third surfaces: the seal on

one hand is reduced and on the other increases due to

the greater number of holes involved.

[0045] If the holes F were only present on the first sur-

faces 4 and/or on the second surfaces 6, which are sub-

stantially parallel to the support surface, a force that acts

on the metal element or plate 4 normal to the support

surface A and in the direction moving away from the

shaped body 2, could lead to the separation of plate and

shaped body.

[0046] Indeed, there is no other force beyond that de-

riving from the friction between that material portion of

the shaped body within the holes and the surface of the

plate defining the holes themselves, which would prevent

the separation of the two parts.

[0047] According to the present finding, the presence

of holes 3B filled with material of the shaped body, in the

third surfaces 7 as well (or only herein) which are re-

cessed and tilted with respect to the support surface A,

allows effectively opposing any force of separation be-

tween plate and shaped body. This ensures a very long

lifetime to the container, even when subjected to the

physiological cycles of heating and (often sudden) cool-

ing, to which such containers are subjected during the

use thereof.

[0048] Given that the second 6 and third 7 surfaces

are not in contact with the cooking surface, they can con-

veniently be painted a dark color or the like in order to

increase the infrared radiation thermal absorption prop-

erties of the conventional halogen ceramic glass surfaces

or electric heating surfaces.

[0049] In addition to this technical benefit, the use of

this measure allows obtaining particular aesthetic finish-

es deriving from the fact that the second 6 and third 7

surfaces are covered with a layer of paint (which can be

of any color), while said first surfaces 4 preferably lack

color; the paint is in fact easily removable from the first

surfaces with simple mechanical grinding processing.

[0050] As seen in figure 2, the metal element 3 is pref-

erably made of a single flat plate 3’ (which is shaped after

application) or micro-perforated disc, made of ferritic

steel.

[0051] This plate/disc 3’ can be obtained directly from

a commercial micro-perforated sheet metal that can be

easily found on the market; this is useful practice, above

all if working with items of limited series and/or special

developments.

[0052] The plates/discs thus obtained can be recog-

nized due to the fact that they have non-continuous cut-

ting perimeters.

[0053] In the cases of larger series, it may be advan-

tageous to directly produce the micro-perforated

discs/plates by using more productive and competitive

techniques based on micro-perforation and cutting of

continuous strip, which has a continuous cutting perim-

eter.

[0054] Further advantage of such process is that it al-

lows obtaining, at the center of the plate/disc, a central

hole 30 usable as a window for affixing, to the aluminum

body, logos or trademarks impressed directly on the body

itself.

[0055] The central hole 30 thus obtained can conven-

iently act as a centering element in the coupling of the

pieces inside the pressing mold.

[0056] The holes F (Fig. 2) made in said ferritic

disc/plate 3’ have a diameter "D" advantageously com-

prised between 1 mm and 2 mm.

[0057] Advantageously, before the deformation of the

plate or in a non-deformed zone thereof (e.g. on the first

4 or second 6 surfaces), two adjacent holes have a dis-

tance "d" between them comprised between 2 mm and

4 mm.

[0058] In particular, the holes F, before deformation,

are uniformly distributed on the plate and have a density

ranging from 5 to 10 holes per cm2.

[0059] The method for obtaining a cooking vessel ac-

cording to the finding is described hereinbelow and can

be easily understood from the analysis of figure 2.

[0060] In substance, an aluminum disc or a bottom 2’

of the shaped body 2 and a ferromagnetic material plate

are cold pressed in a single stroke (or in subsequent

steps), mutually centered between punch 10 and mold

11; such ferromagnetic material plate 3’ is preferably

made of ferritic steel material and has a plurality of holes

F with the above-described characteristics. The mold 11

provides for reliefs 12 and cavities 13 adapted to create

a plurality of recesses 130 (Fig. 3) in the disc/plate and

in the shaped body.

[0061] After the pressing on the bottom, first surfaces

4 are formed that derive from the pressing against the

base of the cavities 13, second surfaces 6 are formed

that derive from the pressing against the crests of the

reliefs 12, and third surfaces 7 are formed due to the

pressing (or sliding) of the lateral surfaces 16 of the re-

liefs.
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[0062] During the pressing, the material that forms the

bottom 2’ of the shaped body 2 penetrates into the holes

F which during deformation come to be positioned at said

third surfaces 7.

[0063] During pressing, of course, the material of the

shaped body also penetrates into the holes arranged at

the first and second surfaces 4 and 6.

[0064] The penetration of the material constituting the

shaped body 2 especially within the holes 3B of said third

surfaces 7 makes a perfect and indissoluble joining of

the ferritic element with the body of the cooking vessel.

[0065] In substance, the axial seal of the tie is ensured

by the filling of the holes 3B on the third surfaces 7, which

are situated orthogonally (or nearly so) to the axis of the

pot.

[0066] With regard to the cavities 130 present in the

bottom (and consequently with regard to the reliefs 12

present in the mold), these can have particular patterns.

The multiplicity of shapes of the impressions (i.e. of the

reliefs) that can be employed provides various possibil-

ities for personalization of the containers.

[0067] Figures 4-7 are only a few examples of the many

that can be attained. It is observed that for the sake of

simplicity, only some of the innumerable holes F, present

on the bottom of the vessels, were indicated in the draw-

ings.

[0068] It is observed that the particular final configura-

tion of the plate on two different levels constituted by the

first and second surfaces involves a shape flexibility that

damps the deformation forces that are developed in hot

conditions, in such a manner considerably limiting the

bending of the pot bottom, not least object of the finding.

[0069] A possible and advantageous variant is that of

deforming, during pressing, the ferritic ring-shaped

disc/plate with triangular section, as is clearly seen in

figure 5. In such embodiment the first surfaces 4 and the

second surfaces 6, in the middle part of the container,

are substantially reduced to circumferences.

[0070] A similar application proposes an important

benefit; the particular "accordion" shape allows great

flexibility and an easy adaption to the deformation: there-

fore, when the aluminum bottom is thermally expanded,

it drives, due to the acquired shape flexibility, also the

ferritic disc/plate (or coating), thus considerably improv-

ing the solidity of the container.

[0071] In the above description, there was particular

focus on the presence of a metal element arranged on

the bottom of the container, and on its method of fixing,

in order to render the container suitable for cooking on

induction surfaces as well.

[0072] It should be stated, though, that the metal ele-

ment fixed to the shaped body can also be made of a

non-ferromagnetic metal.

[0073] In this case, the presence of the metal element

is explained by the need to have a protection element for

the shaped body 2, perhaps made of a material more

resistant to impact or less subject to abrasion and

scratches, in order to make the bottom of the vessel

strong and durable. In addition, the metal element (made

of non-ferromagnetic material) can improve the charac-

teristics of contact with the glass ceramic surfaces of the

electric surfaces.

[0074] In substance, in such case the metal element

(or plate) may not be made of ferromagnetic steel and

the above-described application does not lose the de-

scribed sealing and stability characteristics with respect

to the other technologies used for joining the two parts.

[0075] Different embodiments have been described,

but others can be conceived by exploiting the same in-

novative concept.

Claims

1. Vessel for cooking food on induction or conventional

surfaces, comprising a shaped body (2) with a sur-

face that defines a volume for containing food during

cooking, and a metal element (3) arranged on the

bottom (5) of the vessel, such bottom (5) having a

plurality of first surfaces (4) that define a support sur-

face (A) and a plurality of second surfaces (6) that

are recessed with respect to said support surface

(A), the first and the second surfaces (4, 6) being

interconnected by third surfaces (7) that are tilted or

perpendicular with respect to the support surface (A),

the metal element (3) having a plurality of holes (3A-

3C) filled with material constituting said shaped body

(2) for the mutual fixing of the shaped body (2) to the

metal element (3), characterized in that

at least a plurality of said holes (3C) is provided only

on at least a portion of said third surfaces (7), said

plurality of holes (3C) extending totally and only on

said third surfaces (7).

2. Vessel according to the preceding claim wherein a

plurality of said holes (3A, 3B) is provided only on

said first and/or on said second surfaces (4, 6).

3. Vessel according to one or more of the preceding

claims wherein on at least said second and third sur-

faces (4, 6), a paint layer is provided.

4. Vessel according to one or more of the preceding

claims wherein the metal element (3) is made of a

ferromagnetic material, and is preferably obtained

directly by means of cutting from micro-perforated

sheet metal.

5. Vessel according to one or more of the preceding

claims wherein the holes (3A-C) made in said metal

element (3) have a diameter (D) comprised between

1 mm and 2 mm.

6. Vessel according to one or more of the preceding

claims wherein on said first and/or second surface

(4-6), two adjacent holes (3A-3C) have a distance
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(d) between them comprised between 2 mm and 4

mm.

7. Vessel according to one or more of the preceding

claims wherein the distance (d) between said second

surfaces (6) and said first surfaces (4) is less than

or equal to 2 mm.

8. Vessel according to one or more of the preceding

claims wherein the holes (3A-3C) made on the metal

element (3) have a density of 5 to 10 holes per cm2.

9. Vessel according to one or more of the preceding

claims wherein the bottom of the vessel has a plu-

rality of ring-shaped recesses (4, 6) with triangular

section.

10. Method for obtaining a cooking vessel for conven-

tional or induction surfaces comprising the steps of

cold pressing a shaped body (2) and a metal element

(3) having a plurality of holes (3A-3C), preferably

made of ferromagnetic material, against a surface

of a mold presenting reliefs (12) adapted to create,

in the metal element (3) and in the shaped body (2),

a plurality of first surfaces (4) which define a support

surface (A) for the vessel, a plurality of second sur-

faces (6) that are recessed with respect to said sup-

port surface (A) and a plurality of third surfaces (7)

that are tilted or perpendicular with respect to the

support surface (A) which interconnect the first and

the second surfaces (4, 6), in a manner so as to make

the material that forms the shaped body (2) penetrate

into at least some of the holes (3A-3C) positioned at

said third surfaces (7) and in a manner as to have

at least a plurality of said holes (3C) provided only

on at least a portion of said third surfaces (7), such

as said plurality of holes (3C) extends totally and

only on said third surfaces (7).

Patentansprüche

1. Behälter zum Kochen von Lebensmittel für Indukti-

ons- oder konventionelle Flächen, umfassend einen

geformten Körper (2) mit einer einen Raum zum Ko-

chen von Lebensmittel bestimmenden Flächen, und

ein auf dem Boden (5) des Behälters angeordnetes

Metallelement (3), wobei der genannte Boden (5)

eine Vielzahl von eine Auflagefläche (A) bestimmen-

den ersten Flächen (4) sowie eine Vielzahl von re-

lativ zu der genannten Auflagefläche (A) vertieften

zweiten Flächen (6), wobei die ersten und die zwei-

ten Flächen (4, 6) durch schräge oder zu der Aufla-

gefläche (A) senkrecht verlaufende dritte Flächen (7)

verbunden sind, wobei das Metallelement (3) eine

Vielzahl von Löchern (3A-3C) hat, die mit dem den

genannten geformten Körper (2) bildenden Werk-

stoff gefüllt ist, um den geformten Körper (2) und das

Metallelement (3) aneinander zu befestigen, da-

durch gekennzeichnet, dass mindestens eine Viel-

zahl der genannten Löcher (3C) nur auf mindestens

einer Portion der genannten dritten Flächen (7) vor-

handen ist, wobei sich die genannte Vielzahl von Lö-

chern (3C) ganz und nur auf den genannten dritten

Flächen (7) erstreckt.

2. Behälter nach dem vorherigen Anspruch, worin eine

Vielzahl von den genannten Löchern (3A, 3B) nur

auf den genannten ersten und/oder auf den genann-

ten zweiten Flächen (4, 6) vorhanden ist.

3. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin eine Farbschicht auf mindestens

den genannten zweiten und dritten Flächen (4, 6)

vorhanden ist.

4. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin das Metallelement (3) aus Ferro-

magnetmaterial besteht und vorzugsweise durch

Schneiden von mikroperforierten Metallblechen un-

mittelbar hergestellt wird.

5. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin die Löcher (3A-C) in dem genann-

ten Metallelement (3) einen Durchmesser (D) zwi-

schen 1 mm und 2 mm haben.

6. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin zwei angrenzende Löcher (3A-3C)

auf den genannten ersten und/oder den genannten

zweiten Flächen (4-6) einen Abstand (d) zwischen

2 mm und 4 mm voneinander haben.

7. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin der Abstand (d) zwischen den ge-

nannten zweiten Flächen (6) und den genannten ers-

ten Flächen (4) kleiner oder gleich 2 mm ist.

8. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin die Löcher (3A-3C) in dem Metal-

lelement (3) eine Dichte von 5 bis zu 10 Löchern per

cm2 haben.

9. Behälter nach einem oder mehreren der vorherigen

Ansprüche, worin der Boden des Behälters eine Viel-

zahl von ringförmigen Vertiefungen (4, 6) mit dreie-

ckigem Durchschnitt hat.

10. Verfahren zur Herstellung eines Behälters zum Ko-

chen für Induktions- oder konventionelle Flächen,

umfassend den Schritt des Kaltpressens eines ge-

formten Körpers (2) und eines eine Vielzahl von Lö-

chern (3A-3C) aufweisenden, vorzugsweise aus

Ferromagnetmaterial bestehenden, Metallelement

(3) gegen eine Oberfläche einer Form, die Vorsprün-

ge (12) aufweist, die sich eignen, in dem Metallele-
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ment (3) sowie in dem geformten Körper (2) eine

Vielzahl von eine Auflagefläche (A) für den Behälter

bestimmenden ersten Flächen (4), eine Vielzahl von

relativ zu der genannten Auflagefläche (A) vertieften

zweiten Flächen (6) sowie eine Vielzahl von schrä-

gen oder zu der Auflagefläche (A) senkrecht verlau-

fenden dritten Flächen (7) zu bilden, wobei die dritten

Flächen die ersten und die zweiten Flächen (4, 6)

verbinden, so dass der den geformten Körper (2)

bildenden Werkstoff in mindestens einige der Löcher

(3A-3C) auf den genannten dritten Flächen (7) ein-

dringt und so dass mindestens eine Vielzahl von den

genannten Löchern (3C) nur auf mindestens einer

Portion der genannten dritten Flächen (7) vorhanden

ist, wobei sich die genannte Vielzahl von Löchern

(3C) ganz und nur auf den genannten dritten Flächen

(7) erstreckt.

Revendications

1. Récipient pour cuisson d’aliments sur surfaces tra-

ditionnelles ou à induction, comprenant un corps mo-

delé (2) avec une surface qui définit un volume pour

contenir des aliments pendant la cuisson, et un élé-

ment de métal (3) agencé sur le fond (5) du récipient,

ledit fond (5) ayant une pluralité de premières surfa-

ces (4) qui définissent une surface d’appui (A) et une

pluralité de secondes surfaces (6) renfoncées par

rapport à ladite surface d’appui (A), les premières et

les secondes surfaces (4, 6) étant reliées par des

troisièmes surfaces (7) inclinées ou perpendiculai-

res par rapport à la surface d’appui (A), l’élément de

métal (3) ayant une pluralité de trous (3A-3C) remplis

de matériau formant ledit corps modelé (2) pour la

fixation réciproque du corps modelé (2) à l’élément

de métal (3), caractérisé en ce que

au moins une pluralité desdits trous (3C) n’est pré-

vue que sur au moins une portion desdites troisiè-

mes surfaces (7), ladite pluralité de trous (3C) s’éten-

dant totalement et seulement sur lesdites troisièmes

surfaces (7).

2. Récipient selon la revendication précédente, où une

pluralité desdits trous (3A, 3B) n’est prévue que sur

lesdites premières et/ou sur lesdites secondes sur-

faces (4, 6).

3. Récipient selon une ou plusieurs des revendications

précédentes, où une couche de peinture est prévue

sur au moins lesdites secondes et troisièmes surfa-

ces (4, 6).

4. Récipient selon une ou plusieurs des revendications

précédentes, où l’élément de métal (3) est en maté-

riau ferromagnétique et est obtenu préférablement

directement par cisaillement de tôle microperforée.

5. Récipient selon une ou plusieurs des revendications

précédentes, où les trous (3A-C) dans ledit élément

de métal (3) ont un diamètre (D) compris entre 1 mm

et 2 mm.

6. Récipient selon une ou plusieurs des revendications

précédentes, où sur lesdites premières et/ou secon-

des surfaces (4-6) deux trous adjacents (3A-3C) ont

une distance (d) l’un de l’autre comprise entre 2 mm

et 4 mm.

7. Récipient selon une ou plusieurs des revendications

précédentes, où la distance (d) entre lesdites secon-

des surfaces (6) et lesdites premières surfaces (4)

est inférieure ou égale à 2 mm.

8. Récipient selon une ou plusieurs des revendications

précédentes, où les trous (3A-3C) sur l’élément de

métal (3) ont une densité de 5 à 10 trous par cm2.

9. Récipient selon une ou plusieurs des revendications

précédentes, où le fond du récipient a une pluralité

de renfoncements annulaires (4, 6) avec section

triangulaire.

10. Méthode pour obtenir un récipient pour cuisson sur

surfaces traditionnelles ou à induction, comprenant

les passages de presser à froid un corps modelé (2)

et un élément de métal (3) ayant une pluralité de

trous (3A-3C), préférablement en matériau ferroma-

gnétique, contre une surface d’un moule présentant

des saillies (12) adaptées pour créer, dans l’élément

de métal (3) et dans le corps modelé (2), une pluralité

de premières surfaces (4) qui définissent une surfa-

ce d’appui (A) pour le récipient, une pluralité de se-

condes surfaces (6) renfoncées par rapport à ladite

surface d’appui (A) et une pluralité de troisièmes sur-

faces (7) inclinées ou perpendiculaires par rapport

à la surface d’appui (A), qui relient le premières et

les secondes surfaces (4, 6) de façon à ce que le

matériau formant le corps modelé (2) puisse péné-

trer dans au moins quelques-uns des trous (3A-3C)

sur lesdites troisièmes surfaces (7) et de façon à ce

qu’au moins une pluralité desdits trous (3C) ne soit

prévue que sur au moins une portion desdites troi-

sièmes surfaces (7), pour que ladite pluralité de trous

(3C) s’étende totalement et seulement sur lesdites

troisièmes surfaces (7).
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