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SPECIFICATION 

1. TITLE OF _THE INVENTION 

Colored doormat.s, met.hod of manuf act.uring and 

manufacturing device 

2. BACKGROUND OF THE INVENTION 

This invent.ion re lat.es t..o colored doormats, a met.hod 

-of manufacturing door.mats and a doormat. manufacturing 

device in which the doormat.s, usually placed before a door 

·or other ent;i::-ance of a building or a house, for scraping 

mud or dirt from the shoes, and particularly, such doormats 

are formed of numerous synthetic resin monofilaments in 

random loops form, and such numerous synthetic resin 

monofilament.s are respectively colored, and these colored 

synthetic resin rnonofilaments are combined· with colored 

monofilament.s of t.wo colors or more than two colors to 

produc~ mottled doormats or a striped doormats whereby 

at.t.ract.ive1y· colored doormats having decorative effect or 

.. attraction of beauty are available. 

Heretofore, many a mat. which is produced by 

accumulating . synthetic resin monofilament.s in random form 

have been known. However, the conventional doormat of this 

kind is not colored or decorat.ed with a patt.ern, and t.he 

ent.ire mat is formed in monochrome, and as a result., such 

mat is an ext.remely short. of at.t.ractive power from the 

standpoint. of shadings of color, mult.i-colorat.ion. 
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3. SUMMARY OF THE INVENTION 

An object. of t.his invent.ion is t.o provide doormats 

which are ·formed by accurnulat.ing numerous synthetic resin 

monof ilament.s in random loops and combining t.he colored 

synthetic resin rnonofilarnents with colored synthetic resin 

monof ilament.s of t.wo colors or more t.han t.wo colors whereby 

mottled or st.riped doormats are available. 

Anot.h~r object. of this invention is t.o provide a 

doormat. manufacturing met.hod and a doormat. manufacturing 

device, in which in order t.o produce mot. t.led or striped· 

doormats, numerous synthetic resin monofilament. are 

accumulated in .random loops by combining the colored 

synt.het.ic resin monofilament.s are accumulated in random 

loops by combining the colored synthetic resin 

monof ilaments colored in two colors or more than two 

colors; and a spinning pack of plane rectangular shape for 

spinning numerous synthetic rein monofilarnents comprises a 

resin flowpath changeover unit. and a multi-hole nozzle 

plate, and the resin flow pat.h changeover uni~ is provided 

with communicating pipelines SA, SB, at. symmetric 

posit.ions in longitudinal direct.ion, and t.hey are connected 

t.o ext.ruders 6A, 6B, ... , and a plriralit.y of zone flowpaths 

9A, 9B, are independently formed on an almost. entire 

surface of t.he resin flo"w pat.h changeover unit. t.o be 

communica t.ed wi t.h each communica t.ing pipe 1 ine SA, SB 

to feed the different. colored molten resin from each 

ext.ruder 6A, 6B, ... , and a collecting belt is disposed in 
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t.he lower part of the spinning pack to accumulate the 

colored monof ilaments spun from the spinning pack in random 

form which are supported on a pair of belt wheels rotating 

in the same direct.ion. Particularly; a pat.tern to be 

formed by the colored monof ilaments is freely changed over 

to an expression of mottles or st.ripes by the direct.ion of 

forming numerous branch flowpat.hs to be provided on each 

zone flowpat.h 9A, 9B, Each of the branch flowpat.hs 

is formed in a row in an oblique or parallel form in a 

crosswise direction of the resin flowpath changeover unit. 

A st.ill further object of this invent.ion is to 

provided a doormat., a doormat. manufacturing met.hod and a 

doormat manufacturing device in which in lieu of the 

collecting belt. disposed in the lower part. of t.he spinning 

pack, a cooling water tank is provided and a forming roll 

is installed in the cooling water tank, and the colored 

monofilam~nt.s being spun from t.he. spinning pack are 

received by the surface of the forming roll t.o accumulate 

them in random pools and the resulting accumulation is 

transformed int.o t.hree layers, a bottom layer, a surface 

layer, and a middle layer sandwiched bet.ween the surface 

layer and t.he bot.tom layer, and t.he mottled pattern or the 

striped pattern are produced equally on the surface layer, 

middle layer and bot.tom layer. 

4. BRIEF DESCRIPTION OF THE.DRAWINGS 

FIG. l is a perspective view of a multicolor doormat. 
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having a mot.t.led pat.tern; 

FIG. 2 is a perspect.i ve view of a rnul ticolor doormat 

having a st.riped pat.tern; 

FIG. 3 is a side of a spinning pack; 

FIG. 4 is a plan of a resin flowpat.h changeover unit. 

and a mul t.i-hole nozzle plat.e suitable for manufacture of 

multicolor doormat. as shown in FIG. 1; 

FIG. 5 is a plan of a resin flowpat.h changeover unit. 

and a mult.i-hole nozzle plate suit.able for manufacture of 

multicolor d9ormat. as shown in FIG. 2; 

FIG. 6 is a plan of a multi-nozzle plate as shown in 

an embod,iment.; 

FIG. 7 is a perspective view of a canst.ruction of a 

manufacturing device for working an Example l; 

FIG. 8 is a perspective view of a construct.ion of a 

manufact.uring·device for working an Example 2; 

FIG. 9 is a schematic view of a canst.ruction of a 

manufacturing device for working an Example 3; 

F:IG. 10 is a perspect.ive view seen from reverse of a 

multicolor doormat. manhfact.ured in t.he Example 3; and 

FIG. 11 is a schematic view of a construct.ion showing 

another embodiment. of a manuf act.uring device for working an 

Example 4. 

5. DETAILED DES"CRIPTION OF THE INVENTION 

FIG. l shows a rnot.t.led mult.icolor doormat. M produced 

by accumulating t.wo colored monofilarnents in the A color 
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and the B color in mutually random loops and the adjacent 

monofilament.s being different. colors, and FIG. 2 shows a 

striped multicolor doormat M' produced by disposing two 

colored rnonof ilaments in the A color and the B color 

alternately in a predetermined width and accumulating the 

colored monofilaments in a random loop form. 

FIG. 3 shows a spinning pack· of plane rectangular 

shape that. spins. out. t.he group of. monofilaments to produce 

continuously the doormat having the color pat.tern in high 

productivity, and the spinning pack 1 comprises a resin 

flowpat.h changeover unit 2 and a multi-hole nozzle plate 3, 

but. the resin flowpat.h changeover unit. 2 is divided into a 

cover 2a and a flowpat.h changeover frame plat.e 4 for t.he 

convenience of fabrication. The spinning pack 

constructed by superposing the cover plate 2a, flowpat.h 

changeover frame plate 4 and multi-hole nozzle plate 3 in 

this order from top to bottom. Communicating pipe lines SA 

and SB projecting at. symmetrical positions in the 

longitudinal direction of the resin flowpath _changeover 

frame plate 4 are connected to extrtiders 6A and 6B t.o be 

used as shown in FIG. 7. The A colored molten resin which 

is soft vinyl chloride resin, et.hylene acetic acid vinyl 

polymer or t.he like is extruded and supplied from the 

ext.ruder 6A, and the B colored molten resin which is soft 

vinyl chloride resin, ethylene acet.ic acid vinyl polymer or 

the like is extruded and supplied from the ext.ruder GB. 

FIG. 4 is a plan of t.he multi-hole nozzle plat.e 3 
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provided on the resin flowpath changeover frame plate 4 of 

the spinning pack 1, and this resin f lowpat.h changeover 

frame plate 4 is provided with main flowpaths 7A and 7B 

communicating w~ th the communicating pipe lines SA and SB 

along both sides in the longitudinal direction, and a 

plurality {5 stripes each in the illustration) of branch 

flowpaths BA and BB in oblique form are provided on these 

main flowpaths 7A and 7B alternately, and a zone flowpath 

9A is formed by the group of the main flowpat.h 7A and the 

branch flowpath BA, and also, a zone flowpat.h 9B is formed 

by the group of the main f lowpat.h 7B and the branch 

flowpath 8B which is in symmetric wit.h th_e zone flowpat.h 

9A. Furthermore, a plurality of nozzle holes 10 are bored 

on the multi-hole nozzle plate 3 which are exposed to each 

of the branch flowpat.hs SA and BB. The A colored resin is 

supplied to the zone flowpath 9A through the communicating 

pipe line SA connected t.o the ext.ruder GA and the A colored 

monofilament. are spun from each nozz·le hole 10 which is 

disposed t.o the zone flowpat.h 9A, . and in t.he same manner 

the B colored rnonofilaments are spun from each nozzle hole 

10 disposed to t.he zone flowpath · 9B. When these A and B 

colored monof ilament.s are accumulat.ed on t.he collecting 

belt 11 to be described hereinafter while drawing the 

random loop form~ the adjacent. monofilament.s form the two 

color mot.t.led pat.tern by t.he arrangement. of the A and B 

colors. 

FIG. 5 shows a plan of a resin flowpath changeover 
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frame plat.e 4' and a multi-hole nozzle plat.e 3' of t.he 

spinning pack 1 to produce a colored st.riped doormat. of 

different color by disposing t.he monof ilament.s of the same 

color in a width as shown in FIG. 2, and the resin flowpath 

changeover frame plate 4' is provided with the main 

flowpat.hs 7A· and 7B communicating wit.h t.he communicating 

pipe lines SA and SB along both the sides in the 

longitudinal direct.ion, but. t.he one main flowpat.h 7A is 

provided on t.he entire length in t.he longitudinal direct.ion 

of the resin flowpath changeover frame plat.e 4', and the 

ot.he.r main flowpath 7B is; provided on the length of 2/3 in 

the longitudinal direction of the resin flowpat.h changeover 

frame plate 4'. The zone f lowpat.h 9B is formed by 

arranging three st.ripes of the branch flowp:at.hs SB 

rectangularly at. a posit.ion of the central port.ion of the 

resin flowpath changeover frame plate 4' on the other main 

flowpath 7B, and the zone flowpath 9A is formed by 

arranging the three stripes of the branch flowpaths 8A on 

the one main flowpat.h 7A so t.hat. t.hey are positioned at. 

both sides of the .branch flowpat.hs 8B. Also, a plurali t.y 

of nozzle holes 10 are bored on the multi-hole nozzle plate 

3' similar t.o FIG. 4 which . are disposed t.o each of the 

branch flowpat.hs 8A and 8B. The colored monofilaments are 

spun from each nozzle hole 10 by supplying the A colored 

resin from the zone f lowpat.h 9A and t.he B colored resin 

from t.he zone flowpat.h 9B like the manner as explained in 

FIG. 4 whereby in case these monofilament.s are accumulated 
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on the collecting belt 11 to be described hereinafter while 

drawing the random loop form, the striped pattern is formed 

which is of t.he same color at. a unit.. of a widt.h of each 

three-st.ripe of the branch flowpaths 7A or t.he branch 

flowpaths 7B. 

Thus, t.he matt.led multicolor doormat. or the st.riped 

multi-color doormat can be freely changed over to 

manufacture by changing the resin flowpat.h changeover frame 

pl.at.e 4 or 4'. 

FIG. 6 shows a plurality of nozzle holes 10 on a flat 

surface of a rnul ti-hole nozzle plate 3" wi t.hout providing 

the branch flowpat.hs SA and SB as shown in FIG. 4 and FIG. 

5. In t.his case, the A colored resin and the B colored 

resin flowing from the communicating pipe lines SA and SB 

connected to the ext.ruders 6A and 6B are · mixed in the 

nozzle· plate· 3" to accumulate on t.he collecting belt 11. to 

be described hereinafter while drawing the random loop form 

by the nozzle holes 10, whereby the mottled pat.tern to be 

changed further from t.hat. of the doormat. M as shown in FIG. 

4 is available. 

The following working examples illustrate t.he present 

invention more specifically. 

Example l: 

FIG. 7 shows a perspective view of a construct.ion of a 

device for manufact..uring continuously the multicolor 

doormats M and M' in high productivity. In the drawing, 

reference numeral 11 shows.a collecting belt on which belt 
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wheels 12 and 12 are in rotational contact in an identical 

direct.ion, and the spinning pack 1 is disposed in 

opposition in the upper part. closer to the left.hand of the 

collecting belt. 11. Fur_thermore, a plurality of cooling 

devices 13 are disposed in the upper part of t.he cent.ral 

portion of the collecting belt. 11. A required distance is 

provided bet.ween the multi-hole nozzle plat.e 3 and t.he 

collecting belt 11, and the transfer speed of t.h~ 

collecting belt. 11 is set. slower than the spinning speed of 

t.he group of rnonofilaments. The group of monof ilament.s 

which are spun from each nozzle hole 10 is accumulated on 

t.he collecting belt. 11 while drawing t.he random loop form, 

and at. the same time, the contacting monofilament.s 

themselves are mutually and partially fused, and the 

doormat. M of the uniform thickness is continuously formed. 

The resulting doorrna:t M transfers on the collecting belt 

11, and is cooled by the cooling device ~3, and is peeled 

off from the collecting belt. 11 in the upper part. of the 

belt. wheel 12, and is coiled. 

Example 2: 

FIG. 8 shows a perspective view of a construct.ion of a 

device for intensification of joining of the monofilament.s 

of the doormats M and M', and in addition to the 

construct.ion of the device shown in FIG. 7, an adhesive 

applying device 14, heating-drying device 

device 16 are sequentially disposed from 

15 and cooling 

left. t.o right. 

according to the advancing direction of the collecting belt. 
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11 in t.he upper part. of t.he collecting belt. 11. This 

embodiment. shows t.hat. t.he doormats M and M' manufactured 

similar t.o t.he Example 1 are cooled by t.he cooling device 

13 and t.he doormat. M shifting on t.he collecting belt 11 is 

applied wi t.h t.he adhesive b_Y t.he adhesive applying device 

14, and is dried by t.he heat.ing-drying device 15, and t.hen, 

is cooled by t.he cooling device 16 whereby t.he doormat. is 

manufact.ured. 

Exampl.e 3: 

FIG. 9 shows t.hat. convex portions 17 of a diamond 

pattern at equal int.erval are projectingly formed on t.he 

surface of t.he collecting belt. 11'. When t.he doormats M, 

M' are manufactured according t.o the. Example l using the 

collecting belt 11' provided with t.he convex port.ions 17 of 

the diamond pattern as described in the foregoing, the 

group ·of monofilament.s are accumulated along the diamond 

pat.tern of t.he convex port.ions 17, and t.he bulged port.ion 

of t.he diamond pat.tern· are . formed on the reve·rse of the 

doormats M, M', and cavity port.ions of the diamond pattern 

are formed by t.he convex port.ions 17 of each bulged 

port.ion, whereby t.he doormats M, M' having excellent. 

anti-slippage effect. are continuously formed whose entire 

surfaces are of concave .and convex surfaces as a whole as 

shown in FIG. 10. The doormat. M" .. formed with t.he concave 

and convex surfaces may be utilized for the mottled 

multi color doonna t. or t.he st.riped mul t.icolor doormat. as 

shown in FIG. l and FIG. 2. 
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By t.he way, the ant.i~slippage effect. can demonstrate 

on account. of the format.ion of the concave and convex 

surfaces having a variety of shapes by changing the convex 

port.ions 17 of the diamond pat.tern which project.ed on the 

collect.ing belt. 11'. 

Example 4: 

FIG. 11 shows a schematic view of a construct.ion of 

t.he device for manuf act.uring according t.o another 

manufacturing met.hod. 

In t.he construct.ion of t.he this device, a cooling 

water tank 18 is disposed in the lower part. of t.he spinning 

pack 1, and a forming roll 19 is disposed at. a posit.ion 

immediately below the· row of the colored monof ilaments spun 

from t.he spinning pack 1 in the cooling water tank 18. A 

receiving roll 20 is disposed t.o be adjacent. t.o the forming 

roll 19 and furthermore, a carrying belt. '22 being supported 

by belt. wheels 21, 21' is provided int.he lower part. of the 

receiving roll 20. Reference numeral 23 denotes· a carrying 

conveyer for carrying the doormat. which is disposed out.side 

of t.he c~oling water t.ank 18. 

The cooling water whose t.emperat.ure is kept. at a fixed 

value (50-60°C) is stored inside of the cooling. wat.er tank 

18. This cooling water is set. at. a temperature that. does 

not. drastically cool a plurality of the rnonofilaments spun 

from the spinning pack l and gradually cools t.hern so t.hat. 

Lhe group of loops of a uniform size may be formed. 

The water temperature of t.he cooling water tank 18 is 
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adjusted as follows. An out.flow pipe 25 conununicating with 

t.he inside is provided on t.he upper part of the side wall 

of the cooling water tank 18, and an inflow pipe 26 is 

similarly provided in the lower part. thereof, and the 

out.flow pipe 25- and the inflow pipe 26 are connected by 

means of a circulating pump 27 and a hot water heat.er 28, 

and a water feed pipe 30 provided with a cooling water 

supply valve 29 is connected to t.he rear of t.he hot. water 

heat.er 28. Also, a w~t.er temperature gauge 31 is disposed 

at. t.he other side of the cooling water tank 18 and its 

detecting unit. is submerged in the water. 

The water temperature in the cooling water tank 18 is 

adjusted t.o keep a constant. temperature by signals emitted 

from the water temperature gauge 31 so that. t.he water in 

the tank is sucked into t.he hot. water heat.er 28 from the 

inflow pipe 26 and is heated, and the heated hot water is 

returned int.o the tank from the .out.flow pipe 25 or the 

cooli;tlg water valve 29 is released to flow the cooling 

water sent from the water feed pipe 30 into the tank from 

the outflow pipe 25. By the way, t.he water level 24 of the 

cooling water· is set. to be a predetermined level in t.he. 

lower part of the group of nozzles. 

The colored monof ilament.s spun from the spinning pack 

1 are sequentially suspended and are received on the upper 

surface of the forming roll 19 and t.he reverse of the 

doormat. and t.he middle layer t.hereof are formed by t.he 

accumulation of t.he random loops. And then, the part. of 
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the colored rnonofilarnents is received on the water level 24 

at. a position lower than the upper surf ace of t.he fanning 

roll 19, and the surface layer of the doormat is formed by 

t.he loops consisting of irregular three dimensional curve. 

Each of the loops is fused and bonded mutually at. an 

intersecting portion where t.hey are crossed mutually so 

that. they are integrated. Thus, the mottled doormat. is 

formed as the loops of the A color and the B color of the 

t.wo colored monofilament.s are mutually t.o be adjacent. to 

each other in entangled form. Or the loops of the A 

colored and the B colored monofilaments are alternately 

accumulated in a fixed widt.h, whereby t.he st.riped doormat 

is formed in which the A color and the B color are 

alternately disposed. 

The doormat. formed by the foregoing is carried to the 

out.side of the cooling water tank 18' by the carrying belt. 

· 22 through the receiving roll 20 as shown by the arrow by 

the rot.at.ion of the forming roll 19, and then is carried by 

the carrying conveyor 23. 

Accordingly I the molten resin extruded from the one 

ext.ruder is A colored and t.he molt.en resin extruded from 

t.he other extruder is B colored, and they are supplied t.o 

the zone flowpat.h from t.he communicat.ing pipe line, and the 

colored rnonofilament.s are spun from the multi-hole nozzle 

holes. The spun colored. rnonof ilaments are accwnulat.ed in 

the random loop form on t.he collecting belt. to form t.he 

doormat.. 
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The branch f iowpat.hs of each zone f lowpat.h which are 

arranged obliquely in t.he advancing direct.ion of the 

collecting belt., namely, t.he crosswise direct.ion of t.he 

resin flowpat.h changeover unit. are accumulated by drawing 

t.he loop so that. the A colored and the B colored 

monofilaments are mutually to be adjacent t.o each other 

whereby the mottled different. colors are formed. The 

branch flowpat.hs of each zone which are arranged in 

parallel t.o t.he crosswise direct.ion of t.he resin f lowpat.h 

changeover unit. are such that. t.he A colored and t.he B 

colored monofilament.s are in the row form, namely, the 

co lo rat.ion of t.he st.ripe. Therefore, , in case the resin 

flowpat.h changeover unit. whose forming direction of each 

flowpat.h is changed is exchanged, whereby the mottled 

multicolor doormat. of the color pat.tern or the st.riped 

pat.tern multicolor doormat. may be manufactured freely by 

·changing over. 

In the above-mentioned examples, in order t.o 

facilitate an easy comprehension of t.he description, an 

embodiment. showed a multicolor doormat. formed in t.wo 

colored monofilament.s consisting of an A color and a B 

color, and it.s manufacturing met.hod and a doormat. 

manufacturing device, but t.his invent.ion can quot.e a 

mult.icolor doormat. of more t.han t.hree colors and a 

rnanuf act.uring met.hod of such mat.s and a manuf act.uring 

device for such mats. 

As described in t.he foregoing, t.his invent.ion is t.o 
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provide t.he multicolor doormat. which has not. been found 

heretofore, and is t.o provide a met.hod of manufacturing by 

which it. is effective and continuously rnanufact.ured, and t.o 

provide a doormat. manufacturing device. Moreover, t.he 

mot.t.led multicolor doormat. or t.he st.riped mult.icolor 

doormat. of different. color can be easily manufactured by 

changing over t.he resin flowpat.h changeover unit. of the 

spinning pack, and it. has an epoch making effect. 
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* C L M S * WHAT IS CLAIMED IS: 

1. A doormat. in which a pluralit.y of loops of 

synthetic resin filaments are mutually fused t.o be an 

integral unit, and the loops of different. colors are 

entangled with each other by accumulating the synthetic 

resin monofilament.s having at. least. t.wo colors in a random 

loop form to produce a mottled pat.tern . 

. 2. A doormat. in which a plurality of loops of 

synthetic resin filaments are mutually fused to be an 

integral unit., and t.he loops of different. color and t.he 

loops of same color are disposed alternately in a fixed 

widt.h by accumulating the synthetic resin monofilaments in 

random loop form having at least t.wo kinds of different. 

colors·t.o produce a striped pat.tern. 

3~ A doormat. in which a plurality of· loops of 

synthetic monofilainent.s are mutually fused, and a surface 

layer, middle layer and bottom layer of different. 

dimensions and forms of loops are integrally provided, and 

loops of different. c61ors are entangled ~it.h each at.her by 

accumulating the synthetic resin monof ilament.s having at 

least two kinds of different colors in random loop form 

whereby t.he entire surface layer, middle layer and bottom 

layer to produce equally a mottled pat.tern. 



11111111111111111111111111'1111 
* C L M S * 

17 
4. A doormat in which a plurality of loops of 

synt.het.ic resin monof ilaments are mut.ually fused and a 

surf ace layer, middle layer and bottom layer having 

different. dimensions and forms of loops are integrally 

provided, and t.he loops of different. colors are disposed 

al t.ernat.ely wi t.h t.he loops of same color in a fixed width 

by accumulating t.he synthetic resin monof ilament.s of at. 

least. two kinds of different colors in random loop form 

whereby the entire surface layer, middle layer and bot.tom 

layer t.o produce equally a striped pat.tern. 

s. A met.hod of manufacturing a multicolor doorrnat. 

comprising providing a spinning pack of a plane rectangular 

shape for spinning a large number of monof ilaments with a 

resin flowpath changeover unit. and a multi-hole nozzle 

plate, providing communicating pipe lines on the resin 

flowpath changeover unit at symmetrical positions in the 

longitudinal direct.ion to be connected to an extruder, 

forming a plurality of groove-shape zon~ flowpat.hs mutually 
,,· 

independently which communicate wi~h each communicating 

pipe line on an almost. entire surface of the resin flowpat.h 

changeover unit, feeding molten resin colored in mutually 

different. colors from each ext.ruder, disposing a collecting 

belt. support.ed on a pair .of belt. wheels rotating in the 

same direct.ion in the lower part. of t.he spinning pack, and 

accumulating the colored f ilament.s spun from the spinning 

pack on the collecting belt. in a random loop form whereby 

the doormat is produced. 
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6. A method of manufact.uring a multicolor doormat 

comprising providing a spinning pack of a plane rectangular 

shape for spinning a large number of monofilament.s wi t.h a 

resin flowpat.h changeover unit and a multi-hole nozzle 

plate, providing communicating pipe lines on the resin 

flowpath changeover unit at. symmetrical posit.ions in the 

longitudinal direction to be connected to an extruder, 

forming a plurality of groove-shape zone flowpat.hs mutually 

independently which communicate with each communicating 

pipe line on an almost entire surface of the resin f lowpath 

changeover unit., forming a reverse layer and middle layer 

of the doormat by suspending the colored monofilarnent.s spun 

from the spinning. ·pack sequentially t.o receive them on the 

surface of t.he fo.rming roll, forming a surface layer of the 

doormat with the loops of irregular three dimensional curve 

on the· middle layer by receiving the colored rnonofilament.s 

on the water level at. a posit.ion lower than t.he upper 

surface of the forming roll of the colored monofilament.s, 

and integrating each loop by fusing and bonding mutually at 

intersect.ion portions of the loops which are rnut.ually 

crossed. 

7. A manufacturing device of doormat. comprising a 

spinning pack having plane recta.ngular shape for spinning a 

large number of monof ilarnents, a plurali t.y of ext.rude rs 

disposed at. symmetrical posit.ions in the longitudinal 

direct.ion of the spinning pack, and a collecting mechanism 
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for collecting the monof ilament.s sp~n from the spinning 

pack, whereby the spinning pack is provided wit.h a resin 

flowpath changeover unit. and a multi-hole nozzle plat.e 

which are superposed, and t.he resin flowpat.h changeover 

unit. · is connected to the ext.ruder by means of t.he 

communicating pipe lines disposed at. symmetrical positions 

in t.he longitudinal direct.ion, and a main flowpat.h for 

directly connecting the zone flowpath communicating with 

each conununicating pipe line and a plurality of branch 

flowpat.hs connected· with t.he main flowpat.hs ·in crosswise 

manner are combined to be provided on an almost entire 

surface of the resin flowpath changeover unit, and each 

zone flowpat.h is independently formed, and the multi-hole 

nozzle plate is formed wi t.h a nozzle hole t.o be 

communicated with each branch flowpath. 

8. A manufacturing device for multicolor doormat. 

acco:i::-ding to claim 4 in which each flowpath is_ disposed in 

a row obliquely in the . crosswise direction of the resin 

flowpath changeover unit.. 

9. A manufacturing device for multicolor doormat. 

according to claim 4 in which each flowpath is divided into 

a plurality of flowpaths in crosswise direction of the 

resin flowpath changeover unit. 


