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1 BABY SOOTHER, The present invention-relates to a nethod OLZV?EET gggfing a
baby soother and a baby soother 5 manuf act ured t her eby. '%: ' one
t yipe of baby soother (commonly referred to as dumm es) have been nade of
‘rubber or artificial rubber in the shape of a nipple. These 10 baby

soot hers have not been found to be suitable for babies about to grow thgir
first mlk teeth. Baby soothers w th radbber nipples do-not hel p babi to
.devefgp strong guns and help themto get over their teething problen§:215
Babybsoothers for ol der, teething babies have been known and are fre ntly

I n the shape of Hgyyq-@@@ngﬁerred to as "teething rings". Teething rings
particularly thos& TTTteda with a liquid such as 20 distilled water have-

been known. These teething rings are filled with the liquid and are seal ed
fromthe outside. THey phravee heeni aoeveni banaté yatrde eb aaplsthed type

‘seal abl e naterlalgﬁbe agegurg§ylt OLJ% rggkhnghgég :%Z thﬁéteethlnggrlngs

have a sharp 25 réthe sdalin &8s
sharp edge pﬁbV|d@@n&ﬂ@@§ywbﬁet&&mgéw-to t he nout hs of bables usi ng the
teething ring. The present invention provides a nethod of
In the past, one type of baby soother (commonly
referred to as dummies) have been made of rubber or
artificial rubber in the shape of a nipple. These
10 baby soothers have not been found to be suitable for
(% : babies about to grow their first milk teeth. Baby
soothers with rubber nipples do not help babies to
develop strong gums and help them to get over their
teething problems.
15 ;
Baby_sbothers for older, teething babies have been
known and are frequently in the shape of rings and
réEerred to as "teething rings". Teething rings
_ particularly those filled with a liquid such as
20 distilled water have been known. These teething
rings are filled with the iiquid and are sealed Lrom
the outside. They have been conventionally made of a
plastics type sealable material and as a result of
the sealing process the teething rings have a sharp
25 edge where the sealing process has taken place. This
| sharp edge provides a possible danger to the mouths
of babies using the teething.ring.

The present invention providés a method of
30 manufacturing a baby soother comprising providing a
material of a type sealable by high frequency
welding, shaping the material, and sealing the



30 manufacturing a baby soot her conprisi'ng pr,O\}i ding a mat er | al, of a type

seal abl e by high frequency wel ding, shaping the material; and sealing the
.2 material with high frequency welding to forma hollow artircle with a &
s filli aperture, turning the article thus. produced inside out, filling it
" with i‘guid and thereafter closing the rilling aperture of the 5 hol | ow
article. In a preferred arrangenent,the finally sealed part of the baby
soot her is surrounded by another snooth part of the baby soother. This
snoot h part of the baby 10 soot her may conprise, for exanple, a handlgﬁf

portion. The
accordance w

I nveniion al sg]%frov' des a baby soot her manufactured i
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i mprovenent umonid¢he wihthiarfiypenhabyesvotder xurhidntetidashiaiye seal ed

edge is dispo .1 nsi ] oqQt her t.hat it do not .da
baby' s nout h.élggb Bgoggltc_%c% 12:??%%% |8{r‘11\t/:éntfi§. r%lanrﬁll 1at b%bgﬁs%ﬁﬁ@ruﬁ
of a teethi ngaré ngheueafitdauretos hagebhenitlill Iiovg pelesoriebed heray of

exanple gnly ghthdwt Bregkgeence to the acconpanying draw ngs in which: 25
Figure 1 shows a first stage of the manufacture of
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In a preferred arrangement the finally sealed part of
the baby soother is surrounded by another smooth part
of the baby soother. This smooth part of the baby

soother may comprise, for example, a handle portion.

The invention also provides a baby soother
manufactured in accordance with the above method.

The invention provides a great improvement upon the
earlier type baby soothers in that the sharp sealed
edge is disposed inside the baby soother so that it
does not damage the baby's mouth.

A method of the invention and a baby socother in the
form of a teething ring manufactured thereby will now
be described by way of example only and with
reference to the accompanying drawings in which:

Figure 1 shows a first stage.of the manufacture of

' the teething ring according to the invention,

30

Figures 2 to 6 show succesive stages of the
manufacture of the teething ring according to the
invention, and, '

Figure 7 shows a teething ring manufactured according

e the
the form
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the teething ring according to the i-nvention, Figures "2 to 6 show
succesive stages of the manufacture of the teething ring according to

the 30 invention, and, Figure 7 shows a teething ring manufactured
accordi ng 3 to the nethod of the invention. Referring to the draw ngy,
the first stage of the nethod of the ifivention conprises providi ﬂ/vo 5
. shaped pi eces of food-grade PVC and arranging themface to face. | 111 be

seerf that the two pieces each conprise a circular portion 10 and a neck

porf\ron 11 extendl ng, radi a he,circular portion 10. As is clear
fromFigure 1.the“8dbRe BFL&éd O?H]é}‘?wb“fﬂfeggé? bf PVC are seal ed toget her
by nmeans of a high frequency welding along the line 12. This neans that

the two cut edges lat i y e q [ | aeen nd
Ut si de the weld T g 13 150 han 4Ty e e hs, i bLr e de) §e el s

neck portion 11 |‘§e|’16‘1°dse%ﬁedfha’( tRvendigge. canpshses REPYILING tH&h cut
through the §ircusnappadr pieted of fdedagtadee P3IOWNA it endg anada hi s

broduces the artigle shomy i Figyrs, 211158 GLLhCLas AiIETt fYr Beddaisi de

out. Alternatively artic
each comprxbe a circular portion 10 and a neck

portion 11 extending radlally from the circular
portion 10. As is clear frowm Figure 1 the edges of
10 the two pieces of PVC are sealed together by means of
a high frequency welding along the line-12. fThis
means that the two cut edyges form a relatively sharp
edge 15 extending adjacent and outside the weld line
.12, It should be noted that the outer end of the

15 neck portion 11 is not sealed at this stage.

A central hole 13 is then cut through the circular
portion 10 of the article shown in Figure 1 and this
produces the article shown in Figure 2.

20 The article is then turned inside out. Alternatively the article
of Figure 1 can be turned inside out and then the hole 13 cut.
The effect of this is that the sharp edge produced by the weld

. line 12 is inside the article. The neck §0rtion 11 is then

O/ 25 trimmed so as to produce the article shown in Figure'3.

In-the next step shown in Figure 4 the central hole
13 is éealed by means of a high frequency weld along
the weld line 14. 1In the article'shown in Figure 4
30 there is therefore only one opening 18 to the
interior of the article and that is at the neck. The

neck 11 is then trimmed and welded to produce the neck



of Figure 1 can be turned inside out and then the hole 13 cut. .The effect

of this is that the sharp edge produced by the weld line-12 is inside the .
-article. The neck portion 11 is then trimmed so as-to produce the article ¢
shomnﬂgﬁ Figure 3. 25 In the next step shown in Figure 4 the central hole

13 is al ed by neans of a high frequency weld along the weld line 14. In

the article shown in Figure 4 30 jghere is therefore only one opening
18 to the interior of the article and that is at the neck. The neck 11§
then trinmmed and wel ded to produce the neck 4 portion shown in Figure
so that the o&gnin 18.into.the.interi.or og t he article,iswgsnrOML The
article is noRPFEARSSHAH 41 FIFH S OcRCaEh8t tRP IR FERIER % %r ough t he
opening 18. ¥he hingarilon bhi théharwitlel eswnbhkrpwoduce a doughnut type
shape to the article. The opening 18 is then seal ed by high frequency 10
wel ding and trimmed as is clear fromFigure 6. Figure 7 shows the conpleted
t eet hi ng ri ngThe @k thciehdifdl Bow7 Hbbkledew iyl ded ispeid t Buches®d openi ng
18. The Bandl g;jwhiioh d@YwdEePft RrBRER Ehel EpRnatld AB.15ThMatigfd#Ad can be
in two portions which can be fitted :

within the article will produce a doughnut type shape

to the article.

The opening 18 is then sealed by high fregquency
10 welding and trimmed as is clear from Figure 6.

Figure 7 shows the completed teething ring in which a
handle 17 has been moulded over the sealed opening
18. The handle which may be of a more rigid plastics
15 material can be in two portions which can be fitted
together and then welded or adhesively connected
together. The handle 17 covers any exposed sharp
portion produced by welding of the neck portion 11
and opening 18.
20
The sharp edges which are still present owing to the
weld line 14 welding the central hole 13 will not
come into contact with the baby's gums. W,

25 In this way there has been provided a doughnut shaped
teething ring in which the sharp edges produced by
the welding of the portions together during
manufacture and which might contact the baby's gums

are inside the teething ring.



together and then wel ded or’ adheslvely connected together. The handle 17
covers any exposed sharp portion produced by wel ding of the neck portion 11

and opening 18. 20 The sharp edges which ar Iﬂ) wing to the
weld line 14 welding the central hole 13 w ﬁ"‘ mllmmﬂ contact wi-th
the baby's gunms. 25 In this way there has Beeh ﬁroWld d a doughn shdped
teething ring in which the sharp edges produced by the welding or {Eﬁ?
portions together during nanufacture and which mght contact the b S
guns*ﬁre inside the teething ring. CLAI M5 1. A et hod of manufacturing
a baby soother co h&ﬁgng providing a material of a type sealable by 5

hi gh frequency we shaping the material, and sealing the material with
hi gh frequency melding to forma hollow article with a filling aperture,

turning the artiche thgs @éeﬂwdolznsmdexmcttﬂﬂllm gattbwyh @obltqw@l and
t hereafter cI05|n% the fi 1Q . .apertur ow arti

met hod as cl ai ned °ﬁ3ﬂﬁilﬁﬁ19%ﬁVWHﬁ8 .FhEaEF5é8& ?Fl?lhﬁpﬁpﬁ??ﬁ?glﬁf ¥he
baby soother 5 s t hdggh frequency welding, shaping the material, and

sealing the material with high frequency welding to

form a hollow article with a filling aperture,

turning the article thus produced inside out, filling

it with a liquid and thereafter closing the filling
10 aperture of the hollow article.

2. A method as claimed in claim 1 in which the

closed £illing aperture of the baby soother is then

surrounded by a further smooth part of the baby
15  soother.

3. A method as claimed in claim 2 in which the
further smooth part comprises a handle portion.

20 4. A meﬁhod as claimed in any of claims 1 to 3 in
which the article, after being turned inside out, is
cut to provide a hole through the article which is
sealed by high frequency welding before the article
is filled with liquid.

25 . .

5. A method of manufacturing a baby soother as
claimed in claim 1 substantially as'hereinbefore

described.

30 6. A baby soother as manufactured by the method of
any of claims 1 to 5.



sur r ounded Qxﬂg,tu$%her’§ﬁ56?ﬂipart of t'he baby 15  soother. 3., A nethod as.
cl ai mred |n cIa|n12 in te further snmooth part conprises a handle .
 portion. mgg\laim&d inany of claims 1 to 3 in which the
; articl aft ed tnside out, is cut to provide a hole through
* the a&ﬁ%} rch°|s seal ed by high freﬂaency wel di ng before the article is
filled th liquid. 25 5. A nmethod of nufacturing a baby soother as

claimed in claiml1 substantially as herei nbefore described. 30 6. A ba
soot her as manufactured by the nmethod of any of clainms 1 to 5. 7. A bdby

soot her substanyi ald } A5y OYNLE ELBYtAntially as shown in Figure
7.




