
1                 EP 0 446 942 B1                     2 Description
of thin synthetic regin sheet is covered by an foam to form the applying
portion. In another applicator Brief Description of the Invention
wherein foam is used as an applying portion, the applicator is manufactured
by covering a core por- Background of the Invention                   5
tion made of a synthetic regin by foam, after a thin portion, which will be
the core portion, and a thick The present invention relates to an
applicator  portion, which will be a handle, are molded in one for makeup
use, a method for producing the same,    body. and an apparatus for
effecting the same.               In both the manufacturing methods
described More specifically, the present invention relates   10  above, it
is necessary to cover the core portion by to an applicator for makeup use,
which is suitable  foam formed in a predetermined shape in each for
applying a cosmetic to a customer when a        applicator. Accordingly,
operations are required instructor teaches how to apply the cosmetic to the
wherein individual member of synthetic regin, customer's face at a cosmetic
store, which has a    which will be a core portion, is set at a predeter-
high applying capability and which is inexpensive   15   mined position,
thereafter it is covered by foam, since it is of a disposal type.
and the foam  surrounding the core portion is The present invention also
relates to a method  punched. Thus, the operation is very troublesome, for
producing such a suitable applicator, and an    and the manufacturing cost
is expensive. Accord- apparatus for effecting the method.
ingly, the thus manufactured applicator is uneco- Makeup cosmetics include
various kind of cos-  20  nomic as an applicator of a disposal type.
metics, such as lipstick, rouge, eye shadow. As an     In order to obviate
the above-described prob- applicator of such cosmetics, brush made of horse
lems, the present inventor proposed in Japanese bristles or goat bristles
and an applicator made of  Patent Application Laid-open No. Hei 1-119203
and foam, such as rubber foam or polyurethane have      Japanese Utility
Model Application Laid-open No. been used.
25   Hei 1-72813 on which disclosure the preambles of In the meantime,
there is a tendency to ac-     independent claims 1 and 8 are based, an
applica- tually try to apply makeup cosmetic at a cosmetic  tor for makeup
use made of bundle of acetate store when makeup cosmetics are sold. In this
fibers, wherein only an applying portion comprises case, an applicator for
makeup cosmetic is used.    straight fibers and the remaining portions
comprise In view of the objective portion for makeup, i.e.,  30  crimped
fibers. Further, the inventor proposed a eyes, lips and so on, it is
undesirable from sanitary  method for manufacturing the applicator which
point of view to use the single same applicator for  comprises: a first
step wherein after crimped ace- an unspecified number of persons on trial
applica-  tate fibers are gathered and formed in a rod, the tion of makeup
cosmetic.                            rod is cut in a predetermined length;
a second step Accordingly, when the objective persons, to  35   wherein an
end of the rod formed in the first step is whom cosmetics are trially
applied, are different,  sharpened by grinding to form an applying portion;
the applicator is wiped by tissue paper or is       a third step wherein
only the applying portion is cleaned and dried after application to one
person.  applied with or impregnated with treating liquid Therefore, it is
troublesome.                       including water so that the crimped
fibers are A conventional applicator formed in a stick or a   40
straightened in straight fibers; and a fourth step brush includes an
applying portion made of straight  wherein the applying portion obtained in
the third fibers or bristles. The base portion of the fibers or  step is
dried. bristles, which serve as the applying portion, is      According to
the applicator for cosmetic use tightly fastened by a metal band. Then, the
apply-  and the method for manufacturing the same, which ing portion is
attached to a handle made of a   45  the present inventor previously
proposed, the ap- synthetic regin or a metal. As described above,
plying portion is sharpened by abrading and grind- manufacture of such a
conventional applicator is   ing one end of the bundle of fibers. However,
the troublesome, and accordingly, the applicator is ex-  operational
efficiency for abrading or grinding op- pensive. Consequently, the
conventional applicator  eration of the bundle of crimped fibers in a
pointed can not be disposed of once it is used. Especially,  50  end is
low, and accordingly, the productivity is low. an applicator is expensive
when it has an applying  Further, the portion which is abraded or ground
portion made of horse bristle or goat bristle, and  may be easily fluffed,
and accordingly, the quality therefore, it is uneconomic to dispose of such
an   of the obtained applicator may be deteriorated. expensive applicator
on every use.                     In addition, since the portion near the
base of When foam is used as an applying portion of  55  the applying
portion is abraded or ground, the an applicator, the applicator is
manufactured by    support of the applying portion becomes weak, and
connecting the applying portion to a handle by an  the applicator is not
stiff. As a result, when a adhesive, after the surface of core member made
makeup cosmetic, such as lipstick, is applied with 2    
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applicator, the applicator may bend    a bundle of fibers; at the base of
the applying portion, and accord-       said bundle of fibers comprises a
sheath por- ingly, the cosmetic cannot be applied well to the  tion and a
core portion, said core portion being objective portion, i.e., the lip.
More specifically, it is  made of a bundle of fibers comprising a plurality
of difficult for a user of the applicator to draw a line at   5   straight
fibers, and said sheath portion being made will or to apply the cosmetic to
the objective por-  of thermoplastic fibers, which have crimps therein
tion.                                              and partially adhere to
each other, and wrapping Furthermore, since a lip brush is used both to
about said core portion; draw the outlines of the lip and to apply lipstick
to  said applying portion of said applicator is made entire surface of the
lip, it Is preferred for the front  10  of said straight fibers of said
core portion; and end of the lip brush to be flat. However, it is
said handle portion is made of said fibers of difficult to obtain an
applicator with flat end in  said core portion and said fibers of said
sheath accordance with the previous proposal.              portion, and
which is characterized in that: Besides, according to the previous
proposal,      (i) the thermoplastic fibers of the sheath portion the
portion in the bundle of the fibers, which will be   15  are removed, so
that the core portion fibers, at the applying portion, is treated with
treating liquid  an end of the bundle of fibers are exposed and so that the
crimped fibers are straightened to ob-    that tain straight fibers,
however, the crimps often re-   (ii) said fibers of said sheath portion are
ther- main in the fibers. If the crimps remain, makeup      moformed at
said handle portion located near a cosmetics may enter into the applying
portion of  20  base portion of said applying portion. the applicator,
i.e., clearances formed by the         Further, according to the present
invention, the crimps between the fibers, and the cosmetics will
above-described object is achieved by a method not come out easily.
Accordingly, the cosmetics    for producing an applicator for makeup use
com- cannot be applied well to the objective skin.       prising:
US-A-3,605,764 describes an eyelid liner which   25  a step for preparing a
rod-like bundle of fibers comprises a casing, absorbent fibrous members
of a predetermined length which comprises a core within the casing and a
coloring liquid absorbed by  portion made of a plurality of straight fibers
and a the fibrous members. The fibers and the coloring    sheath portion
made of thermoplastic fibers, which liquid are retained in the casing. The
casing, which  have crimps therein and partially adhere to each is made of
drawn metal or extruded plastic and   30  other, and wrapping about the
core portion; which which encloses both the fibers and the coloring
method is characterized by liquid, is essential in order to prevent leakage
of    a step for removing the fibers of the sheath the coloring liquid.
portion at an end of the bundle while the fibers of the core portion are
remained so that the fibers of Objects of the Invention
35  the core portion are exposed; and a step for thermoforming the
thermoplastic fi- The present invention has been achieved tak-    bers of
the sheath portion around a base portion of ing into consideration the
above-described back-    the exposed fibers of the core portion. ground,
and an object of the present invention is to   Furthermore, according to
the present inven- provide an applicator for makeup which is inexpen-   40
tion, the above-described object is achieved by an sive and easy to use,
and by which makeup cos-      apparatus for producing an applicator for
makeup metics can be suitably applied at will             use, which is
characterized by: Another object of the present invention is to       a
feeding device for feeding a rod-like bundle provide a method which can
manufacture the          of fibers of a predetermined length which com-
above-described applicator for makeup use of the   45  prises a core
portion made of a plurality of straight present invention provided with a
sufficient apply-  fibers and a sheath portion made of thermoplastic ing
capability at low cost and at high productivity.  fibers, which have crimps
therein and partially ad- A still other object of the present invention is
to  here to each other; provide an apparatus which is suitable for perform-
a cutting device for forming circumferential cut ing the above-described
method of the present  50  to said fibers of said sheath portion at an end
of invention.                                          said bundle of
fibers at a depth sufficient to reach said fibers of said core portion;
Summary of the Invention                               a removing device
for removing said fibers of said sheath portion located at said end beyond
According to the present invention, the above-  55  said cut; and described
object is achieved by an applicator for      a thermoforming device for
thermoforming said makeup use, wherein an applying portion and at
thermoforming fibers of said sheath portion around least a front portion of
a handle portion are made of  said cut. 3    



5                 EP 0 446 942 B1                         6 One embodiment
of an apparatus for producing    lip brush since the straight fibers of the
applying an applicator for makeup use, as described is       portion can be
arranged flat by thermoforming the further characterized therein that
base of the applying portion of the applicator of the said rod-like
material further comprising a     present invention in a flat shape.
sheet-like material which wraps around an outer   5    Besides, the
applicator for makeup use of the periphery of said bundle of fibers;
present invention is not fluffed different from that said cutting device
comprises:                  obtained by abrading or grinding since the base
of a first cutter for forming a first circumferential  the applying portion
is thermoformed. cut to said sheet-like material and said fibers of
According to the manufacturing method of the said sheath portion at an end
of said bundle of  10  present invention, the fibers of the sheath portion
fibers at a depth sufficient to reach said fibers of  are removed at an end
of the rod-like bundle of said core portion; and
fibers of a predetermined length while the fibers of a second cutter for
forming a second circum-    the core portion are remained so that the
fibers of ferential cut to said sheet-like material of said rod-  the core
portion are exposed, and the fibers of the like material at a position away
from said first cut in  15  sheath portion around the base portion of the
ex- a direction opposite to said end; and              posed fibers of the
core portion are thermoformed. said removing device further removing said
Since abrading or grinding operation is unneces- sheet-like material
located at said end beyond said  sary in the method of the present
invention, manu- additional cut.
facture of the applicator for makeup use of the A further embodiment of an
apparatus for pro-   20  present invention does not take time, and time
ducing an applicator for makeup use as described    required for single
applicator is short. Accordingly, is further characterized therein, that
said cutting  according to the method of the present invention, device
comprises:                                  the applicators can be
manufactured at high pro- a rotary cutter for forming cut to said rod-like
ductivity. material comprising: a bundle of fibers: or a bundle  25 of
fibers and a sheet-like material surrounding an  Brief Description of the
Drawings outer periphery of said bundle of fibers; and a transferring
device for transferring said rod-   The present invention will now be
explained in like material on an axis of said rod-like material so  detail
with reference to the accompanying drawings that an end of said rod-like
material contacts with  30   which show some embodiments of the present
said rotary cutter.                                 invention, wherein: The
cost of raw material of the applicator for     Figs. 1 (a) to 1 (d) are
front views showing makeup use of the present invention is very in-
process for manufacturing applicator for makeup expensive, since the
applicator comprises a bundle    use of the present invention; of fibers,
and crimped fibers are used as the fibers  35  Fig. 1 (e) is a front view
of the obtained applica- of sheath portion.
tor for makeup use of the present invention; Further, there is no problem
inherent to the       Fig. 1 (f) is a plan view of Fig. 1 (e); previously
proposed applicator that the makeup        Fig. 1 (g) is a side view seen
along the arrow in cosmetics enter into clearances between the
Fig. 1 (e); crimped fibers since the originally straight fibers  40  Figs.
2 (a) and 2(b) are side views showing are used for the applying portion.
operational conditions of an embodiment of a In the applicator for makeup
use of the present    cutting device of a manufacturing apparatus of
invention, the fibers of the sheath portion, which    the present invention
wherein: comprises crimped fibers and which surrounds             Fig. 2
(a) corresponds to Fig. 1 (a); and straight fibers of the core portion, are
thermofor-  45  Fig. 2 (b) is a cross sectional view along line mod at the
base of the applying portion while they      IIb-IIb in Fig. 1 (b); are not
ground or abraded and while their amount      Fig. 3 is a cross sectional
view showing an is maintained. Accordingly, the thermoformed fi-
embodiment of a thermoforming device of the bers of the sheath portion can
securely hold the      manufacturing apparatus of the present inven- fibers
of the applying portion, i.e., the fibers of the   so    tion; core
portion. As described above, since the apply-    Fig. 4 is a perspective
view explaining a step for ing portion is securely held and since
accordingly    manufacturing rod-like material which is a raw the base of
the applying portion is not bent easily,  material of the applicator for
makeup use of the lines can be drawn at will by makeup cosmetics
present invention; and the desired amount of makeup cosmetics can   55
Fig. 5 is a cross sectional view taken along line be applied to the
objective portion.                  V-V in Fig. 4; In addition, the
applicator for makeup use of      Fig. 6 is a cross sectional view taken
along line the present invention can be a suitable shape for a   VI-VI in
Fig. 4; 4    



7                 EP 0 446 942 B1                      8 Fig. 7 is a cross
sectional view taken along line    Fig. 26 is an elevation of another
embodiment of VII-VII in Fig. 4;                                   a
cuffing device for forming slits to a rod-like Fig. 8 is a perspective view
manufactured by the     material according to the present invention and
manufacturing step illustrated in Fig. 4;            a mechanism for
transferring the rod-like ma- Figs. 9 (a) to 9 (d) show another embodiment
of   5  terial; the applicator of the present invention, wherein:    Fig.
27 is a plan view of the cutting device for Fig. 9 (a) is a front view of a
handle portion    forming slits to a rod-like material illustrated in 1b
before it is thermoformed;                     Fig. 26; and Fig. 9 (b) is a
front view of a handle portion    Fig. 28 is a plan view of a still another
embodi- lb after it is thermoformed;               10     ment of a
mechanism for transferring and ther- Fig. 9 (c) is a plan view of Fig. 9
(b); and      moforming a rod-like-material. Fig. 9 (d) is a right side
view of Fig. 9 (b); Fig. 10 is a perspective view of another embodi-
Preferred Embodiments ment of the applicator for makeup use of the present
invention.                           15       Referring to Figs. 1 to 3,
wherein: Fig. 11 is a schematic front view of a manufac-      Figs. 1 (a)
to 1 (d) are front views showing turing apparatus for effecting the
manufacturing     process for manufacturing applicator for makeup method of
the present invention;                     use of the present invention;
Fig. 12 is a schematic plan view of Fig. 11;         Fig. 1 (e) is a front
view of the obtained applica- Fig. 13 is a side view of a cutting device
for  20    tor for makeup use of the present invention; forming cut to a
rod-like material;                  Fig. 1 (f) is a plan view of Fig. 1(e);
Fig. 14 is an end elevation along line A-A in Fig.   Fig. 1 (g) is a side
view seen along the arrow in 13;
Fig. 1 (e); Fig. 15 is an end elevation along line B-B in Fig.   Figs. 2
(a) and 2 (b) are side views showing 13;
25      operational conditions of an embodiment of a Fig. 16 is an end
elevation along line C-C in Fig.   cutting device of a manufacturing
apparatus of 13;                                                 the
present invention wherein: Fig. 17 is an end elevation along line D-D in
Fig.     Fig. 2 (a) corresponds to Fig. 1 (a); and 13;
Fig. 2 (b) is a cross sectional view along line Figs. 18 to 20 are side
views seen in arrow A in  30   IIb-IIb in Fig. 1 (b); and Fig. 11 and
showing the operational conditions       Fig. 3 is a cross sectional view
showing an of a device for removing fibers of the sheath        embodiment
of a thermoforming device of the portion and the sheet-like material at an
end        manufacturing apparatus of the present inven- beyond a cut,
wherein:                              tion. Fig. 18 is a side view at
position B in Fig. 11;   35  An applicator 1 for makeup use of the embodi-
Fig. 19 is a side view at position C in Fig. 11;  ment illustrated in Fig.
1 comprises a bundle of and
fibers, which comprises a core portion 2 and a Fig. 20 is a side view at
position D in Fig. 11;  sheath portion 3 surrounding the core portion 2.
Figs. 21 and 22 are views showing the oper-           The core portion 2
comprises a plurality of ational conditions of a device for thermoforming
40  straight fibers 2, and the sheath portion 3 com- fibers of the sheath
portion around the cut and a  prises a plurality of thermoplastic fibers 3
having device  for transferring  a rod-like  material,   crimps, and the
fibers 3 of the sheath portion wherein:
partially adhere to each other. Fig. 21 is an end elevation seen along
arrow       As illustrated in Figs. 1 (e) to 1 (g), the apply- A in Fig. 11
at position E in Fig. 11; and  45  ing portion la of the applicator 1 for
makeup use Fig. 22 is an end elevation at position F in    comprises the
straight fibers 2 of the core portion, Fig. 11;
and a handle portion designated by reference nu- Fig. 23 is an end
elevation showing the oper-   merals lb and 1c of the applicator 1 for
makeup ational conditions of the device for transfer-  use comprises the
fibers 2 and 3 of the core ring a rod-like material seen along arrow A in
so  portion and the sheath portion. Fig. 11 at position G in Fig. 11;
Since all the fibers of the applying portion la Fig. 24 is a partially
cross sectioned front view  are the straight fibers 2 as described above,
of still another embodiment of an applicator for  makeup cosmetics do not
enter clearance formed makeup use according to the present invention;
between the crimped fibers. Further, since the han- Fig. 25 is a
perspective view of a further em-   55  dle portion 1c comprises straight
fibers 2 of the bodiment of an applicator for makeup use ac-      core
portion and the fibers 3 of the sheath portion, cording to the present
invention;                 which have crimps and partially adhere to each
other, the handle portion has a suitable stiffness 5    



9                  EP0446942B1                         10 and elasticity
and is easily held as the applicator 1  fibers having a relatively high
melting point, may for makeup use.                                      be
used for the fibers 3 of the sheath portion of the According to the present
invention, in the han-  applicator for makeup use. The conjugate fibers die
portion lb around the base of the applying       are, for example, sheath
and core fibers, the core ortion 1 a, the fibers 3 of the sheath portion
are   5   of which is made of polyester, polypropylene or the thermoformed
so that the clearance between the         like and the sheath of which is
made of polyethyl- crimped fibers becomes small, and accordingly,       ene
of a low melting point or the like, Further, the the hardness of the handle
portion 1b is enhanced    fibers 3 of the sheath portion may be any thermo-
relative to that before thermoforming operation. In  plastic fibers which
are provided with a hot melt this case, in the handle portion 1b, which is
adja-  10  adhesive of a powder type applied thereto. The cent to the
applying portion 1a, it is preferred that  powder type hot melt adhesive
can be sprinkled the portion near the applying portion 1a is ther-    over
the fibers 3 to be the sheath portion in the moformed more than the portion
away from the         process for manufacturing  the  applicator for
applying portion 1a.                                 makeup use before the
fibers 3 of the sheath For example, In the embodiment illustrated in  15
portion surround the fibers 2 of the core portion. Figs. 1 (e) to 1 (g),
the handle portion 1b is          Thickness of individual fibers 3 of the
sheath pressed in a vertical direction and is tapered to-   portion is
preferably between 2 and 10 denier. The ward the applying portion 1a when
it is seen from  total denier of the fibers 3 of the sheath portion is the
front, while it has a width which is almost the  preferably selected taking
the total denier of the same as that before it is thermoformed. Thus, the
20  fibers 2 of the core portion into consideration so front end of the
handle portion 1 b, i.e., the end   that the fibers 3 of the sheath portion
surely sur- close to the applying portion 1a, is flat, and the   round the
fibers 2 of the core portion. In this case, fibers 2 of the core portion
are also formed in a flat  it is preferred that a layer, i.e., the sheath
portion, condition. The applying portion 1 a of the applicator  more than 1
mm is formed around the fibers 2 of 1 for makeup use having a flat shape is
suitable for  25  the core portion before they are thermoformed. a lip
brush.                                            The conditions in crimps
of the fibers 3 of the The shape of the handle portion 1b around the
sheath portion are not limited, however, the number base of the applying
portion 1a is not limited, and it  of crimps is selected to be more than 1
per 1 cm. It may be a conical shape or may be uniformly          is
preferred to use fibers 3 having uniform crimps pressed in a flat shape as
it will be explained later  30   between 2 and 12 per 1 cm. with reference
to Fig. 9.                               The reason why crimped fibers are
used for The materials suitable for the fibers 2 of the   the sheath
portion is that the amount of used fibers core portion of the applicator
for makeup use of the  can be economized, and that accordingly, the price
present invention are rayon, nylon, acrylic or poly-  of the manufactured
applicator can be reduced. For ester. Since the fibers 3 of the sheath
portion of the   35  example, when crimped fibers, individual denier of
handle portion 1b which is located around the base   which is 2 denier and
which have crimps of be- of the applying portion 1a is thermoformed, the
tween 3 and 10 per 1 cm, are used to obtain a material which is not
softened or melt at a ther-    bundle of fibers, the diameter of which
bundle is moforming temperature of the handle portion lb is    6.5 cm, the
number of the required fibers is about preferable for the fibers 2 of the
core portion.  40   40,000. Contrary to this, if it is tried to obtain a
Especially, rayon is suitable for the fibers 2 of the  bundle having the
same diameter by using only core portion.
straight fibers, the fibers of 130,000 are necessary. The thickness of
individual fibers 2 of the core     The crimped fibers of sheath portion
are par- portion is preferably between 20 and 100 denier.    tially adhered
to each other. This adhesion is done For example, it is selected between 40
and 70   45   by partially applying solvent or plasticizer to the denier if
the applicator is a lip brush.             fibers so that the fibers are
partially dissolved and The total denier of the fibers 2 of core portion
are adhered to each other at points thereon. The is appropriately selected
depending on the usage     partial adhesion of the fibers on their points
pre- of the applicator, such as a blush brush, a lip      serves the shape
of the gathered fiber bundle in a brush, or a brush for eye shadow, For
example, the   so  rod and adds a suitable hardness to the rod. total
denier is selected between 15,000 and 25,000      The following agents can
be used as the sol- denier for a blush brush or a lip brush.
vent or the plasticizer which partially adhere the Thermoplastic fibers,
especially acetate fibers  fibers. or acrylic fibers are suitable, for the
materials of    In case of acetate fibers: butyrolactone; eth- the fibers 3
of the sheath portion of the applicator   55   ylene glycol monophenyl
ether; triacetin; polyethyl- for makeup use of the present invention.
Alter-      ene  glycol diacetate; dipropionate; dibutylate; natively,
conjugate fibers which are composed of     dimethoxyethyl phthalate;
triethyl citrate; 1,3- fibers having a relatively low melting point and
butylene glycol diacetate; and so on. 6    
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acrylic fibers: dimethylformamide;    applying portion 1a is uniformly
pressed and al- cyclohexane; dimethyl sulfoxide; and so on.          most
the entire handle portion lb is flat. The methods for applying the solvent
or the          As it will be described later, the sheet-like plasticizer
to the fibers may be conventionally        material 4 is used to form a
rod-like bundle of known suitable methods, such as a method using a   5
fibers comprising sheath and core portions. spray gun or a roller coating
method, and the           Although in the first embodiment, the sheet-like
solvent or the plasticizer are applied to the fibers  material 4 is
removed, it is preferred that the sheet- from the upper and lower sides
thereof.             like material 4 is remained In the applicator for If
the amount of the solvent or the plasticizer is  makeup use as a part of
the handle portion so as excessively large, cellulose acetate may be dis-
10  to wrap the outer periphery of the rod-like bundle solved and becomes
In a dope-like condition. Ac-     of fibers. More specifically, wrapping of
the rod-like cordingly, it is preferred that the solvent or the   bundle of
fibers by the sheet-like material 4 en- plasticizer is uniformly applied to
the fibers.      hance the hardness of the handle portion 1c of the
Contrary to this, if the amount of the solvent or  applicator 1 for makeup
use, and accordingly, the plasticizer is too small, the adhered fibers may
15  bending or torsion of the handle portion upon ap- be torn easily, and
accordingly, the usability of the  plication of makeup cosmetics can be
prevented. obtained applicator is poor since the handle sup-    Therefore,
the usability of the applicator 1 for porting portion may be split upon
application of     makeup use is increased. Further, when the sheet- makeup
cosmetics.                                   like material 4 Is colored,
the applicator 1 for In view of the background described above, it  20
makeup use obtains an impression of high-grade is suitable that the amount
of the solvent or the    articles. In addition, although naked crimped
fibers plasticizer relative to that of the acetate fibers is  3 of sheath
portion may easily adsorb dirt, the between 2 and 20 % by weight.
sheet-like material 4 does not adsorb dirt relative to In the foregoing
descriptions, the crimped fi-   the fibers 3 of sheath portion. bers 3 of
sheath portion are partially adhered to  25   In the embodiment illustrated
in Figs. 9 (a) to 9 each other by partially applying solvent or plasti-
(d), the sheet-like material 4 covers a part of the cizer to the fibers so
that the fibers are partially  handle portion 1c. When a thermally
shrinkable film dissolved and are adhered to each other, however,   is used
as the sheet-like material 4, the handle in another method, the partial
adhesion can be       portion 1b near the base of the applying portion 1a
done by heating. More specifically, in case of con-   30   may also be
covered by the film, and the film may jugate fibers, fibers with a low
melting point are   be thermally shrunk together with the fibers 3 of
partially melted by heating so that fibers 3 of the  sheath portion when
the fibers 3 are thermoformed. sheath portion are partially adhered to each
other.     Fig. 10 is a perspective view of another em- Alternatively, when
a hot melt adhesive of a powder  bodiment of the applicator for makeup use
of the type is sprinkled over thermoplastic fibers 3, the   35   present
invention. This embodiment is different hot melt adhesive is melted by
heating so that       from the applicator for makeup use of the first
crimped fibers 3 of the sheath portion are partially  embodiment in that
the length of the handle portion adhered to each other. The applicators for
makeup    of the applicator for makeup use of the present use which are
manufactured without using solvent    invention, i.e., the handle portions
1b and 1c com- or plasticizer as described above are suitable for   40
prising the fibers 2 and 3 of the core and sheath applying cosmetic
containing solvent, such as        portions, is made short and that the
applicator for manicure.                                            makeup
use of the present invention is detachably Figs. 9 (a) to (d) show another
embodiment of     inserted into a cylinder member 5 made of a paper the
applicator of the present invention, wherein:  cylinder or a synthetic
resin pipe and prepared in Fig. 9 (a) is a front view of a handle portion
1b   45  addition to the handle portion. In this embodiment, before it is
thermoformed;                        the applicator for makeup use of the
present inven- Fig. 9 (b) is a front view of a handle portion 1b  tion is
disposed of after use and the cylinder mem- after it is thermoformed;
ber 5 can be used repeatedly. Accordingly, this Fig. 9 (c) is a plan view
of Fig. 9 (b); and      embodiment is economic. In addition, the applica-
Fig. 9 (d) is a right side view of Fig.9 (b).  so  tor for makeup use of
this embodiment obtains an The applicator for makeup use of this embodi-
impression of high-grade articles due to the cyl- ment is the same as that
of the first embodiment    inder member 5. described above except for the
following points.        Fig. 24 is a partially cross sectioned front view
The applicator 1 for makeup use of this em-      of still another
embodiment of an applicator for bodiment includes a sheet-like material 4
made of  55   makeup use according to the present invention. In paper or
synthetic resin film wrapping around the    this embodiment, unlike the
foregoing embodi- outer periphery of the handle portion 1c. Further,
ments, the fibers 2' of said core portion which the handle portion 1b
located near the base of the   constitute the applying portion have
cosmetic, such 7    
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eye shadow, attached thereto. In order  the cosmetic can be easily
recognized. to protect the applying portion which has cosmetic      When
rouge is attached to the applicator, It is attached thereto, a cap 6 is
covered over the        preferred that the handle portion is so thermofor-
applying portion. When the applicator is used, the   med that the applying
portion becomes flat. When, cap 6 is removed from the front portion of the
5   eye shadow is attached to the applicator, it is applicator, and it may
be covered at the handle       preferred that the handle portion near the
applying portion of the applicator opposite to the applying   portion is so
thermoformed that the applying por- portion. Thus, the cap 6 becomes a part
of the       tion becomes conical. It is preferred that the handle handle
portion and facilitate easy use of the ap-    portion Is covered by the
sheet-like material as plicator. Further, the cap 6 performs a role similar
10  Illustrated in Figs. 24 and 25, however, the sheet- to that of the
cylinder member 5 illustrated in Fig.  like material may be omitted. 10.
Previous to the explanation of a method and an Fig. 25 is a perspective
view of a further em-   apparatus for producing an applicator for makeup
bodiment of an applicator for makeup use accord-     use of the present
invention, an explanation will ing to the present invention. In this
embodiment,  15  now be done with regard to a method for producing similar
to that illustrated in Fig. 24, cosmetic is  a rod-like material 10, which
is a raw material of adhered to the fibers 2' of the core portion which
the applicator for makeup use of the present inven- serve as the applying
portion. In place of the cap 6  tion, referring to Figs. 4 to 8.
illustrated in Fig. 24, a thin transparent film, made  Fig. 4 is a
perspective view explaining a step for of plastic resin, such as polyvinyl
chloride, poly-   20  manufacturing rod-like material which is a raw
propylene, or polyethylene, and folded in two, is      material of the
applicator for makeup use of the used to protect both the sides of the
applying         present invention; portion as illustrated in Fig. 25.
Since the protection  Fig. 5 is a cross sectional view taken along line
sheet 7 sticks to the cosmetic attached to the         V-V in Fig. 4;
applying portion, it is not removed easily.     25     Fig. 6 is a cross
sectional view taken along line In order to attach cosmetic to the fibers
of the    VI-VI in Fig. 4; core portion forming the applying portion, after
the   Fig. 7 is a cross sectional view taken along line applicator for
makeup use such as described            VII-VII in Fig. 4; and above with
reference to the foregoing embodiments      Fig. 8 is a perspective view
manufactured by the has been produced, the ends of the fibers at the   30
manufacturing step illustrated in Fig. 4. core portion may be rubbed with
cosmetic so as to        As it is illustrated in Figs. 4 and 5, a tow-like
attach the cosmetic thereto or the ends of the       bundle of crimped
thermoplastic fibers 3 Is opened fibers at the core portion may be dipped
in cos-     by a tow treating apparatus of a conventionally metic which is
in solution or in a liquid condition.  known type. A plurality of straight
filaments 2 are The embodiments of the applicator for makeup   35
gathered together and are fed to the opened tow use illustrated in Figs. 24
and 25 are suitable for  like bundle of crimped thermoplastic fibers 3.
providing a customer or consumer with cosmetic          Before or after the
straight filaments 2 are fed, for trial use. More specifically, since the
applicator  solvent or plasticizer which has been explained for makeup use
itself is provided with cosmetic for  with the first embodiment is applied
to both the trial use, it is easy for the customer or consumer to  40
upper and lower sides of the opened tow-like bun- try to apply cosmetic.
Further, conventionally, cos-  die of thermoplastic fibers 3 by means of a
spray metic for trial use has been usually contained in a  gun or a coating
roller. small container and is distributed to a consumer,       Thereafter,
the tow-like bundle of thermoplastic the quantity of the distributed
cosmetic usually     fibers 3 in a opened condition and the straight
exceeds that needed for one time trial because of  45  filaments 2 are
guided by means of a guide 11 so the volume of the container. Contrary to
the con-    that the bundle of thermoplastic fibers 3 wraps ventional
method, according to the embodiments,      around the straight filaments 2
and that the bundle cosmetic, the quantity of which is only for one trial
of thermoplastic fibers 3 are gathered. application, is attached to the
disposal applicator,    A sheet-like material 4 is withdrawn from a roll
waste of cosmetic is minimized compared with the   50   14, on which the
sheet-like material such as paper conventional method.
or film is wound, and is fed to the gathered bundle When cosmetic for trial
use is intended to be    of thermoplastic fibers 3 (see Fig. 6). attached
to the applicator, it is preferred that the    Then, the guide 12 guides
the sheet-like ma- cap 6 is made of a transparent material, such as
terial 4 so that the sheet-like material 4 covers the plastics, since the
color of the attached cosmetic  55   outer periphery of the bundle of
thermoplastic. fi- can be observed from the outside. In addition, it is
bers 3. In this case, adhesive may be applied to a preferred that the color
of the fibers at the core  longitudinal edge of the sheet-like material 4,
and portion is transparent or white, since the color of  the longitudinal
edges of the sheet-like material 4 8    



15                 EP 0 446 942 B1                     16 may be overlapped
with each other and may be            The thermoforming temperature is so
selected adhered to each other (see Fig. 7).                 that the
thermoplastic fibers 3 of the sheath portion A  continuous rod-like
material which has        are softened, i.e., a temperature between 200 C
passed through the guide 12 is cut in a predeter-   and 230 C for acetate
fibers and a temperature mined length by a cutting device 13. When the cut
5   between 190[err] and 240[err] for acrylic fibers. rod-like material is
allowed to cool or is cooled,  When thermoplastic fibers such as polyamide
fi- partial adhesion of the fibers is formed on points of  bers are used as
the fibers 2 of the core portion, it the bundle of crimped thermoplastic
fibers 3 and    is preferred that the thermoforming temperature is the
shape of the bundle of crimped thermoplastic    set lower than the
softening temperature of the fibers 3 is fixed. As described above,
rod-like ma-  10  fibers 2 of the core portion. Alternatively, It is terial
10 which is Illustrated In Fig. 8 and which Is a  preferred that the
temperature of the portion In the raw material of the applicator 1 for
makeup use of  thermoforming device 25, with which the fibers 2 of the
present invention is obtained.                  the core portion to be the
applying portion 1a is A method and apparatus for manufacturing the
contact when the bundle of the fibers are posi- applicator for makeup use
of the present invention   15  tioned on the thermoforming device 25, is so
de- will now be explained with reference to an embodi-  signed that it is
lower than the thermoforming tem- ment illustrated in Figs. 1 to 3.
perature. The sheet-like material 4 is removed from the       When the
bundle of the fibers is taken up from rod-like material 10 which is
illustrated in Fig. 8 and  the thermoforming device 25, the applicator 1
for which is a raw material of the applicator 1 for  20   makeup use of the
present invention which is illus- makeup use, and thus, rod-like bundle of
fibers as  trated in Figs. 1 (e) to 1 (g) is obtained. illustrated in Fig.
1 (a) is prepared. A cutting device  Another embodiment of a method and an
ap- 20 is applied to the bundle of fibers at a position  paratus  for
manufacturing  the  applicator for away from a predetermined distance from
an end      makeup use of the present invention will now be of the bundle.
25  explained with reference to an embodiment illus- The cutting device
illustrated in Fig. 2 has a   trated in Figs. 11 to 26. straight part 21
and a circular part 22 on the knife   Fig. 11 is a schematic front view of
a manufac- edge as a nipper which is used to strip off covering   turing
apparatus for effecting the manufacturing of an electric wire does.
method of the present invention; As illustrated in Figs. 1 (b) and 2 (b),
the   30  Fig. 12 is a schematic plan view of Fig. 11; bundle of fibers are
cut by engaging the knives 21     Fig. 13 is a side view of a cutting
device for and 22 of the cutting device 20. Since the knife of   forming
cut to a rod-like material; the cutting device 20 is provided with the
circular    Fig. 14 is an end elevation along line A-A in Fig. part 22, the
fibers 2 of the core portion are not cut  13; but only the crimped fibers 3
of the sheath portion   35  Fig. 15 is an end elevation along line B-B in
Fig. are cut.                                               13; When the
cutting device 20 is moved to the         Fig. 16 is an end elevation along
line C-C in Fig. right as indicated by arrow A in Fig. 1 (b), the       13;
fibers 3 of sheath portion at the cut end is moved     Fig. 17 is an end
elevation along line D-D in Fig. with the cutting device 20 and is removed,
and   40    13; then the fibers 2 of the core portion which will be
Figs. 18 to 20 are side views seen in arrow A in the applying portion 1a
exposes as illustrated in      Fig. 11 and showing the operational
conditions Fig. 1 (c).                                            of a
device for removing fibers of the sheath Then, as illustrated in Figs. 1
(d) and 3, a part  portion and the sheet-like material at an end lb of the
fibers 3 of sheath portion corresponding   45  beyond a cut, wherein: to
the base of of the applying portion 1a is ther-       Fig. 18 is a side
view at position B in Fig. 11; moformed by a thermoforming device 25. The
ther-         Fig. 19 is a side view at position C in Fig. 11; moforming
device illustrated in Fig. 3 comprises         and two dies having tapered
portions therein, and each       Fig. 20 is a side view at position D  in
Fig. 11; die has a heater (not illustrated) mounted therein.  50  Figs. 21
and 22 are views showing the oper- The handle portion 1b corresponding to
the base of     ational conditions of a device for thermoforming the
applying portion 1a is sandwiched by the dies,    fibers of the sheath
portion around the cut and a and the the crimped thermoplastic fibers 3 of
the      device  for transferring  a rod-like material, sheath portion
located at the handle portion lb are    wherein: pressed by the dies when
the dies are closed in a   55   Fig. 21 is an end elevation seen along
arrow vertical direction and are thermally set in a pressed    A in Fig. 11
at position E in Fig. 11; and condition by the heat from the thermoforming
de-         Fig. 22 is an end elevation at position F in vice.
Fig. 11; and 9    



17                 EP 0 446 942 B1                     18 Fig. 23 is an end
elevation showing the oper-     serves to form a circumferential cut, i.e.,
the first ational conditions of the device for transferring a  cut, to the
sheet-like material 4 of the rod-like rod-like material seen along arrow A
in Fig. 11 at  material 10 and the fibers 3 of the sheath portion position
G in Fig. 11.                            except for the fibers 2 of the
core portion. Accord- First, a number of rod-like materials 10, the   5
ingly, the outer diameter of the rotary knife 35 is construction of which
has been described with ref-  larger than that of the rotary knife 34. When
the erence to Fig. 4, are fed to a hopper 30. The rod-   rod-like materials
10 move along the circular path, like materials 10 are fed one by one to
the cutting  they contact the two rotary knives 34 and 35, and device 31
from the bottom of the hopper 30 while     at the same time the rod-like
material 10 are rotat- they are similarly directed.                    10
ed on their axes. Accordingly, two cuts are formed The cutting device 31
comprises a pair of       over the entire circumference of the rod-like ma-
rotary wheels 32 for supporting the rod-like materi-  terial 10. It is
preferred that a guide 34a for pre- als; a pressure roller 33 disposed
between the       venting excessive cutting is disposed on the rotary
wheels 32; two rotary knives 34 and 35 disposed      knife 34 (see Fig.
16). The rotary knife 35 may be coaxial with the pressure roller 33 on the
extension   15  also provided with a guide for preventing excessive of the
axis of the pressure roller 33; and a guide   cutting. plate 36 (see Figs.
13 to 17).                          Although the rotary knives 34 and 35
may be The rod-like material supporting wheels 32       rotated in
synchronism  with the rotations of the have number of recesses 32a for
accommodating        rod-like material supporting wheels 32 and the the
rod-like materials 10 formed at the outer pe-   20   pressure roller 33, it
is preferred that the rotary ripheries thereof as illustrated in Fig. 14.
knives 34 and 35 are rotated at a speed higher As illustrated in Fig. 15,
the pressure roller 33  than that of the rod-like material supporting
wheels serves to press the rod-like materials 10 against    32 and the
pressure roller 33 in order to form cuts the guide plate 36, and the outer
surface of the     easily. pressure roller 33 is so designed that its
coefficient  25  Since the cutting device 31 has a construction of friction
is high. For example, a material which   as described above, the rod-like
materials 10 fed has a high coefficient of friction is used at the outer
from the hopper 30 to the cutting device 31 are surface of the pressure
roller 33, or special treat-  accommodated in the recesses 32a of the
rod-like ment by which coefficient of friction becomes high,  material
supporting wheels 32, and they are trans- such as knurling, is done on the
outer surface. The   30  ferred along the circular path while they are
rotated pressure roller 33 rotates in a direction denoted by  on their
axes, and they are dispatched downwardly. an arrow integrally with the
rod-like material sup-  During transfer along the circular path, cuts are
porting wheels 32.                                  formed in the
sheet-like materials 4 and the fibers The guide plate 36 is a stationary
disposed      3 of the sheath portions of the rod-like materials circular
guide plate, and it prevents the rod-like   35   10. materials 10
accommodated in the recesses 32a of        Then, the rod-like materials 10
dispatched one the rod-like material supporting wheels 32 from      by one
from the cuffing device 31 are loaded on a being dropped, and at the same
time, it cooperates   rod-like material conveying device 40 which is dis-
with the pressure roller 33 so as to rotate the rod-  posed below the
cutting device 31. The conveying like materials 10 on their axes. More
specifically,  40   device 40 is provided with a pair of chains with while
the the rod-like materials 10 accommodated     attachments and a number of
receivers 42 of the in the recesses 32a of the rod-like material sup-
rod-like materials 10. In Figs. 18 to 23, although the porting wheels 32
are moved along a circular path,   attachment is indicated by reference
numeral 41, i.e., a circular path formed between the guide plate  the chain
portion is omitted. 36 and the pressure roller 33, in accordance with  45
The rod-like material receiver 42 is slidably the rotations of the rod-like
material supporting    supported on a shaft 43, which extends over the
wheels 32 and the pressure roller 33, the rod-like   attachment 41, and is
urged in one direction, i.e., to materials 10 are pressed to the guide
plate 36 by    the left in Fig. 18, by a spring 44. A stationary the
pressure roller 33, and as a result, the rod-like  guide cam 46 is fixed to
a machine frame and materials 10 move forwardly while they rotates in a
50  extends preferably along the entire chains with direction opposite to
the rotating direction of the  attachments and at least along a portion
from posi- pressure roller 33 (see Fig. 15).                   tion B to
position G in Fig. 11. The rod-like material As illustrated in Figs. 13, 16
and 17, among the  receiver 42 has a guide roller 45 rotatably sup- two
rotary knives 34 and 35, the rotary knife 34     ported on the bottom
thereof which is so urged by located  near the rod-like material supporting
55  the spring 44 that the guide roller 45 contacts with wheels 32 serves
to form a circumferential cut, i.e.,  the guide cam 46. As a result, the
rod-like material the second cut, to the sheet-like material 4 of the
receiver 42 horizontally slides in accordance with rod-like material 10,
and the other rotary knife 35  the contour of the guide cam 46 as the
chains with 10    



19                EP 0 446 942 B1                    20 attachments move.
The removing device 60 cooperates with the The rod-like material receiver
42 has a gripping  rod-like material conveying device 40 which has member
47 which is mounted swingably about a        been described previously so
as to remove the pivot axis 47a and which is normally urged by a    fibers
3 of sheath portion and the sheet-like ma- spring 48 in such a direction
that it grips the rod-   5   terial 4 located at the end of the rod-like
material like material 10. A guide roller 49 is disposed at an  10. Mores
specifically, first, as illustrated in Fig. 18, end of the gripping member
47. The guide roller 49  at position B below the cutting device 31, a
rod-like engages with a guide 50 disposed around position    material 10
dispatched from the cutting device 31 B in Fig. 11 and a guide 51 disposed
before        rides on a receiver 42 of the rod-like material position G in
Fig. 11, and it swings the gripping   10  conveying device 40. In this
case, the gripping member 47 from the gripping position (see Figs. 19
member 47 of the rod-like material conveying de- to 22) to the releasing
position (see Fig. 18 or 23)  vice 40 is located in a releasing position
where the against the spring force of the spring 48.          gripping
member 47 is lifted by the guide 50, and An explanation will now be done on
a device     the grasping members 63 of the removing device 60 which serves
to remove the fibers 3 of the   15  60 are also open. sheath portion and
the sheet-like material 4 beyond    When the receiver 42 and the grasping
mem- the cut.                                            bers 63 reach
position C after they move to the This embodiment is integrally provided
with the  right in Figs. 11 and 12 from the position B, the device for
removing the fibers 3 of the sheath      grasping members 63 are closed as
illustrated in portion and the sheet-like material 4 beyond the   20  Fig.
19 so at to securely hold the end of the rod- first cut formed by the
cutting device 31 and the  like material 10 where the cuts are formed. At
the device for removing the sheet-like material 4 be-   position C, the
engagement between the guide yond the second cut formed by the cutting
device   roller 49 and the guide 50 are disengaged, and the 31.
gripping member 47 similarly holds the other end The removing device 60
comprises a conveyor  25  of the rod-like material 10. In this case, the
receiver 61, which moves at a speed almost same as the       42 is moved to
the left in Fig. 19 by means of the moving speed of the chains with
attachment, and a   spring 44 and locates the advanced position where
plurality of sets of removing members 62, which    the receiver nears the
grasping members 63. are attached to the conveyor 61.
When the receiver 42 and the grasping mem- Referring to Figs. 18 to 20,
each set of remov-  30   bers 63 reach position D after they move to the
ing member 62 is provided with a pair of grasping   right in Figs. 11 and
12 from the position C, the members 63, ends of which are pivoted to each
conditions illustrated in Fig. 20 appear. More spe- other by a pin, and a
pair of link members 64,      cifically, the receiver 42 is moved to the
right from which control the opening and closing of the grasp-  the
advanced position illustrated in Fig. 19 to a ing members 63.
35  receded position illustrated in Fig. 20 where the The grasping members
63 are pivoted at an       receiver is away from the grasping members 63.
end of a hollow rod 65 and have at free ends        During this movement,
the gripping member 47 thereof grasping surfaces 63a for holding the
keeps to hold the end of the rod-like material 10, sheet-like material 4
and the fibers 3 of the sheath  and the grasping members 63 also continue
to portion. The grasping surfaces 63a may be rugged   40  close.
Accordingly, the fibers 3 of sheath portion in an appropriate shape in
order to securely hold  and the sheet-like material 4 located beyond the
the sheet-like material 4 and the fibers 3 of the   cut at the end of the
rod-like material 10 are kept sheath portion.
to be securely held, while the rod-like material 10 A rod 66 is slidably
inserted into the hollow rod  itself is moved to the receded position
together 65. An end of the rod 66 is pivoted to ends of the   45   with the
receiver 42. Thus, the fibers 3 of sheath pair of link members 64, and the
other ends of of   portion and the sheet-like material 4 beyond the the
link members 64 are pivoted to central portions  cut are separated from the
rod-like material 10. As of the grasping members 63, respectively.
a result, as illustrated in Fig. 20, at the end of the When the rod 66,
which operates the opening     rod-like material 10, the fibers 2 of the
core portion and closing of the link members 64, is horizontally  50
expose and the fibers 3 of the sheath portion slid, the grasping members 63
become in a open      expose sue to removal of the sheet-like material 4.
condition illustrated in Fig. 18 and a closed con-     The rod-like
material 10, wherein the fibers 2 of dition illustrated in Fig. 19. The
sliding movement  the core portion and the fibers 3 of the sheath of the
rod 66 is performed by a suitable member,    portion are exposed, is
conveyed to a thermofor- for example, by an appropriate cam fixed to the
55   ming device 70 while it is held by the gripping machine frame, by
which the grasping members        member 47. open and close in accordance
with the movement         As illustrated in Figs. 21 and 22, the thermofor-
of the conveyor 61.                                 ming device 70
comprises a rotary disc 71, which    21                EP 0 446 942 B1
22 



has a plurality of holes 72 equidistantly formed on  material 10 is
thermoformed in a conical shape, the disc surface thereof, and a heater 73,
which is  and the applicator 1 for makeup use of the present disposed
integrally with the rotary disc 71 and   invention is obtained. which heats
the rotary disc 71.                       When the rod-like material
conveying device The distance between the holes 72 formed on   5   40 is
further moved until it arrives at position G in the rotary disc 71 is so
designed that it is equal to  Fig. 11, the guide roller 49 mounted on the
grip- that between the gripping members 47 of the rod-  ping member 47
abuts with the guide 51 as illus- like material conveying device 40, and
the rotary  trated in Fig. 23 and opens the gripping member disc 71 is
rotated at a speed equal to the moving  47 against the force of the spring
48. Thus, the speed of the rod-like material conveying device 40.   10
applicator 1 for makeup use is released from the The holes 72 serve to
thermoform the exposed   gripping member 47. fibers 3 of the sheath portion
in a desired shape,    The applicator 1 for makeup use drops and and the
shape of the holes 72 is not limited as long  may be contained in a
container disposed below as it can thermoform the exposed fibers 3 of the
the gripping member 47 or may be transferred to a sheath portion. For
example, the hole 72 comprises   15  predetermined station by means of a
suitable con- a tapered portion and a cylindrical portion, which is  veyor
80. connected to the tapered portion and into which the   Fig. 26 is an
elevation of another embodiment fibers 2 of the core portion are inserted
when the  of a cutting device for forming slits to a rod-like fibers 3 of
the sheath portion are thermoformed.  material according to the present
invention and a The thermoforming device 70 cooperates with  20  mechanism
for transferring the rod-like material, the rod-like material conveying
device 40 and ther-  and Fig. 27 is a plan view of the cutting device for
moforms the fibers 3 of the sheath portion located  forming slits to a
rod-like material illustrated in Fig. at the rod-like material 10 in a
manner set forth  26. below.
In this embodiment, the rod-like materials 10 When the rod-like material
10, which is held by   25  are fed to the transferring mechanism 130 one by
the gripping member 47 of the rod-like material   one from the exit formed
at the bottom of the conveying device 40, is moved to position E illus-
hopper 30 while they are lined up. trated in Figs. 11 and 12, the rod-like
material 10   The transferring mechanism 130 of the illus- and one of the
holes 72 of the thermoforming      trated embodiment is provided with four
arms 131 device align with each other (see the upper rod-like   30
radially extending and is intermittently turned by material 10 in Fig. 21).
In this case, the receiver 42  90. Each arm  131 has a pair of rollers 132
is still located at a receded position where the  rotatably mounted at the
end thereof. The number receiver 42 is moved to the right.
of the arms 131 and the intermittently turning angle When the rod-like
material conveying device    are not limited to those described above and
may 40 is further moved in a clockwise direction in Fig.  35  be
appropriately selected. The rod-like material 30 11, the receiver 42 is
again moved to the left as  fed from the exit formed at the bottom of the
denoted by an arrow in Fig. 22 toward the ad-     hopper 30 enters between
a pair of rollers 132 and vanced position by means of the cooperation of
the  is slightly held by the rollers 132. A cutting device spring 44 and
the guide 46, which guide is de-    120 is disposed at a position which
faces the end flected toward the thermoforming device 70. As   40  of the
arm 131 when it turns by 90[err] illustrated in Fig. 22, the front end,
i.e., the end  The cutting device 120 is provided with a cut- where the
fibers 2 of the core portion are exposed,  ter holder 124, two knives 121
and 123 held by the of the rod-like material 10 is inserted into the hole
cutter holder 123, and a drive roller 124. The cutter 72 of the rotary
heating disc 71 at position F    holder 123 is connected to a suitable
drive mecha- illustrated in Fig. 11, and the fibers 3 of the sheath  45
nism, such as a fluid pressure cylinder (not portion are thermoformed.
shown), and is vertically reciprocated in Fig. 26. The gripping member 47
is further advanced     The dive roller 124 is driven by a suitable mecha-
while the front end of the rod-like material 10 is  nism, such as an
electric motor, and contacts with inserted into the hole 72, and when the
gripping  the rod-like material 10 so as to turn it on its own member 47 is
advance to a position opposite to  so  axis. position E in Fig. 11, i.e.,
the positions are symmet-  While the knives 121 and 122 are reciprocated,
ric with respect to the rotational axis, the receiver  the rod-like
material 10 is turned by the drive roller 42 is again guided by the guide
46 and is moved    124, and slits are formed on the periphery of the to the
receded position so that the front end of the  rod-like material 10. One
121 of the knives is used rod-like material 10 is taken out from the hole
72 of  55  to form a circumferential slit, i.e., the first slit, to the the
rotary heating disc 71 (see the lower rod-like  sheet-like material 4 and
crimped fibers 3 at the material 10 in Fig. 21). The fibers 3 of the sheath
sheath portion of the rod-like material 10 and ex- portion located at the
front end of the rod-like  cept for the fibers 2 at the core portion. The
other 12    23                 EP 0 446 942 B1                    24 



122 of the knives is used to form a circumferential    The thermoforming
device 160 comprises a slit, i.e., the second slit, to the sheet-like
material 4  heater plate 161 and a drive mechanism, such as a of the
rod-like material 10.                        hydraulic mechanism (not
shown), for reciprocating After the slits are formed, when the arm further
the heater plate 161, and it can simultaneously turns by 90, the arm 131
arrives a postion where   5   thermoform  a plurality of rod-like materials
10. it is almost vertical, and the rod-like material 10  More specifically,
a plurality of holes 162 are slightly held by the pair of rollers 132
disposed at  formed corresponding to the recesses 152 of the the end of the
arm 131 drops into a hopper 133     rod-like material transferring device
150. The hole disposed beneath the arm 131 by its own gravity.    162
comprises, for example, a tapered portion and Fig. 28 is a plan view of a
still another embodi-  10   a cylindrical portion connected to the tapered
por- ment of a mechanism  for transferring and ther-     tion, into which
cylindrical portion the fibers 2 of moforming a rod-like-material.
the core portion are inserted when the fibers 3 of The rod-like material
transferring device 140 is  the sheath portion are thermoformed. The ther-
provided with a rod-like material receiving member  moforming device 160
nears the rod-like materials 141 for receiving a plurality of rod-like
materials 10.  15  10 sucked in the recesses 152 of the rod-like The
rod-like material receiving member 141 has a    material transferring
device 160 and thermoforms plurality of recesses 142 for receiving the
rod-like  the fibers 3 of the sheath portion at the ends of the materials
10 formed thereon. The recess 142 has    rod-like materials 10 while it
accommodates the apertures 143 formed at the bottom thereof, which   ends
of the rod-like materials 10 within the holes apertures are communicated
with a flexible pipe   20  162. 144, which is in turn connected to a vacuum
Further, when the fibers of the core portion is source. Accordingly, while
the vacuum source is    formed flat as it is common for an applicator for
operated, the rod-like member transferring device  rouge, it is preferred
that a press device 170 is 140 is manually or mechanically neared to a
posi-   disposed in parallel with the thermoforming device tion where a
number of rod-like materials 10 are  25  160 and that the rod-like
materials 10 which have disposed, for example; a hopper, the rod-like ma-
been thermoformed are subjected to a pressing terials 10 are sucked and are
aligned to the reces-  operation. In this case, the rod-like materials 10
are ses 142 formed on the receiving member 141.         transferred to the
pressing station by laterally mov- Under this condition, the receiving
member 141 is  ing the rod-like material transferring device 150 just
manually or mechanically moved to the thermofor-  30  after they are heated
in the thermoforming device ming device 160 by extending the flexible pipe
160. If this method is applied, since heat remains 144.
in the rod-like materials  10, it may be unnecessary Another rod-like
material transferring device   to heat the die in the press device 170. The
press 150 is so disposed that it faces the thermoforming  device 170 can
simultaneously a plurality of rod- device 160. The construction of the
rod-like ma-  35  like materials 10 sucked in the recesses 152 of the
terial transferring device 150 is similar to that of the  rod-like material
transferring device 150. foregoing rod-like material transferring device
140    According to the present invention, the cost of and a rod-like
material receiving member 151 has a  raw material of the applicator for
makeup use is plurality of recesses 152 for receiving the rod-like  very
inexpensive, since the applicator comprises a materials 10 formed thereon
at a distance which is  40  bundle of fibers, and since the number of the
fibers the same as that between the recesses 142 of the    may be small
because the crimped fibers are used rod-like material transferring device
140. The re-  as the fibers of sheath portion. cess 152 has apertures 153
formed at the bottom        In the applicator for makeup use of the present
thereof, which apertures are communicated with a    invention, the fibers
of the sheath portion, which vacuum source via a flexible pipe 154. While
the   45  comprises crimped fibers and which surround vacuum source of the
transferring device 150 is    straight fibers of the core portion, are
thermofor- operated, the rod-like materials 10 sucked to the   med at the
base of the applying portion while they above-described rod-like material
transferring de-  are not ground or abraded and while their amount vice 140
is neared to the rod-like member transfer-  is maintained. Accordingly, the
thermoformed fi- ring device 150. Then, while the rod-like materials  so
bers of the sheath portion can securely hold the 10 are exposed to the
suction by the rod-like      fibers of the applying portion, i.e., the
fibers of the material transferring device 150, the rod-like ma-  core
portion. Since the applying portion is securely terial transferring device
140 is slightly moved so  held and since accordingly the base of the apply-
that air enters through the apertures 143 formed at  ing portion is not
bent easily, lines can be drawn at the recesses 142. As a result, the
rod-like materials  55  will by makeup cosmetics and the desired amount 10
are easily transferred to the rod like-material  of makeup cosmetics can be
applied to the objec- transferring device 150.
tive portion. 13    25                 EP 0 446 942 B1
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the applicator for makeup use of the present inven-      portion of said
applying portion (1a). tion can be a suitable shape for a lip brush since
the straight fibers of the applying portion can be    2. An applicator (1)
for makeup use according to arranged flat by thermoforming the base of the
5        claim 1, characterized in that: applying portion of the applicator
of the present            said handle portion (1c) further comprises
invention in a flat shape.                               a sheet-like
material (4); and According to the present invention, the applica-
said sheet-like material (4) wraps about an tor can be used for trial use
of cosmetic when the       outer periphery of said handle portion (1c)
cosmetic has been previously attached to the fibers  10  which periphery is
not thermoformed. of sheath portion of the applying portion, and the
applicator is very convenient to use.                 3. An applicator (1)
for makeup use according to Besides, according to the method and appara-
claim 1 or 2, characterized in that said fibers tus for manufacturing the
applicator for makeup          (2) of said core portion are made of at
least use of the present invention, the fibers of the   15     one kind of
fibers selected from the group sheath portion are removed at an end of the
rod-         consisting of rayon, nylon, acrylic and polyes- like bundle of
fibers of a predetermined length          ter. while the fibers of the core
portion are remained so that the fibers of the core portion are exposed,
and  4. An applicator (1) for makeup use according to the fibers of the
sheath portion around the base   20    claim 3, characterized in that
thickness of in- portion of the exposed fibers of the core portion
dividual fiber (2) of said core portion is be- are thermoformed. Since
abrading or grinding op-         tween 20 and 100 denier. eration is
unnecessary in the method of the present invention, manufacture of the
applicator for makeup   5. An applicator (1) for makeup use according to
use of the present invention does not take time,  25     claim 1 or 2,
characterized in that said fibers and time required for manufacturing a
single ap-         (3) of said sheath portion are made of acetate plicator
is short. Accordingly, according to the         or acrylic. method and
apparatus of the present invention, the applicators can be manufactured at
high productiv-    6. An applicator (1) for makeup use according to ity;
30       claim 5, characterized in that thickness of in- dividual fiber (3)
of said sheath portion is be- Claims
tween 2 and 10 denier. 1. An applicator (1) for makeup use, wherein an
7. An applicator (1) for makeup use according to applying portion (1a) and
at least a front por-  35  claim 1 or 2, characterized in that said fibers
tion of a handle portion (1b, 1c) are made of a       (2') of said core
portion of said applying por- bundle of fibers;
tion (1a) have cosmetic attached thereto. said bundle of fibers comprises a
sheath portion and a core portion, said core portion     8.  A method for
producing an applicator (1) for being made of a bundle of fibers (2)
compris-  40     makeup use according to claim 1, comprising: ing a
plurality of straight fibers (2), and said         a step for preparing a
rod-like bundle of sheath portion being made of thermoplastic
fibers (2, 3) of a predetermined length which fibers (3), which have crimps
therein and par-        comprises a core portion made of a plurality of
tially adhere to each other, and wrapping about       straight fibers (2)
and a sheath portion made of said core portion;
45       thermoplastic fibers (3 , which have crimps said applying portion
(1a) of said applica-      therein and partially adhere to each other, and
tor (1) is made of said straight fibers (2) of said   wrapping about said
core portion; character- core portion; and
ized by: said handle portion (1b, 1c) is made of               a step for
removing said fibers (3) of said said fibers (2) of said core portion and
said   50   sheath portion at an end of said bundle while fibers (2) of
said sheath portion, characterized      said fibers (2) of said core
portion are re- in that:
mained so that said fibers (2) of said core (i) the thermoplastic fibers
(3) of the sheath     portion are exposed; and portion are removed, so that
the core por-             a step for thermoforming said thermoplas- tion
fibers (2), at an end of the bundle of  55    tic fibers (3) of said sheath
portion around a fibers are exposed and that                        base
portion of said exposed fibers (2) of said (ii) said fibers (3) of said
sheath portion are    core portion. thermoformed at said handle portion (1
b) 14    [err] * C   L   M   S* 25                 EP 0 446 942 B1
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In addition, according to the present invention,       located near a base
the applicator for makeup use of the present inven-     portion of said
applying portion (1a). tion can be a suitable shape for a lip brush since
the straight fibers of the applying portion can be  2. An applicator (1)
for makeup use according to arranged flat by thermoforming the base of the
5      claim 1, characterized in that: applying portion of the applicator
of the present           said handle portion (1c) further comprises
invention in a flat shape.                              a sheet-like
material (4); and According to the present invention, the applica-
said sheet-like material (4) wraps about an tor can be used for trial use
of cosmetic when the      outer periphery of said handle portion (1c)
cosmetic has been previously attached to the fibers  10  which periphery is
not thermoformed. of sheath portion of the applying portion, and the
applicator is very convenient to use.                3. An applicator (1)
for makeup use according to Besides, according to the method and appara-
claim 1 or 2, characterized in that said fibers tus for manufacturing the
applicator for makeup         (2) of said core portion are made of at least
use of the present invention, the fibers of the   15    one kind of fibers
selected from the group sheath portion are removed at an end of the rod-
consisting of rayon, nylon, acrylic and polyes- like bundle of fibers of a
predetermined length         ter. while the fibers of the core portion are
remained so that the fibers of the core portion are exposed, and  4. An
applicator (1) for makeup use according to ) the fibers of the sheath
portion around the base   20   claim 3, characterized in that thickness of
in- portion of the exposed fibers of the core portion       dividual fiber
(2) of said core portion is be- are thermoformed. Since abrading or
grinding op-        tween 20 and 100 denier. eration is unnecessary in the
method of the present invention, manufacture of the applicator for makeup
5. An applicator (1) for makeup use according to use of the present
invention does not take time,  25    claim 1 or 2, characterized in that
said fibers and time required for manufacturing a single ap-        (3) of
said sheath portion are made of acetate plicator is short. Accordingly,
according to the        or acrylic. method and apparatus of the present
invention, the applicators can be manufactured at high productiv-   6. An
applicator (1) for makeup use according to ity.
30       claim 5, characterized in that thickness of in- dividual fiber (3)
of said sheath portion is be- Claims
tween 2 and 10 denier. 1. An applicator (1) for makeup use, wherein an
7. An applicator (1) for makeup use according to applying portion (1a) and
at least a front por-  35  claim 1 or 2, characterized in that said fibers
tion of a handle portion (1b, 1c) are made of a      (2') of said core
portion of said applying por- bundle of fibers;
tion (1a) have cosmetic attached thereto. said bundle of fibers comprises a
sheath portion and a core portion, said core portion   8  A method for
producing an applicator (1) for being made of a bundle of fibers (2)
compris-  40    makeup use according to claim 1, comprising: ing a
plurality of straight fibers (2), and said        a step for preparing a
rod-like bundle of sheath portion being made of thermoplastic
fibers (2, 3) of a predetermined length which fibers (3), which have crimps
therein and par-       comprises a core portion made of a plurality of
tially adhere to each other, and wrapping about      straight fibers (2)
and a sheath portion made of said core portion;                          45
thermoplastic fibers (3 , which have crimps said applying portion (1a) of
said applica-      therein and partially adhere to each other, and tor (1)
is made of said straight fibers (2) of said  wrapping about said core
portion; character- core portion; and
ized by: said handle portion (1b, 1c) is made of              a step for
removing said fibers (3) of said said fibers (2) of said core portion and
said  so    sheath portion at an end of said bundle while fibers (2) of
said sheath portion, characterized     said fibers (2) of said core portion
are re- in that:                                             mained so that
said fibers (2) of said core (i) the thermoplastic fibers (3) of the sheath
portion are exposed; and portion are removed, so that the core por-
a step for thermoforming said thermoplas- tion fibers (2), at an end of the
bundle of  55   tic fibers (3) of said sheath portion around a fibers are
exposed and that                       base portion of said exposed fibers
(2) of said (ii) said fibers (3) of said sheath portion are   core portion.
thermoformed at said handle portion (1 b) 14    [err] 27
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9. A method for producing an applicator (1) for       13. An apparatus
according to claim  11 or 12, makeup use according to claim 8, character-
characterized in that said cutting device (31) ized in that:
comprises: said rod-like material further comprises a            a rotary
cutter (31) for forming cut to said sheet-like material (4) wrapping around
an out-   5   rod-like material (10) comprising: a bundle of er periphery
of said bundle of fibers (2, 3).         fibers: or a bundle of fibers and
a sheet-like material (4) surrounding an outer periphery of 10. A method
for producing an applicator (1) ac-         said bundle of fibers; and
cording to claim 9, characterized in that a part          a transferring
device (40) for transferring of said sheet-like material (4) from a
position   10.  said rod-like material (10) along a circular path where
said core fibers (2) are exposed to a           while rotating said
rod-like material (10) on an position where said fibers (3) of sheath
portion      axis of said rod-like material (10) so that an are
thermoformed is removed.                          end of said rod-like
material (10) contacts with said rotary cutter. 11. An apparatus for
producing an applicator (1)  15 for makeup use, characterized by:
PatentansprUche a feeding device (30) for feeding a rod-like bundle (10) of
fibers (2, 3) of a predetermined   1. Auftragegerdt (1) fUr
Schminkanwendungen, length which comprises a core portion made of
bei dem ein Auftragsteil (la) und mindestens a plurality of straight fibers
(2) and a sheath   20  ein Vorderteil eines Griffteiles (1b, 1c) aus el-
portion made of thermoplastic fibers (3), which        nem BUndel von Faden
hergestellt sind; have crimps therein and partially adhere to
wobei das B~ndel von Faden umfaft einen each other;
Hlllenteil und einen Kernteil, wobel der Kem- a cutting device (20, 31,
121) for forming         tell aus einem  BUndel von FAden (2) herge-
circumferential cut to said fibers (3) of said   25   steilt ist mit einer
Vielzahl von geraden FAden sheath portion at an end of said bundle of
(2), und wobei der HOllenteil aus thermoplasti- fibers (2, 3) at a depth
sufficient to reach said     schen Fiden (3) hergestellt ist, die
Kr~uselun- fibers (2) of said core portion;                      gen
aufweisen und teilwelse aneinanderhaften, a removing device (60) for
removing said           und den Kernteil umhtllen; fibers (3) of said
sheath portion located at said   30  wobel der Auftragsteil (1a) des
Auftrageger~tes end beyond said cut; and                              (1)
hergestellt ist aus den geraden: FAden (2) a thermoforming device (25, 70,
160) for           des Kernteiles; und wobei der Griffteil (lb, 1c)
thermoforming said thermoplastic fibers (3) of        aus den FHden (2) des
Kernteiles und den said sheath portion around said cut.
FMden (2) des H1llenteiles hergestellt ist, da- 35      durch
gekennzeichnet, daB: 12. An apparatus for producing an applicator (1)
(i) die thermoplastischen. Fdden (3) des for makeup use, according to claim
13, char-             HUllenteiles entfernt sind, so daB die FAden
acterized by:                                            (2) des Kernteiles
an einem Ende des Bin- said rod-like material (10) further compris-
dels der FAden freigelegt sind und dal ing a sheet-like material (4) which
wraps ar-  40        (ii) die Faden (3) des Hfllenteils am Griffteil ound
an outer periphery of said bundle of                (1 b), der sich nahe
einem Basisteil des Auf- fibers;
tragsteiles  (1a) befindet, thermoverformt said cutting device (31)
comprises:                      sind. a first cutter (35, 121) for forming
a first circumferential cut to said sheet-like material   45   2.
Auftragegerat (1) fUr Schminkanwendungen and said fibers (3) of said sheath
portion at an      nach Anspruch 1, dadurch gekennzeichnet, end of said
bundle of fibers (2, 3) at a depth        daB der Griffteil (1c) welter ein
blattfdrmiges sufficient to reach said fibers (2) of said core
Material (4) umfaBt; und portion; and
daB das blattartige Material (4) eine dufere a second cutter (34, 123) for
forming a   50       Peripherie des Griffteiles (1c) umhUlit, wobei second
circumferential cut to said sheet-like         die Peripherie nicht
thermoverformt ist. material (4) of said rod-like material (10) at a
position away from said first cut in a direction  3  Auftragegerdt (1) fur
Schminkanwendungen opposite to said end; and
nach Anspruch 1 oder 2, dadurch gekenn- said removing device (60) further
removing   55    zeichnet, daB die FMden (2) des Kernteiles aus said
sheet-like material (4) located at said end      mindestens einer Art von
FAden, ausgewdhlt beyond said additional cut.                           aus
der Gruppe von Rayon-, Nylon-, Acryl- und Polyesterfdden hergestellt worden
sind.    29                 EP 0 446 942 B1                    30
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nach Anspruch 3, dadurch gekennzeichnet,           rates (1) fUr
Schminkanwendungen, gekenn- daB die Dicke der einzelnen Faden (2) des
zeichnet durch: Kernteiles zwischen 20 und 100 Denier liegt.        eine
Einspeisvorrichtung (30) zum Einspeisen 5       eines stabformigen BUndels
(10) von Faden (2, "6. Auftragegerdt (1) fUr Schminkanwendungen
3) elner vorbestimmten LAnge, das besteht aus nach Anspruch 1 oder 2,
dadurch gekenn-             einern Kernteil, hergestellt aus einer Vielzahl
zeichnet, dan die FRden (3) des HUllenteiles       von geraden F~den (2)
und elnem HUllenteil, aus Acetat- oder Acrylfgden bestehen.
hergestelit aus thermoplastischen F~den (3), 10      die Kr~uselungen
aufweisen, und teilweise an- 6. Auftragogerdt (1) fUr Schminkanwendungen
einanderhaften; nach Anspruch 5, dadurch gekennzeichnet,            elne
Schneidvorrichtung (20, 31, 121) zur Er- daf die Dicke der einzelnen Faden
(3) des           zeugung eines ringfdrmigen Schnittes der Fa- HUllenteiles
zwischen 2 und 10 Denier liegt.        den (3) des HUllenteiles an elnern
Ende des 15      BUndels von Fiden (2, 3) mit einer Tiefe, die 7.
Auftragegerat (1) flr Schminkanwendungen            ausreicht, um die FWden
(2) des Kernteiles zu nach Anspruch 1 oder 2, dadurch gekenn-
erreichen; zeichnet, dal3 die Fdden (2') des Kernteiles des   eine
Entfemungsvorrichtung (60) zur Entfer- Auftrageteiles (1 a) ein zugefUgtes
Kosmetikum      nung der Faden (3) des H1illenteiles, die sich aufweisen.
20       an dem Ende jenseits des Schnittes befinden; und 8  Verfahren zur
Herstellung eines Auftragegera-       eine Thermoverformungsvorrichtung
(25, 70, tes (1) far Schminkanwendungen gemaBl An-           160) zum
Thermoverformen der thermoplasti- spruch 1, mit:
schen Fgden (3) des HUllenteiles rund um den einer Stufe zur Herstellung
eines stabf6rmigen   25  Schnittpunkt. BUndels von Fdden (2, 3) einer
vorbestimmten LAnge, das umfal3t einen Kernteil, hergestelit  12.
Vorrichtung zur Herstellung eines Auftragege- aus einer Vielzahl von
geraden Faden (2) und        rates (1) fUr Schminkanwendungen gemiaB An-
einen HUllenteil, hergestellt aus thermoplasti-    spruch 13, dadurch
gakennzeichnet, daB: schen Fiden (3), die Krauselungen aufweisen   30   das
stabartige Material (10) ferner ein blattor- und tellweise
aneinanderhaften, und den Kem-        miges Material (4) aufweist, welches
eine au- tell umhUllen, gekennzeichnet durch:                nere
Peripherie des Bindels von Faden um- elne Stufe zur Entfemung der Fgden (3)
des          hillt; HUllenteiles an einem Ende des BUndels, wih-        und
daB die Schneidvorrichtung (31) umfaft: rend die Fdden (2) des Kernteiles
erhalten   35    ein erstes Messer (35, 121) zur Erzeugung bleiben, so daB
die Fdden (2) des Kernteiles       eines ersten kreisrunden Schnittes an
dem freigelegt werden; und                              blattffrmigen
Material der Faden (3) des Hill- eine Stufe der Thermoverformung der
thermo-         enteiles an einern Endes des BUndels von plastischen Faden
(3) des H~llenteiles rund um      Faden (2, 3) in einer Tiefe, die
ausreicht, um einen Basisteil der exponierten Faden (2) des   40  die Faden
(2) des Kernteiles zu erreichen; Kernteiles.
und ein zweites Messer (34, 123) zur Erzeu- gung eines zweiten kreisrunden
Schnittes an 9. Verfahren zur Herstellung eines Auftragegeri-       dern
blattartigen Material (4) des stabf6rmigen tes (1) flr Schminkanwendungen
(8), dadurch         Materials (10) in einer Position entfemt von
gekennzeichnet, dal:                       45       dem ersten Schnitt in
einer Richtung entge- das stabformige Material weiterhin umfa~t ein
gengesetzt zu dem Ende; und blatormiges Material (4), das eine auBere Pe-
dan die Entfernungsvorrichtung (60) ferner das ripherie des BUndels von
Fiden (2, 3) umhOllt.      blattartige Material (4) entfernt, das sich an
dern Ende jenseits des zusitzlichen Schnittes 10. Verfahren zur Herstellung
eines Auftragegerd-  so  befindet. tes (1) gemaB Anspruch 9, dadurch
gekenn- zelchnet, daB ein Teil des blattartigen Materials  13 Vorrichtung
nach Anspruch 11 oder 12, da- (4) von einer Position, wo die Kernfaden (2)
durch gekennzeichnet, daB die Schneidvorrich- freigelegt sind, bis zu einer
Position, wo die     tung (31) umfaBt: FMden (3) des HUllenteiles
thermoverformt  55       ein rotierendes Messer (31) zur Erzeugung ei-
sind, entfernt wird.                                nes Schnittes an dem
stabf6rnigen Material (10), das umfaBt ein BUndel von Flden: odor ein
BUndel von Faden und ein blattartiges Ma- 16    31                  EP 0
446 942 B1                      32    I        11 111 11111 11111 terial
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dels von Faden umgibt; und                             revendication 3,
caract6rise en co quo 146pais- eine OberfUhrungsvorrichtung (40) zum Ober-
seur des fibres individuelles (2) de ladite partie fahren des stabartigen
Materials (10) langs ei-        centrale est comprise entre 20 et 100
deniers. nes ringf6rmigen Weges, wahrend das stabar-   5 tige Material (10)
um eine Achse des stabarti-     5. Applicateur (1) servant au maquillage
selon la gen Materials (10) rotiert, so daB sin Ende des
revendlcatlon 1 ou 2, caracterise en ce quo stabartigen Materials (10) mit
dem rotlerenden         lesdites fibres (3) de ladite partle etul sont on
Messer in Kontakt gelangt.                             acetate ou en
acrylique. 10 Revendlcatlons                                         6.
Applicateur (1) servant au maquillage solon la revendication 5, caracteris6
on ce quo l'epais- 1. Applicateur (1) servant au maquillage, dans
sour des fibres individuelles (3) de ladite partle loquel une partle
d'application (1 a) et au moins      6tui est comprise entre 2 et 10
deniers. une partie avant d'une partie manche (lb, 1c)   15 sont
constituees par un faisceau de fibres;        7. Applicateur (1) servant au
maquillage solon la ledit faisceau de fibres comprend une par-
revendication 1 ou 2, caracteris6 en ce quo tie 6tui et une partie
centrale, ladite partie         lesdites fibres (2') de ladite partie
centrale de centrale 6tant compos6e d'un faisceau de fi-           ladite
partie d'application (1a) ont un produit bros (2) comprenant plusieurs
fibres droites   20      cosmetique fix6 sur ces fibres. (2), et ladite
portion 6tui etant constituee de fibres thermoplastiques (3) qui ont des
boucles    8  Proc6de de fabrication d'un applicateur (1) ser- a
l'int6rieur de ces fibres et qui sont coll6es        vant au maquillage
solon la revendication 1, partiellement les unes aux autres et s'enroulant
comprenant: autour de ladite partie centralo;             25           une
phase pour pr6parer un faisceau de ladite partie d'application (1a) dudit
appli-      fibres (2, 3) en forme de bftonnet d'une Ion- cateur (1) est
compos6e desdites fibres droites        gueur pr6d6termin6e qui comprend
une partie (2) de ladite partie centrale ; et                     centralo
constituee de plusieurs fibres droites ladite partie manche (1b, Ic) est
compo-           (2) et d'une partie 6tui constituee de fibres see desdites
fibres (2) de ladite partie centrale   30  thermoplastiques (3) qui ont des
boucles a et desdites fibres (2) de ladite partie etui, ca-
I'interieur de ces fibres et qui sont collees ract6riseo en ce quo:
partiellement les unes aux autres et s'enroulant (I) les fibres
thermoplastiques (3) de la par-      autour de la partie centralo; proc6d6
caracteri- tie etui sont enlevees, de sorte que les            s4 par:
fibres (2) de la partie centrale, a une extr6-   35     une phase pour
enlever lesdites fibres (3) mite du faisceau de fibres, sont expos6es,
de la partie etui au niveau d'une extr6mit6 et en ce quo
dudit faisceau, tandis quo lesdites fibres (2) de (ii) lesdites fibres (3)
de ladite partie etui      ladite partie centrale restent, de sorte quo
les- sont thermoform6es au niveau de ladite par-         dites fibres (2)
de la partie centrale sont expo- tie manche (1b) situ6e pros d'une partie
de   40    ses ; et base de ladite partie d'application (1a).
une phase pour thermoformer lesdites fi- bres thermoplastiques (3) de la
partie etui au- 2. Applicateur (1) servant au maquillage solon la
tour d'une partie de base desdites fibres (2) revendication 1, caract6rise
en ce quo:                expos~es de ladite partie centralo. ladite partie
manche (1c) comprend en ou-   45 tre une matiere (4) en forme de feulle ;
et        9. Proc6de de fabrication d'un applicateur (1) ser- ladito
matiere (4) en forme de feuille on-         vant au maquillage solon la
revendication 8, toure une p6riphdrie ext~rieure de ladite partie
caracterise en co quoe manche (1c) dont la pdripherie n'est pas ther-
ladite matibre on formo de batonnot com- moformee.
so       prond en outre une matibre (4) en forme de feuille s'enroulant
autour d'une p6ripherie ext6- 3. Applicateur (1) servant au maquillage
solon la          rieure dudit faisceau de fibres (2, 3). revendication 1
ou 2, caracterise en ce que lesdites fibres (2) de ladite partle centrale
sont  10. Proced6 de fabrication d'un applicateur (1) ser- composees au
moins d'une sorte de fibres   55          vant au maquillage solon la
revendication 9, s6lectionnee parmi le groupe comprenant de la
caractdris6 en ce qu'une partie de ladite matie- rayonne, du nylonj de
I'acrylique et du polyes-        re (4) en forme de feuille est onlevee a
partir ter.                                                   d'une
position, oO lesdites fibres (2) de la 17    33                  EP 0 446
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partie centrale sont expos6es, jusqu'a une po-     13. Appareil selon la
revendication 11 ou 12, ca- sition, ob lesdites fibres (3) de la partie
etui       ract6ris6 en ce que ledit dispositif de coupe sont
thermoformees.                                    (31) comprend: un outil
de coupe rotatif (31) servant a *11.1 Appareil de fabrication d'un
applicateur (1) ser-   5   effectuer une coupe de ladite matibre (10) en
vant au maquillage, caracteris6 par:                   forme de b~tonnet
comprenant: un faisceau un dispositif d'alimentation (30) servant a
de fibres ou un faisceau de fibres et une alimenter un faisceau (10) de
fibres (2, 3) en         matiere (4) en forme de feuille entourant une
forme de batonnet d'une longueur pr6determi-           peripherie
exterieure dudit faisceau de fibres nee qui comprend une partie centrale
consti-  10       et tuee de plusieurs fibres droites (2) et d'une
un dispositif de transfert (40) servant a partie 6tui compos6e de fibres
thermoplasti-          transferer ladite matiere (10) en forme de ba- ques
(3) qui ont des boucles a l'interleur de          tonnet le long d'un
chemrin circulaire, tout en ces fibres et qui sont coll6es partlellement
les       falsant tourner ladite matiere (10) en forme de unes aux autres;
15       batonnet sur un axe de ladite matiere (10) en un dispositif de
coupe (20, 31, 121) ser-          forme de batonnet, de sorte qu'une
extremite vant a effectuer une coupe circonf~rentielle sur       de ladite
matibre (10) en forme de batonnet lesdites fibres (3) de ladite partie etui
au ni-       est en contact avec ledit outil de coupe rotatif. veau d'une
extr6mit6 dudit faisceau de fibres (2, 3) a une profondeur suffisante pour
attein-   20 dre lesdites (2) fibres de ladite partie centrale; un
dispositif d'enlbvement (60) servant a enlever lesdites fibres (3) de
ladite partie 6tui situ6e au niveau de ladite extr6mit6 au-dela de ladite
coupe ; et                             25 tun dispositif de thermoformage
(25, 70, 160) servant a thermoformer lesdites fibres thermoplastiques (3)
de ladite partie etui autour de ladite coupe. 30 12. Appareil de
fabrication d'un applicateur (1) ser- vant au maquillage selon la
revendication 13, caract6rise par: ladite matibre (10) en forme de batonnet
comprenant en outre ladite matibre (4) en for-  35 me de feuille qui
s'enroule autour d'une p6ri- pherie ext6rieure dudit faisceau de fibres; -
ledit dispositif de coupe (31) qui comprend tun premier outil de coupe (35,
121) ser-   40 vant a effectuer une premilre coupe circonf6- rentielle de
ladite matibre en forme de feuille et desdites fibres (3) de ladite partie
6tui au niveau d'une extr6mit6 dudit faisceau de fibres (2, 3) a une
profondeur suffisante pour attein-   45 dre lesdites fibres (2) de ladite
partie centrale; et un second outil de coupe (34, 123) servant a effectuer
une seconde coupe circonf6rentiel- Io de ladite matibre (4) en forme de
feuille de   6o ladite matibre (10) en forme de batonnet au niveau d'une
position eloign6e de ladite pre- miere coupe dans une direction oppos6e a
ladite extr6mite ; et ledit dispositif d'enlvement (60) servant   55 en
outre a enlever ladite matibre (4) en forme de feuille placee au niveau de
ladite extr6mite au-dela de ladite coupe suppl6mentaire. 18    


