
EP 0 276 094 81 Description This invention relates to a razor component and
a lubricating strip. More particularly the invention relates to a razor cap
and a lubricating strip. 5      US-A-4,170,821 describes a razor cartridge
having a cap with a lubricating composition. It also describes the
incorporation of this composition in a water insoluble microporous
substrate. Commercially available razors of this type namely Gillette ATRA
PLUS and Schick ULTREX PLUS provide the combination of a lubricating strip
and razor cap, the strip being subsequently affixed to the razor cap. This
strip acts asa shaving aid and contains a shave-aiding agent in the form of
polyethylene oxide having a molecu- 10  lar weight between 100,000 and
6,000,000. The shave-aiding agent is retained by a retaining structure in
the form of a microporous substrate which is typically polystyrene. The
shave-aiding agent is released from the substrate by leaching. The process
for manufacturing a razor having such a lubricating strip employs first,
injection molding of the cap and then the separate attachment of the strip.
The strip is attached either by the use of acrylate adhe- 15    sives or by
mechanical means. When an adhesive is utilized, the combination of the
strip and cap must be prop- erly positioned after the adhesive is applied
and then clamped for a period of time to allow the initial adhesive bonding
to occur. This process has the disadvantage of the extra cost associated
with the use of the adhesive as well as the separate steps utilized to mate
and cure the adhesive. A mechanical attachment means usually involves a
slot defining a recess in the top surface of the cap gen- 20  erally
extending longitudinally along the cap length, and a positioning means
either at the end of the recess or at the bottom of the recess or in both
places. The strip (which is separately manufactured and which is either
extruded or injection molded) is cut, positioned and retained usually by
means of tabs or the like which can be bent over a portion of the strip to
retain it. Ideally, the steps relating to the marriage of the separately
formed strip and cap would be avoided if the 25  strip could be molded in
the same machine after molding of the cap had been completed. While the
mixture of polyethylene oxide and polystyrene can be rendered plastic and
deformable, attempts to sequentially mold the polystyrene/polyethylene
combination have run Into some substantial difficulties. One of the
problems inherent In attempting to injection mold a polyethylene oxide
compound is that high molecularweight polyethylene oxides are preferred for
this particularapplication because they have the desired 30  rate of water
solubility. Lower molecular weight polyethylene oxide compounds, i.e.,
those near the bottom of the range disclosed in US-A-4,170,821 tend to
rapidly leach out of the polystyrene open-celled matrix or ho- ney-comb
structure and may be essentially "used up" before the number of shaves
comtemplated by the par- ticular blade assembly Is completed. The preferred
high molecular weight polyethylene oxide is, unfortunately, highly
susceptible to chain sci- 35    ssion which reduces its molecular weight
and consequently its efficacy as a shave-aiding agent. In the ther-
moplastic state, high molecular weight polyethylene oxide has an extremely
high melt viscosity. Therefore, in order to sequentially mold the
lubricating strip onto the razor cap, it is necessary to use very high
injection mold- ing temperatures to achieve the necessary melt flow to
successfully complete the injection molding of the strip. This combination
of high temperature and shear exposure accelerates the degradation of the
polyethylene 40  oxide via chain scisson. This problem could be
substantiallyreduced if the temperatures used for injection mold- ing were
substantially reduced. Another problem associated with the use of very high
injection molding temperatures in the sequential mold- ing process Is the
potential thermal distortion of the previously molded cap during the
sequential molding of the lubricating strip. 45       For these reasons,
and the obvious energy savings, it is highly desirable to be able to
substantially reduce the injection molding temperatures used to form the
lubricating strip. In US-A-4,381,293 there is disclosed a razor component
having a lubricating strip comprising a shave-aid- ing agent and up to
about 20% by weight of propylene glycol or glycerol. The propylene glycol
or glycerol acts as a moisturizer during shaving. 50     In GB-A-2,024,082
there is disclosed a razor having an insert which comprises polystyrene and
polyethylene oxide. According to one aspect of the present invention there
is provided a razor component having a lubricating strip said strip being
characterised by being injection molded onto the razor component (R) and
comprising a mixture of polystyrene, polyethylene oxide and between about
0.1% to about 10% by weight of a water soluble 55  cosmetically acceptable
plasticizer for polyethylene oxide said plasticizer being incompatible with
polystyrene. 



Desirably said polystyrene comprises general purpose polystyrene. In a
preferred embodiment the strip comprises, by weight, about 55% to about 85%
polyethylene oxide, about 35% to about 15% polystyrene, and about 0.1% to
about 10% plasticizer. 2    EP 0 276 094 B1 The plasticizermay be one
ormore of propylene glycol, polyethylene glycol, polypropylene glycol,
glycerol, alkyl phenol ethoxylate and water. The plasticizer is preferably
octyl phenol ethoxylate containing nine moles of ethylene oxide. According
to a further aspect of the invention there is provided a method for
sequentially injection molding 5   a lubricating strip and atleasta plastic
razor componentwith orifices for anchoring said strip in a position extend-
ing longitudinally across the component, said method being characterised
by. molding at least said component with orifices spaced along a recessed
area extending longitudinally across the component; and injecting a mixt-
ure comprising at least a shave-aiding agent and from about 0.1% to about
10% by weight of the mixture of a water soluble cosmetically acceptable
plasticizer, at temperatures sufficient to produce flowability of the
shave- 10  aiding agent without substantially reducing its molecularweight
during the time of injection, said mixture forming said strip and flowing
into said orifices to anchor said strip to said component. Desirably the
mixture further includes an insoluble plastics material, and the
shave-aiding agent preferably comprises polyethylene oxide. Preferably the
insoluble plastics material is polystyrene, preferably particulate
polystyrene. 15     According to another aspect of the invention there is
provided a razor component and a lubricating strip disposed on an upper
surface of the component, characterised in that said strip includes
anchoring means for anchoring the strip by injection moulding to the
component, and said anchoring means comprises a plurality of anchoring
formations extending into the component. Preferably each anchoring
formation has a free end which includes a portion disposed at an angle to,
and/or 20  of greater thickness than, the rest of the formation. In the
preferred construction each anchoring formation comprises a downwardly
directed substantially T- shaped formation, the top of the T is
substantially parallel to the strip and abuts a portion of the component
substantially parallel to the top of the upper surface of the component,
and the leg of the T extends through the component between the upper
surface and said portion. 25      The strip may be molded in place after a
moulding operation forming the component. Typically the razor component is
a razor cap. The insoluble plastics structure can act as a retaining
structure for the shave-aiding agent. In particular, the retaining
structure may be microporous, with the shave-aidig agent disposed therein.
The shave-aiding may be leachable. As explained above, the invention is
particularly useful for high molecular weight shave-aiding agents. so
The present invention enables the lubricating strip to be molded in situ on
the razor cap, after the cap has been previously injection molded. The
lubricating strip acts as a shaving aid which facilitates the act of
shaving. Reference is now made the the accompanying drawings, in which:
Figure 1 Is a plan view of a razor cap and lubricating strip according to
the invention; 35      Figure 2 is a cross sectional view taken along lines
2-2 of Figure 1; Figure 3 is a view of a lubricating strip according to the
Invention. As can be seen from Figure 1, a razor cap R of a razor is
provided with handle 17 connected to the razor cap R by neck 16. For
clarity the precise means of connection is not shown. Also the razor blade
or blades are not shown. 40      A lubricating strip 20 Is disposed along a
longitudinal line in a recessed area 18 on the cap R. The strip 20 is
retained in place and anchored through T-shaped anchoring means in the form
of anchoring formations 22, 23, 24 and 25 which extend into cooperating
formations 12, 13, 14 and 15 respectively on the cap R. As can be seen by
reference to Figure 3, a typical anchoring formation 22 may be generally
T-shaped and contains a neck portion 22" and a wider portion 22'. The
anchoring formations 22 to 25 may extend under a bottom surface 45  of the
cap Rand flow along to define a mold area within the cap R, or may be
positioned within a hollow receiving portion within the thickness of the
cap R itself as shown in Figure 2. The anchors 22 to 25 serve to maintain
the strip 20 in its position on the cap R within the recess 18. 



Figure 3 shows the strip 20 as it would appear if separate from the cap R.
As can be seen therein, the series of T-shaped anchoring formations 22, 23,
24, and 25 are designed to mate with formation 12, 13, 14, and 15 50
respectively (which are in the form of slots or orifices). The formations
22 to 25 are designed so that the neck portion of the T represented by 22",
23", 24", and 25" are positioned within the slots and the strip 20 is
retained by the spread out anchor portions 22', 23', 24', and 25' shaped as
the cross bar portion of the T. The particular configuration of the
anchoring formations 22 to 25 may be varied; for example, any anchoring
formation can be used in which the bottom portion (represented in the
drawings by numerals 22', 23', 24', and 55   25') is wider than the
respective mating formation 12, 13, 14, and 15 through which the strip 20
is anchored. The number of the formations 22 to 25 is not critical except,
with regard to their location, it is preferred that they be positioned
essentially symmetrically about the transverse centre of the razor cap R to
maintain resist- ance to torque forces which may be applied to the strip 20
during shaving. 3    EP 0 276 094 B1 It will be appreciated that the strip
20 can be molded to other parts of the razor structure than the cap. The
method according to the present invention resides in the sequential molding
of the razor cap R and, subsequently, the lubricating strip 20 positioned
in appropriately predesigned areas on the top of the cap R. As can be seen
by reference to the drawings, particularly Figures 1 and 2, the cap R is
formed with a receiving 5   area (in the form of the recess 18) by
injection molding,and subsequently a mixture of polystyrene and
polyethylene oxide along with suitable amounts of acceptable plasticizers
present from about 0.1 to about 10% by weight of the mixture Is prepared as
a fluid for a second stage injection molding operation. The receiving
cavity for this second stage is formed in part by the Injection molded cap
R. The use of a plasticizer in the polystyrene-polyethylene oxide mixture
brings about the desired reduction 10    in injection molding temperatures
and the previously described performance and processing benefits derived
therefrom. The plasticizer should be water soluble and compatible with
polyethylene oxide and also cosmetically acceptable. By "cosmetically
acceptable" It is meant that the use of the plasticizer in the indicated
amounts of 0.1 to 10% by weight of the mixture will not generally produce
irritation to the skin of the majority of the users 15 of the shaving
implement. The plasticizer should also be substantially incompatible with
polystyrene. If the plas- ticizer Is Imprisoned in the polystyrene matrix
it has no effect on the polyethylene oxide. Of course, plasticizers which
are compatible with polyethylene oxide and polystyrene, which are also
cosmetically acceptable, could be used if present In relatively high levels
but obviously this is undesirable because high levels of plasticizer could
adversely affect both the polyethylene oxide and the polystyrene. 20
The use of the plasticizers allows the utilization of substantially lower
temperatures during the time of pro- cessing to produce a flowability of
the polyethylene oxide without substantially reducing its molecular weight
and performance in the lubricating strip 20. Preferred plasticizers are
polyethylene glycol particularly with molecular weight between 400 and
20,000, water soluble polypropylene glycol particularly with molecular
weight between 400 and 4,000, water soluble 25 copolymers of ethylene and
propylene oxide, water soluble alkyl phenol ethoxylates, glycerine,
sorbitol and water. Particularly preferred plasticizers are propylene
glycol and octyl phenol ethoxylate with 9 moles of ethylene oxide. This
latter plasticizer is commercially available under the trade name Triton
X-100 from Rohm and Haas Company, Philadelphia, PA. 30     It is also
possible to use water as a plasticizer although the use of water requires a
change in certain of the process parameters. With regard to each specific
plasticizer flowability ata given temperature increases with the amountof
plas- ticizer added as will be shown in the examples set forth below. 35
Example 1 A series of runs were made in which the level of high molecular
weight polyethylene oxide, polystyrene and propylene glycol was varied
within the ranges in table 1 set forth below. A small amount of 3,5,-di
tertbutyl-p-cresol, commonly known as butylated hydroxy toluene or BHT, was
40  added to the composition as an oxidation inhibitor for the compostion.
In orderto determine the effect of plasticizers on the injection molding
temperatures required to successfully 



sequentially mold the lubricating strip 20 onto at least the cap R, the
runs were conducted on a commercial injection molding machine. Temperatures
of the different sections of the machine were varied to determine the
minimum temperatures for sequentially molding lubricating strips. 45 50 55
4    EP 0 276 094 B1 TABLE 1 COMPOSITION 5 Sample    Poly(styrene)
Poly(ethylene-   Propylene    BHT 10      No             %
oxide),%         Glycol, %       % 1           19.9                  80
0           0.1 15      2           24.9                  75
0          0.1 3           29.9                  70                 0
0.1 4           19.9                  75                 5          0.1 5
24.9                  70                 5          0.1 6           29.9
65                 5          0.1 7           19.9                  70
10         0.1 8          24.9                  65                 10
0.1 25 30 TABLE 2 MINIMUM ACCEPTABLE MOLDING MACHINE TEMPERATURES 40
Rear          Front          Nozzle         Sprue          Mold [err]
[err]        [err]        [err]       [err] 360([err])  390(199C)
400([err])  510(266C)  75([err]) 45 360([err])  390([err])  400([err])
510([err])  75([err]) 360(182C)  390([err])  400([err])  510([err])
75([err]) 320([err])  330([err])  330([err])  430([err])  75([err]) 50
320([err])  330(166C)   330([err])  430([err])  75([err]) 320(160C)
330([err])   330([err])  425([err])  75([err]) 310([err])  320([err])
320(160C)  380([err])  75([err]) 320([err])  330([err])  330([err])
425([err])  75([err]) The table 1 below shows the compositions of the strip
20 used In each run, and table 2 shows the minmum acceptable temperature
necessary for successful sequential molding of the lubricating strip for
each run. 5    EP 0 276 094 B1 The tables show that the Introduction of 5%
plasticizer enabled a reduction in the minmum acceptable Injec- tion
molding machine temperatures of 40F [err] at the rear of the machine and
80F [err] at the nozzle and sprue. Addition of 10% plasticizer enabled
reduction in the minmum acceptable molding machine temperat- ures by [err]
at the rear of the machine and 85-[err] (47-[err]) at the nozzle and sprue.
5 Example 2 A two-minute water Immersion laboratory test is used to
evaluate the efficacy of inserts and assess their ability to release
polyethylene oxide during shaving. A minimum of 70% water weight gain is
required for an 



10   insert to be efficacious (perceived as providing significant
lubrication to the shaver during the act of shaving). Water Immersion
values for each tested composition are as follows: Sample No
% Weight Gain  2-Min. 15
Water Immersion Test 1                                                   84
2                                                   92 20               3
67 4                                                   78 5
74 25            6                                                   73 7
92 8                                                   65 30      The table
shows when comparing Sample No 3 (no plasticizer) to No 6 (5% propylene
glycol) that the plas- ticized compound is more efficacious (73% water
absorption vs. 67%) and it can be molded at nozzle and sprue temperatures
of 70F [err] and [err] (47C), respectively, below the non-plasticized
formulation. The Introduction of 10% propylene glycol (compare compound 1
to compound 7) permits a reduction in nozzle and sprue temperatures of
[err] and  [err] respectively, while slightly increasing efficacy. 35
Claims 1.A razor component (R) having a lubricating strip (20) said strip
(20) being characterised by being injection 40 molded onto the razor
component (R) and comprising a mixture of polystyrene, polyethylene oxide
and between about 0.1% to about 10% byweight ofawatersoluble
cosmeticallyacceptable plasticizerforpolyethylene oxide said plasticizer
being incompatible with polystyrene. 2. A razor component (R) according to
Claim 1, characterised In that said polystyrene is general purpose
polystyrene. 45      3. Arazorcomponent (R) according to Claim 1 or2,
characterised in that the strip (20) comprises, by weight, about 55% to
about 85% polyethylene oxide, about 35% to about 15% polystyrene, and about
0.1% to about 10% plasticizer. 4. A razor component (R) according to Claim
2 or 3, characterised in that the plasticizer is one or more of propylene
glycol, polyethylene glycol, polypropylene glycol, glycerol, alkyl phenol
ethoxylate and water. so      5. A razor component (R) according to any of
Claims 1 to 4, characterised in that the plasticizer is octyl phenol
ethoxylate containing nine moles of ethylene oxide. 6. A method
forsequentially injection molding a lubricating strip (20) and at least a
plastic razorcomponent (R) with orifices (12,13,14,15)for anchoring said
strip (20) in a position extending longitudinally across the com- ponent
(R), said method being characterised by: molding at least said component
with orifices (12,13,14,15) 55    spaced along a recessed area (18)
extending longitudinally across the component; and injecting a mixture com-
prising at least a shave-aiding agent and from about 0.1% to about 10% by
weight of the mixture of a water soluble cosmetically acceptable
plasticizer, at temperatures sufficient to produce flowability of the
shave-aiding agent without substantially reducing its molecular weight
during the time of injection, said mixture forming said 6    EP 0276094 B1
The tables show that the introduction of 5% plasticizerenabled a reduction
in the minmum acceptable injec- tion molding machine temperatures of  [err]
at the rear of the machine and  [err] at the nozzle and sprue. Addition of
10% plasticizer enabled reduction in the minmum acceptable molding machine
temperat- ures by  [err] at the rear of the machine and 85-130F (47-[err])
at the nozzle and sprue. 5 Example 2 A two-minute water immersion
laboratory test is used to evaluate the efficacy of inserts and assess
their ability to release polyethylene oxide during shaving. A minimum of
70% water weight gain is required for an 10   insert to be efficacious
(perceived as providing significant lubrication to the shaver during the
act of shaving). Water immersion values for each tested composition are as
follows: Sample No                                    % Weight Gain  2-Min.



15                                                      Water Immersion
Test 1                                                   84 2
92 20            3                                                   67 4
78 5                                                   74 25            6
73 7                                                   92 8
65 30      The table shows when comparing Sample No 3 (no plasticizer) to
No 6 (5% propylene glycol) that the plas- ticized compound is more
efficacious (73% water absorption vs. 67%) and it can be molded at nozzle
and sprue temperatures of  [err] and  [err], respectively, below the
non-plasticized formulation. The introduction of 10% propylene glycol
(compare compound 1 to compound 7) permits a reduction in nozzle and sprue
temperatures of [err]  and  [err] (72C) respectively, while slightly
increasing efficacy. 35 Claims 1. Arazorcomponent (R) having a lubricating
strip (20) said strip (20) being characterised by being injection 40 molded
onto the razor component (R) and comprising a mixture of polystyrene,
polyethylene oxide and between about 0.1% to about 10% by weight of a water
soluble cosmetically acceptable plasticizer for polyethylene oxide said
plasticizer being incompatible with polystyrene. 2. A razor component (R)
according to Claim 1, characterised in that said polystyrene is general
purpose polystyrene. 45      3. A razor component (R) according to Claim 1
or 2, characterised in that the strip (20) comprises, by weight, about 55%
to about 85% polyethylene oxide, about 35% to about 15% polystyrene, and
about 0.1% to about 10% plasticizer. 4. A razor component (R) according to
Claim 2 or 3, characterised in that the plasticizer is one or more of
propylene glycol, polyethylene glycol, polypropylene glycol, glycerol,
alkyl phenol ethoxylate and water. 50      5. A razor component (R)
according to any of Claims 1 to 4, characterised in that the plasticizer is
octyl phenol ethoxylate containing nine moles of ethylene oxide. 6. A
method for sequentially injection molding a lubricating strip (20) and at
least a plastic razor component (R) with orifices (12,13,14,15)
foranchoring said strip (20) in a position extending longitudinally across
the com- ponent (R), said method being characterised by: molding at least
said component with orifices (12,13,14,15) 55  spaced along a recessed area
(18) extending longitudinally across the component; and injecting a mixture
com- prising at least a shave-aiding agent and from about 0.1% to about 10%
by weight of the mixture of a water soluble cosmetically acceptable
plasticizer, attemperatures sufficient to produce flowability of the
shave-aiding agent without substantially reducing its molecular weight
during the time of injection, said mixture forming said 6    EP 0 276 094
B1 strip (20) and flowing into said orifices (12,13,14,15) to anchor said
strip (20) to said component (R). 7. A method according to Claim 6,
characterised in that the mixture further includes an insoluble plastics
material, and the shave-aiding agent comprises polyethylene oxide. 8. A
method according to Claim 7, characterised in that the insoluble plastics
material is polystyrene, pref- 5   erably particulate polystyrene. 9. A
razor component (R) and a lubricating strip (20) disposed on an upper
surface of the component (R), characterised in that said strip (20)
includes anchoring means (22,23,24,25) for anchoring the strip (20) by
injec- tion moulding to the component (R), and said anchoring means
(22,23,24,25) comprises a plurality of anchoring formations extending into
the component (R). 10      10. A razor component (R) according to Claim 9,
characterised in that each anchoring formation (22,23,24,25) has a free end
(22',23',24',25')which includes a portion disposed at an angle to, and/or
of greater thickness than, the rest of the formation. 11. A razor component
(R) according to Claim 9 or 10, characterised in that each anchoring
formation (22,23,24,25) comprises a downwardly directed substantially
T-shaped formation, the top (22',23',24',25') of 



15  the T is substantially parallel to the strip (20) and abuts a portion
of the component substantially parallel to the top of the upper surface of
the component, and the leg (22 ,23',24',25) of the T extends through the
component between the upper surface and said portion. 12. A razor component
(R) according to Claim 9, 10 or 11, characterised in that the strip (20) Is
molded In place after a molding operation forming the component (R). 20
Patentansprflche 1. Raslererbauteil (R) mit einem Gleltmittelstreifen (20),
der dadurch gekennzeichnet ist, da6 er in Spritz- 29  guS an den
Rasiererbauteil (R) angeformt lst und aus einem Gemisch aus Polystyrol,
Polyethylenoxid und zwl- schen etwa 0,1% und etwa 10 Gew.-% eines
wasserioslichen, kosmetisch akzeptablen Weichmachers fMr Polyethylenoxid
besteht, wobei der Welchmacher mit Polystyrol inkompatibel Ist. 2.
Raslererbauteil (R) nach Anspruch 1, dadurch gekennzeichnet, da6 es sich
beim Polystyrol urn Mehr- zweck-Polystyrol handelt. 30      3.
Rasiererbauteil (R) nach Anspruch I oder 2, dadurch gekennzeichnet, dae
der Streifen (20) auf Gewichtsbasis aus etwa 55% bis etwa 85%
Polyethylenoxid, etwa 35% bis etwa 15% Polystyrol und etwa 0,1% bis etwa
10% Welchmacher besteht. 4. Raslererbauteil (R) nach Anspruch 2 oder 3,
dadurch gekennzeichnet, daB der Welchmacher aus der Gruppe aus
Propylenglycol, Polyethylenglycol, Polypropylenglycol, Glycerin,
Alkylphenolethoxylat undloder 35  Wasser ausgewAhIt ist. 5. Raslererbautell
(R) nach einern derAnsprfche I bis 4, dadurch gekennzelchnet, dai
derWelchmacher aus Octyiphenolethoxylat mit 9 Mol Ethylenoxid besteht. 6.
Verfahren zum aufeinanderfolgenden Sprltzgielen eines Gleitmittelstreifens
(20) und mindestens elnes Rasiererbauteils (R) mit Offnungen (12,13,14, 15)
zum Verankern des Strelfens In einerlangsulberden Bauteil 4o  (R)
veuiaufenden Lage, gekennzehchnet durch folgende Schritte: Forrnen
zumindest des Bautells mit effnungen (12, 13, 14, 15), die lings eines in
Lingsrichtung Ober den Bauteil veriaufenden ausgesparten Bereichs (18) auf
Abstinde vertellt sind, und Spritzen eines Gemisches aus mindestens einem
Rasierhilfsmittel und etwa 0,1% bis etwa 10 Gew.-% (bezogen auf des Gewlcht
des Gemisches) eines wasseriosiichen, kosmetisch akzeptablen Welchmachers
be! Temperaturen, die hoch genug sind, um das Rasierhilfesmittel flie~flhig
zu 45   machen, ohne sain Molekulargewicht zum Zeitpunkt des Spritzens
wesentlich zu verringern, wobei des Gemisch den Streifen (20) bildet und
zur Verankerung des Streifens (20) am Bautell (R) In die 6ffnungen (12,
13,14, 15) hineinflieBt. 7. Verfahren nach Anspruch 6, dadurch
gekennzelchnet, daB das Gemisch femer enen unlslichen Kunst- stoff enthilt
und das Rasierhilfsmittel aus Polyethylenoxid besteht. so      8. Verfahren
nach Anspruch 7, dadurch gekennzelchnet, dae der unlosliche Kunststoff aus
Polystyrol, bevoeugt telichenfminigem Polystyrol besteht. 9.
Rasiererbauteil (R) mit einem an einer Oberfiache des Bauteils (R)
angeordneten Gleltmiltelstreffen (20), dadurch gekennzeichnet, daB der
Streifen (20) Verankerungemittel (22, 23, 24, 25) zum Verankem des Strei-
fens (20) durch SpritzgieBen am Bautell (R) aufweist und die
Verankerungamittel (22, 23, 24, 25) sine Anzahl 65  von In den Bauteil (R)
hineinreichenden Verankerungsausformungen umfassen. 10. Rasiererbauteil (R)
nach Anspruch 9, dadurch gekennzeichnet, dae jede Verankerungsausformung
(22, 23, 24, 25) ein freies Ends (22', 23', 24', 25') mit einem Abschnilt
aufwelst, der unter elnem Winkel zum Rest der Ausformung angeordnet !st
und/oder sine groilere Dicke als der Rest der Ausformung aufweist. 7    1
1!11111! 11111111111)ID11 I111 EP 0 276 094 B1c 11. Raslererbauteil (R)
nach Anspruch 9 odor 10, dadurch gekennzelchnet, daB jede Verankerungsaus-
formung (22,23,24, 25) eine abwArls gerichtete, im wesentlichen T-formige
Ausformung umfai3t, die Oberselte (22',23',24',25') der T-Form im
wesentlichen parallel zum Streofen (20) liegt und an elnem Abschnitt des
Bau- teils Im wesentlichen parallel zur Oberseito der OberflAche des
Bautelis anstoit und der Schenkel (22", 23", 6   24", 25") der T-Form sich
durch den Bauteil zwischen der Oberliiche und dem genannten Abschnitt
erstreckt. 12. Rasiererbauteil (R) nach Anspruch 9, 10 oder 11, dadurch
gekennzeichnet, daB der Streifen (20) nach elnem Formvorgang zum Formen des
Bauteils (R) in seiner Lage angeformt worden let. 



lo  Revendicatlons 1. Une tete de rasage (R) munie d'une bande lubrifiante
(20), ladite bande (20) etant caractirls6e en ce qu'elle est moul6e par
injection sur ladite tate de rasage (R) et en ce qu'elle comprend un
melange de polys- tyrene, d'oxyde de polyethylene et d'environ 0,1% a 10%
en poids d'un plastiftant soluble dans r'eau et accep- 15  table sur le
plan cosm6tique vis-&vis de l'oxyde de polyethylene, ledit plastifiant
6tant incompatible avec le polystyrene. 2. Unr tete de rasage (R) selon la
revendication 1, caracteris6e en ce quo ledit polystyrene est du polys-
tyrene courant. 3. Une tote de rasage (R) selon la revendication I ou 2,
caract6ris6e en ce que la bande (20) comprend, 20  en poids, environ 55% a
85% d'oxyde de polydthylyne, environ 35% a 15% de polystyrno et environ
0,1% & 10% de plastifant. 4. Une tote de rasage (R) selon la revendication
2 ou 3, caracterisee en ce quo Is plastifiant eat constitue par un ou
plusleurs des composants suivants: propyleneglycol, polyethyleneglycol,
polypropylbrieglycol, gly- cerol, ethoxylate d'alkylph6nol et eau. 25
5. Une tote de rasage (R) selon l'une quelconque des revendications I A 4,
caracterisee en ce quo le plas- tfiant est de l'octylphenol ethoxylate
contenant 9 moles d'oxyde d'ethylne. 6. Un procede pour le moulage par
injection sequentielle d'une bands lubrifiante (20) et d'au moIns une tete
de rasage (R) en matibre plastique munie d'orlflces (12, 13, 14, 1.5) pour
ancrer laditb bande (20) dens une position longitudinale par rapport a la
tote (R), ledit procede etant caracterise en ce que l'on forme au moins 30
ladito t~te avecdes orifices (12,13, 14,15) repartis le long d'une zone en
creux (18) disposee longitudinalement sur Is composant; et en ce quo l'on
injects un m6lange comprenant au moins un agent d'alde au rasage et environ
de 0,1% a 10% en poids du melange d'un plastifiant soluble dens l'eau et
acceptable sur le plan cos- metique, A des ternperatures suffisantes pour
provoquer l'ecoulement de l'agent d'alde au rasage sans reduire
sensiblemont son poids moleculaire au cours de la duree de l'injection,
ledit melange formant ladite bande (20) 35  et sa'coulant A travers iesdits
orifices (12, 13, 14, 15) afin d'ancrer ladite bande (20) A ldite tote (R).
7. Un procede selon la revendication 6, caracterisb en ce que le melange
comporte en outre une matiere plastique insoluble, et en ce que l'agent
d'aide au rasage comprend de l'oxyde de polyethyline. 8. Un procede selon
la revendication 7, caracterisb en ce quo la matiere plastique insoluble
eat du polys- tyrene, de praference du polystyrbne particulaire. 40      9.
Une tite de rasage (R) et une bands lubriffante (20) appliquee sur une
surface superieure de la teb (R), caracterisee en ce quo ladite bande (20)
comporte des moyens d'ancrage (22, 23, 24, 25) pour ancrer la bands (20)
par moulage A Injection sur la tote (R), et en ce que lesdits moyens
d'ancrage (22, 23, 24, 25) comportent une pluralite de formations d'ancrage
s'etendant A I'intdrieur de la tote (R). 10. Une tMte de rasage (R) selon
la revendication 9, caractdrise en ce quo chaque formation d'ancrage 45
(22,23,24,25) comporte une extremite libre (22, 23', 24', 25') qul comprend
une partle formantun angle avec, etlou une epalsseur superieure au rests de
la formation. 11. Une tote de rasage (R) selon la revendlcation 9 ou 10,
caracterisee en ce que chaque formation d'ancrage (22, 23, 24, 26) comprend
une fornation dirigOe vers le bas et sensiblement en hmnne de T, en co quo
le sommet (22', 23', 24', 25') du T est sensiblement parallele A la bande
(20) et vient en butee sur une 5o  partle de la tte sensiblement parallale
A la partie sup~ieure de la surface superliure de la tete, et en co que la
Jambe (22', 23', 24', 25') du T  teond A tayers Is tote entre la surface
superieure et ladite partle. 12. Une tete de rasage (R) selon la
revendication 9, 10 ou 11, caract~ris~e en ce quo la bande (20) est moul6e
on position apres une operation de moulage destinee A former la tote (R).
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