JP 2005-334637 A 2005.12.8

(19) BFREREHFT (JP) 22 S 5 A |A) (1) s A RS
$5682005-334637
(P2005-3346374)
43) BME  FRITE12H8E (2005, 12.8)
(51) Int.CL." Fl F—va—F (B%)
AB61F b/dlH AB1F 5/445 4C081
AG1L 28/00 AslL 25/00 S 4C0O98

FEMER RBER BREOH 2 OL HNEFLE (£330 R

R HEES 15 8F2005-137205 (P2005-137205) | (71) 4EEA 391015708

(22) HEER ERITESA 108 (2005. 5. 10) FYVA ALY —F AFAT HY
B1) BEBEREST 60/569543 I8m—

(32) B5EH L1645 108 (2004. 5. 10) BRISTOL-MYERS SQUIB
@3 EEEERE  REUS) B COMPANY

TANVAERE —2—3—FM 101
54 Z—a—3—F )}N—F FTARIZoa-—
345
(THOREA 1000841486
#ELT LF F
(749 fREA 100118625
#ELT KE
(THREA 100065259
#ELT RKHFE BF

BARRIZA

64 [(RADOEH] FAFI-RERT A5 v 7

Gnoooooooooooo

gooooooobboboooooooooooooo //0
goooooooobbbobboooooooooooon
ggogooooobobobobooooooooooooo

oooboooooobobooooooboooooooo .
gooboooooobobooooooboooooooo
goobOooooobbooooooboooooooo I
goobOooooobObooooooboooooooo

gobObOooooobbooooooboooooooo
gooooooobboboooooooooooooo
goooooooobbbobboooooooooooon
ggogooooobobobobooooooooooooo
ggooooooooon

uggooooo



e R ey [ s R s [y |

e e ey e ey sy [ |

e e ey e s [y |

OoOooooooooooooo0 oo oooooooDoooQgogooao

Oo0oooooo o ooooogogoooao
Oo0oooooo o ooooogogoooao
Oo0oooooooooooogogoooao

Oooooooo0oooooooo0 oo oooooooDooogogooao

Oooooooooooooo0 oo oooooooDoooQgogooao

OooooooogoQgooao

O 0Ooooo
O Ooooo
O 0Ooooo
O 0Ooooo

O
O
O
O

O 0Ooooo
O Ooooo
O 0Ooooo
O 0Ooooo

O 0Ooo0oo0ooao

O
O
O

O Oooo

O
O
O
O

O 0Oooo

O Oooo

O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O
O

O 0Oooo

(2)

00
(0Ho
oooooo

O
O
O

gooboooobooobooobooboobooboobooboo

JP 2005-334637 A 2005.

00000000 (i)D
00000000000

12.

(H)IODO0DODD0DO0OODOO0(@i)000000D000DO0O00O0O0oao

ooooooooooooooobbbobooobobooooooOoao

gooboooobooooboobooboobooboobooboa

uoobooobooobooobooaodan

gooboooobooobooobooboobooboobooboo

10

20

30

40

50



Oooooooo0oDoooooo00 oo ooobo o0 oo oDobooo0 oo oDooooo0oDoDoDoDoooDoDoDoooQgoQgaoQm

ey e s |

I e [ s [y [ |

e s ey e ey sy |

e e [ ey s [y |

O 0Oooo

OoooooooQooooao

O 0Ooooo Ooooooooogooao

OO0 oo ooooQgoooo

Oooooooooooao

OooooooooogogooQg

O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo

Oooooooooooao

O
O
O
O
O
O
O
O

O
O
O

OoooooooQooooao

OoooooooQooooao

OoooooooQooooao

OoooooooQooooao

O
O
O
O
O
O
O
O
O
(]
O
O
(]
O
O
]
O
O
O
O
O
O
O
O
O
O
O
O
O

OoooooooQooooao

OoooooooQooooao

OooooooQooooo

OoooooooQooooao

OoooooooOooooao

OoooooooQoooOooao

OoooooooOooooo

OoooooooOooooao

)

OoooooooQooooao

OooooooOoooOooao

OoooooooOoooOooao

OoooooooOoooOooao

OoooooooQooOooOooao

Oooooooooooao

OoooooooooOooao

Oooooooooooao

JP 2005-334637 A 2005.

ugobobooboobodad

Ooo0oooooOooOooOooao

Ooo0oooooOooOooOooao

Ooo0oooooOooOooOooao

OoooooooOooOooOooao

Ooo0oooooOooOooOooao

OoooooooOooOooOooao

Ooo0oooooOooOooOooao

Ooo0ooooooOooOooao

Ooo0ooooooOooOooOoao

Ooo0ooooooOooOooao

Ooo0oooooOooOooOooao

12.

O

Ooo0ooooooOooOooOoao

Ooo0oooooooogoogoo

10

20

30

40

50



e R ey [ s R s [y |

e e ey e ey sy [ |

e e ey e s [y |
Ooooooooooooooo0o0 oo oooo oD oo oDooooo0DoooDoDoDoo0oo0oDoDoooogogogogooao
Oooooooo0oDoooooo00 oo oooo LoD ooDoDoDoooo0DoooDoDooo0oo0oDoDooogogoooao
Oooooooo0oooooooo00 oo oooo o0 oo oDooooUoooooDoDoDoo0oo0oDoDooogogogogooao

O 0Oooo
O 0Oooo
O O0ooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O O0ooo

O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooOoo
O Ooo0ooo
O 0Ooo0ooOoo
O Ooo0ooo
O Ooo0ooOoo
O Ooo0ooo
O Ooo0ooOono
O 0Ooo0ooOoo
O 0Ooo0ooOoo
O 0Ooo0ooOono
O Ooo0ooo
O Ooo0ooOoo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooOono
O Ooo0ooOono
O Ooo0ooOono
O Ooo0ooo
O Ooo0ooOono
O Ooo0ooOoo
O Ooo0ooOono
O Ooo0ooo
O Ooo0ooo

O
O
O
O
O

O
O
O
O
O

O
O
O
O
O

O 0Oooo
O 0Oooo
O 0o oo
O O0ooo
O Oooo
O 0o oo
O 0o oo
I [ [y
O 0o oo
I [ [y
O 0o oo
O 0o oo
O 0o oo
O 0o oo
O 0o oo
O 0o oOoo
O 0o oo
O 0o oOoo

O
O
O
O
O

O
O
O
O
O

uoano
oogdad
ooano

(ii)O

O
O
O

[ |
[ |
[ |

O
O
(]

O
O
O

O 0Oooo
O O0ooo
O O0ooo
O O0ooo
O 0Oooo
O O0ooo
O 0Oooo
O 0Oooo
O O0ooo
O O0ooo

O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O

(]
O
(]
(]
O
O
O
(]
O
O

O
O
O
O
O
O
O
O
O
O

(]
O
(]
(]
O
O
O
(]
O
O

O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O

(4)

JP 2005-334637 A 2005.12.8

oooooooooooooooao
oooooooooooooooao

(HDoooooooooooooo

oooooooooooooooao

O
O
O
O
O

O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O

O 0o oo
O 0o oo
O 0o oo
O 0o oo
O 0o oOo o
O 0o oOo o
O 0o oOoo

10

20

30

40

50



I [ |
I [y |
I [y |
I [ Iy |
I [ |
Iy |
I [ |
I [y |
I [y |
I [ |
I [ Iy |
I [y |
I [y |

O
O

O 0Oooo
O 0Oooo

O
O

O
O
O
O
O
O

O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
(]
(]
O
O

e e [ ey ) [ ey e e e [y |

e e [ ey e e sy |

e e [ ey ) s [y [y |

e ey e ey e e I sy sy |

e ey e e R I sy |

e e ey e [ e e A sy sy |

O0Ooo0oooao
O0Ooo0oooao
Oo0Ooo0oooao
O0Ooo0oooao
O0Ooo0oo0ooao
O0Ooo0ooao
O0Ooo0oo0ooao
O0Ooo0oooao
O0Ooo0ooao
O0Ooo0ooao
O0Ooo0o0ooao
O0Ooo0oo0ooao
O0Ooo0o0ooao
O0Ooo0oo0ooao
O0Ooo0oooao
O0Ooo0oooao
O0Ooo0o0ooao
O0Ooo0o0ooao
I o A
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0oo0ooao
O0Ooo0Ooo0ooao

OoooooooQogooo|i;o

OooooooogQgdg
OooooooogoQgdg
OooooooogQg-g
OooooooogQgQg
OooooooogoQgoQg
OooooooogoQgdg
OooooooogoQgdg
OooooooogQgdg
OooooooogoQgdg
OooooooogoQgodg
OooooooogoQgdg
OooooooogoQodg
OooooooogoQodg
OooooooogoQgdg
OooooooogQgdg
OooooooogoQodg
OooooooogoQgodg
OooooooogooQgdg
OooooooogoQgodg
OooooooogooQodg
OooooooogoQgdg
OooooooogoQgdg
OooooooogQgdg
OooooooogoQgodg

O 0Oooo

OoooooooQoooo|io

O Oooo

OooooooooQoooo|i;o

O 0Oooo

Ooooooooogoogooo|i;o

O Oooo

Oooooooogoooo|io

O 0Oooo

OooooooooQgoooo|io

O O0ooo

Ooooooooogoooo|i;o
Ooooooooogoogooao
OooooooooQgogogoo
Ooooooooogoogogoo
Ooooooooogoogooao
Ooooooooogoogogoo
Ooooooooogogooao
Ooooooooogoogooao
Ooooooooogoogogoao
Ooooooooogogogooao
Ooooooooogoogooao
Oooooooogogogooo
Ooooooooogogogogoao
Ooooooooogoogooao

O 0Oooo

O 0Oooo

O 0Oooo

O 0Oooo

O 0Oooo

O 0Oooo

O 0Oooo

(%)

O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O O0ooo
O 0Oooo
O 0Oooo
O 0Oooo
O O0ooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0ooo
O 0ooo
O 0ooo
O 0Ooo
O 0Oooo

O 0Oooo

O 0Oooo

O 0Oooo

O 0Oooo

O 0ooo

O 0Oooo

O O0ooo

Ooooooooodg
Ooo0ooooooood
Ooooooooodg
Oooooooooodg
Ooooooooodg
Ooooooooodg
Oooooooooodg
Oooooooood
Ooooooooood
Oo0ooooooood
Oo0ooooooood
Oooooooood
Oo0ooooooood
Oooooooood

O 0Oooo

JP 2005-334637 A 2005.

O
O
O
O
O
O
O
O
O
O
O

Ooooooooo
Oooooooo
Oooooooo
Oooooooo
Oooooooo
Ooooooooo
Ooooooooo
Ooooooooo

O O0ooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0ooo
O 0Oooo
O O0ooo
O 0ooo
O 0ooo
O 0ooo

O O

O

O

12.

O
O

Ooooooooo

Ooooooooo

10

20

30

40

50



e R ey [ s R s [y |

e e ey e ey sy [ |

e e ey e s [y |

e [ sy |

OoOoo0oood
Ooo0oo0oood

Oooooooo0oDoooooo0o oo oDoooo oo oDoooooooDoDoDooooooooogdg
Ooooooooooooooo0o oo oDooooD oo oDoooooooDoDoDooooooooogdg

Ooo0oooogooQgg

O
O
O
O
O
O
O

O
O
O
O
O
O
O

O0Ooo0oooao
O0Ooo0oooao
Oo0Ooo0oooao
O0Ooo0oooao
O0Ooo0oo0ooao
O0Ooo0ooao
O0Ooo0oo0ooao
O0Ooo0oooao
O0Ooo0ooao
O0Ooo0ooao
O0Ooo0o0ooao
O0Ooo0oo0ooao
O0Ooo0o0ooao
O0Ooo0oo0ooao
O0Ooo0oooao

OoooooooooQgoao
Ooooooooogogoao
OooooooooQgoao
OoooooooooQgoao
Oooooooooogoao
Oooooooooogoao
OooooooooQgoao
Oooooooooogoao
Oooooooooogogoao
Oooooooooogogoao
Oooooooooogogoao
Oooooooooogogoao
Oooooooooogogoao
Oooooooooogogoao
OooooooooQgogoao
Oooooooooogoao
Oooooooooogoao
Oooooooooogoao
Oooooooooogoao
OooooooooQgoao
Oooooooooogogoao
Oooooooooogoogoao
Oooooooooogogoao
Oooooooooogoogoao
Oooooooooogogoao
Oooooooooogogoao

OoooooooogoQgog
OoooooooogooQgg
OoooooooogogQgog
OoooooooogoQgodg
OoooooooogooQgog
OoooooooogooQgog
OoooooooogooQgog
OoooooooogoQgog
OoooooooogoQgog
OoooooooogooQog
OoooooooogooQgog
OoooooooogoQgog
OoooooooogoQgog
OooooooogoQgog
OoooooooogoQgog

O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O

OoooooogoQgdg

Ooo0oooogoQgdg

Ooo0oooogoQgdg

Ooo0oooogoQgdg

Ooo0oooogoQgdg

Ooo0oooogoQgdg

OoooooogoQgdg

Ooo0oooogoQgdg

Ooo0oooogoQgQg

OoooooogoQgQg

Ooo0oooooQgdg

Ooo0ooooQgdg

(6)

O O

OooooooQgdg

OoooooogoQgdg

O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooOoo
O Ooo0ooOoo
O 0Ooo0ooo
O Ooo0ooOoo
O 0Ooo0ooo
O Ooo0ooo
O O0oo0ooo
O Ooo0ooOoo
O Ooo0ooo
O Ooo0ooo
O Ooo0ooo

OooooooooOodg
Ooooooooodg
OooooooooOodg
Ooooooooodg
OoooooooQodg
OoooooooQodg
Ooooooooodg
OoooooooOodg
Ooooooooodg
Ooooooooodg
Ooooooooodg
OoooooooOodg
OoooooooOodg
OoooooooOodg
Ooooooooodg
OoooooooOodg
OoooooooOodg
OoooooooOodg
OoooooooOodg

OooooooQgdg

Ooo0ooooogoQgdg

OooooooQgdg

OoooooogoQgdg

OoooooogoQgdg

OoooooogoQgdg

JP 2005-334637 A 2005.

OooooooQgdg

uobooaood

O

OooooooQgdg

O

OoooooogoQgdg

O

OoooooogoQgdg

O

OooooooQgdg

O

oo ooooooodg
oo ooooooogodg
oo ooooooodg
oo ooooooogodg
oo ooooooodg
OOoooooooodg
oo ooooooodg
oo ooooooodg

Ooooooodgdg

O

OooooooQgdg

O

OooooooQdgdg

uoano

O

Ooooooodgdg

O

Ooooooodgdg

O

OooOoo0oooodgg

OooooooQdgdg

O

OooOooooodgdg

10

20

30

40

50



e R ey [ s R s [y |

e e ey e ey sy [ |

e e ey e s [y |

e [ sy |

e [ ey e [ s [y [ |

e [ ey e e sy |

O
O
O
O
O
O

O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo

O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo

O 0Ooooo
O 0Ooo0ooo
O 0Ooooo
O Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo
O 0Ooo0ooo.o
O 0Ooo0ooo
O 0Ooo0ooo

O 0Ooo0ooo
O o0Ooo0ooao
O 0Ooo0ooo

OooOoo0oood
OooOoo0oood
OooOoo0oood

O oOooo
O o0Oooo

Oooooooodg
Oooooooodg
Oooooooodg
Oooooooodg
Ooooooooodg
Ooooooood
Ooooooooodg
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Oooooooodo
Ooooooood
Ooooooodg
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood
Ooooooood

O

O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O
O

O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0ooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0ooo
O 0Oooo
O 0Oooo
O 0ooo

O 0Ooo0oooao
O0Ooo0oooao
OOoo0oooao
OOoo0oooao
O0Ooo0oooao
O 0Ooo0oooao
O Ooo0oo0ooao
O0Ooo0oo0oo0oao
O0Ooo0oooao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0ooo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0ooo0oao
O 0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao
O 0Ooo0oo0oo0oao
O 0Ooo0oo0oo0oao
O0Ooo0oo0oo0oao

O
(]
(]
O
(]
(]
O
O
O
(]
O
O
O
O
(]

O
O
O
O
(]
O
O
(]
O
O
]

)

O 0Oooo

O 0ooo

O 0Oooo

O O0ooo

O 0Oooo

JP 2005-334637 A 2005.

O
(]
O
O
O
O
(]
O
O
O
O

O
O
O
O
O
O
O
O
O
O
O

O O0ooo
O 0Oooo
O 0Oooo
O 0Oooo
O 0ooo
O 0Oooo
O O0ooo
O 0ooo
O 0ooo
O 0ooo
O 0Oooo

O
O
O
O
O
O
O
O
O
O
O

OoOoo0ooood
Ooo0Ooo0oo0oood
OO0Ooo0o0oood
Iy A
Oo0Ooo0o0oood
OO0Ooo0o0oood
O0Ooo0o0oood

12.

O
O

O
O

O 0Oooo

O
O

O 0Oooo

10

20

30

40

50



O
O
O
O

Ooooooooooooood
Ooooooooooooood
Ooooooooooooood
Oooooooooooooodg
Ooooooooooooood
Ooooooooooooood

Oooooooogooooao
OoooocoooQogoooao
Oooooooogooooao
OoooocoooQogoooao
OoooooooQogoooao
Ooooooooogooooao
Oooooooogogoooao
Ooooooooogoooao

oooad

)

Oooooooogooooao

Ooooocooogooooao

Oooooooogogoooao

OoooocoooQooooao
OoooooooogooQgoog

(8) JP 2005-334637 A 2005.12.8

uoboboobooboooboad

aad
0oooad
goaoad
0oooad
0oooad
gooad
goooouooooooodd
dodoooooooao
Oooooooooooodd
goooooooodd
dooooooooad
gooad
7:1'3. 2
2@
\0
e
22
I
& a bs IS-{ E@ 2
= 20
= e TR _"_"\i oI TTo
1
Oo0oo0oaogao
Kse)
N
BERL

Flg.3A

10



HAHBRE
HITHATS

FlG.3B

Fla. 3¢

©)) JP 2005-334637 A 2005.12.8

A RYVIEBERT
| BEBTHED

28 2g
FiG.3b
AV :‘J‘iizn—ﬂﬂ?
R—YIZEETD F'&'ZE
> S




(10) JP 2005-334637 A 2005.12.

gooad gooad

r—-3(a




(11) JP 2005-334637 A 2005.12.8

gobogooaon

(72000 oCOoDoooooooo
oooooooooooboooooooooooooooooboooobooobooooOogoo

OOO0O(@O) 4C081 ACO5 BB02 CAO0 CBO1 DAO2 DAO3 EAO1 EAO3

OOOd OO 4C098 CC22 CC24 CC31 CC36



(12) JP 2005-334637 A 2005.12.8

gooaoodadd

—m —m —m ~— @ @ @ @ @ @ @ ™@ o™@ @ & & /& /& /& /&, /&, /s o/, M/, /s M/ M/, /e /e /e e /e e e e e e e e e e e e e e e o

[

10

15

20

25

30

CVv0346 PSP

PLASTICS MOLDING FOR OSTOMY DEVICE

Field of the Invention

The present invention may relate to the field of plastics
molding, for example, for an ostomy device. Particular
aspects of the invention may relate to a molding method,
melding apparatus, and to a molded product usable in an
ostomy device. The invention may be especially applicable

to blow molding a component of an ostomy device.

Background to the Invention

In the technically specialized field of ostomy devices,
fusion is a commonly used technigue for bonding together two
plastics components. Examples of fusion techniques include
solvent bonding, heat welding and ultrasonic welding. These
techniques generally inveolve at least partly melting and
fusing the two components together after the components have
been formed as separate parts. However, such processes
necessitate additional manufacturing equipment and
processing steps, and add to the cost and complexity of
manufacture. There is also a risk of failure of, or leakage
from, the weld, resulting from occasicnal welding errors or
anomalies. The manufacturing complexity and risk of failure
may be exacerbated when one or both of the components is a
blow molded component. A blow molded component typically
has a thin wall that may be at least partly deformable, and
this can make welding complicated shapes difficult. Sheould a
failure or leak occur during use by an ostomate, not only is
this highly embarrassing and unhygienic for the ostomate, it
may also lead to cugstomer rejection of the product in this

highly personal field.
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Summary of the Invention

Broadly speaking, 1in one aspect of the invention, a method
of forming an ostomy device component may include blow
molding a (second) portion of the component into intimate

contact with a preformed {(first} portion.

The intimate contact achieved during the blow molding
operation can enable a strong and permanent bond Eto be
achieved between the two portions, without regquiring any
additional welding or other fusion step after the molding
operation. The blow molding operation may thus achieve two
gimultaneous effects of (i) imparting a desired shape to the
blow molded (second) porticn, and (ii) integrally bonding

the two portions together.

The invention can therefore aveid the additional welding
steps of the conventional manufacturing techniques, leading
to improved quality  components, and more efficient

manufacture.

As used herein, the term “blow molding” may mean any molding
process that uses &a pressure differential between an
internal presgure and an external pressure, toO cause a
plastics body {e.g. parison) to expand and to adopt a shape

define by a surrcunding mold.

The material from which the second portion is blow molded
may be a body of material that is independent of the first
portion. The material from which the second portion is blow
molded may, prior to the Dblow melding operation, be

unattached to the first portion.

2
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The first portion may be any preformed part. For example,
the first portion may be preformed by injecticn meolding,
blow molding, vacuum forming, machining or casting. The
first portion could alternatively comprise any of a fabric,
textile or non-woven polymer material. The first portion
may be a molded part or a sheet material, for example,
plastics £film. The £first portion may itself he a sub-

assembly of multiple parts.

The first portion may be generally rigid (cor at least more
rigid than the second portion). Alternatively, the first
portion may be substantially flexible (or at least more

flexible than the second portion).

The firgt and second portions may be formed of material
having substantially the same or similar melting
temperatures. Such a technique has been found to provide

goecd bonding between the firgt and second portions.

The first porticn may comprise the same or a sgimilar
plastics material to the second portion. Alternatively, the
materials used for the first and second portions may be
different. The first and second portions may achieve a
plastics bond, or a mechanical bond, or a combination of

both.

Broadly speaking, a second aspect of the invention may
relate to a mold apparatus that may be used in the above
method. The, or a, mold apparatus may include a first mold
region for accommodating and/or preforming a first preformed
portion, and a second mold region for defining a blow mold

shape of a second portion.
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Broadly speaking, a third aspect of the invention may
provide an ostomy device component produced by the method of
the first aspect and/or the mold apparatus of the second

aspect.

Broadly speaking, a fourth aspect of the invention may
provide an ostomy device component that includes integrally
molded first and second portions, at least one portion (e.g.

the second portion) being a blow molded part.

The first and second portions of the component may include

any of the aforementioned features.

The first portion may, in one form, comprise a ring-shaped
member and/or a cover member. The first portion may be
configured as a c¢oupling member for coupling to a
counterpart coupling member. Additicnally or alternatively,
the second portion may, in one form, comprise a generally
tubular porticn. The tubular portion may be collapsible

and/or extendable in a direction generally parallel to the

axis of the tubular portion. The tubular portion may have
an open end and/or a closed end. The tubular portion may
have a concertina and/or bellows profile. The tubular
portion may be flexible and/or bendable. The tubular

portion may define an ostomy collection chamber.

The above aspects of the invention may be used independently

or in combination, as desired.

Other aspects, features and advantages of the invention may
be described in the appended claims and/or in the following

description and drawings. Protection 1is claimed for any

4
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novel feature and/or combination of features described
herein and/or illustrated in the drawings whether or nor

emphasis has been placed thereon.

Brief Description of the Drawings

Non-limiting preferred embodiments of the invention are now
described, by way of example only, with reference to the

accompanying drawings, in which:

Fig. 1 is a perspective schematic view of a component of an

ostomy device;

Fig. 2 is a schematic cross-section through the component of

Fig. 1;

Figs. 3a-e are schematic diagrams illustrating melding of

the component of Fig. 1;

Fig. 4 is a schematic diagram illustrating a second modified

embediment of an ostomy device component;

Fig. 5 1is a schematic section illustrating a mold for

forming the compconent of Fig. 4;

Fig. 6 is a schematic diagram illustrating a third modified

embodiment of an ostomy device compconent;

Fig. 7 1is a schematic section illustrating a mold f£for

forming the component of Fig. 6; and

Fig. 8 1is a schematic section illustrating a part cof a

fourth modified embodiment of an ostomy device component.

5
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Detailed Degcription of Preferred Embodiments

Referring to Figs. 1 and 2, a component 10 for an ostomy
device may be shown. The component 10 may define at least
partly a chamber for collecting body waste. The component
10 may include a first portion 14 from which extends or
depends a second portion 16. The first porticn 14 may be
generally ring shaped. The first portion 14 wmay be an
injection molded part. The firgst portion 14 may be partly
flexible and/or resiliently deformable, but may generally
have a well-defined natural shape. The second portion 16 may
be generally tubular. The second portion 16 may be a blow
molded part. The second portion 16 may be more flexible
than the first portion 14, and may define a concertina
bellows capable of being collapsed or expanded in an axial
direction. Although the component 10 may be illustrated in
Fig. 1 as having a generally circular cross-section shape,
any closed-locp shape may be used. One of the first and
second portions 14 and 16 may be configured to encircle the

other in the region 15 of mutual contact.

The first portion 14 may be configured to support the shape
of the tubular second pcrtion 16. The first portion 14 may
be configured tc provide structural support for the second
portion 16. The first portion 14 may additicnally or
alternatively be configured ag a coupling member for
coupling to a counterpart annular coupling member {shown in
phantom at 18 in Fig. 2). The first portion 14 may be
intended to be releasably coupled to the counterpart

coupling member 18, to enable the component 10 to be

releasably secured to the counterpart member 18. The first
portion 14 may, for example, include a coupling
6
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configuration 20 for releasable locking engagement with the
counterpart member 18. The coupling ceonfiguration 20 may
include a channel 22 and one or more locking projections or
latches 24 that may be undercut relative to the adjacent

wall material of the coupling configuration 20.

The first and second portions 14 and 16 may be of material
(e.g. plastics) having the substantially the same, or
gimilar, melting temperatures. The first and second
portions 14 and 16 may be of the same, or similar, plastics
material. For example, the plastics material may be an
ethylene vinyl acetate, although a wide variety of similar

and dissimilar plastics may be used, as desired.

It may Dbe preferred to form the first portion 14 by
injection meolding. For example, the first portion 14 may
have a relatively thick wall thickness (e.g. about 1 mm, or
more) that i1is better guited to formation by i1njection
molding than blow molding. The coupling configuration 20 of
the first pertion 14 may also have a level of intricacy that
may be suited to injection molding, but may be difficult to
achieve by blow molding. In contrast, it may be preferred
te form the second portion 16 by blow molding. For example,
the second portion 16 may have a relatively thin wall
thickness (e.g. about 1 mm or less, typically between 0.1
and 0.3 mm) that may be better suited to formation by blow
molding than injection molding. Also, blow molding may
enable the second portion 16 to be formed consuming far less
plastics material than injection molding, thus leading to

significant material eccnomy.

Figs. 3a-e may 1illustrate a mold apparatus 30 and mold

method for forming the component of Figs. 1 and 2. In the

7
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present embodiment, the first portion 14 may formed before
the second portion 16. The first porticn 14 may be
preformed in the same mold apparatus as the second portion
16, or the first portion 14 may be preformed in a different
mold apparatus (not shown) and transferred to the mold
apparatus 30. In the present embodiment, the first portion
14 may have a relatively complicated shape that might best
be molded in a separate mold apparatus (or, at least, a

geparate mold cavity) .

The mold apparatus 30 may generally comprise mold segments
or shells 32 (e.g. mold halves) that together define a mold
cavity 34. The mold shells 32 may include at least one
first mold region 36 sghaped to accommodate the preformed
first portion 14, and at least one second mold region 38
shaped to define the final shape of the second portion 16.
In the present embodiment, the first mold region 36 may
comprise an annular recess or groove for receiving the pre-
formed ring-shaped first portion 14. The second meld region
38 may comprise a bellows shaped surface 38a for defining
the bellows profile of the second portion 16, and a 1lip
surface 38b for defining a radially directed lip 26 of the
second portion 16 at the opposite end of the second portion
16 to the first portion 14. The seccond mold region 38 may
be configured to mold the second portion 16 either in a
fully extended condition, or in a partly extended condition,

or in a fully or substantially ccllapsed condition.

Referring to Fig. 3a, the mold shells 32 wmay firstly be
opened (e.g. moved apart) to allow access to the interior of
the cavity. Referring to Fig. 3b, the preformed first
portion 14 may be inserted or placed at the first mold

region 36, and the mold shells 32 closed (e.g., moved

8
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towards each other). Referring to Fig. 3¢, an extruded
parigon 40 may be introduced into the mold apparatus 30 to
extend through one or more apertures 42. Referring to Figs.
3d and 3e, the parison 40 may be heated and expanded by
blowing gas (e.g. air) inte the parison 40 to cause the
parison to inflate and adopt the shape defined by the second
mold region 38. At the same time, the parison 40 may be
forced into intimate contact with the preformed first
portion 14 retained in the first mold region 36, teo form a
gecure and permanent mold bond between the first and second

pertions 14 and 16.

The above technique of blow moclding a portion 16 of the
component into intimate contact with a preformed portion 14
has been found to provide excellent bonding characteristics
between the two portions 14 and 16. The blow molding
operation forces the material of the two porticons into firm
contact, and enables a strong and uniform bond to be
achieved with an excellent reliability and repeatability,
leading to consistently high manufacturing quality. The
quality and reliability may exceed that achievable
economically by the prior art technique of welding the two
portions together after both portions have been formed as
separate parts. Avoiding such a welding step may also
improve the manufacturing efficiency because it may no
longer be necessary to provide dedicated welding equipment
and welding process steps for bonding two discrete portions

together.

The blow molding technigque may comprise one or more of:
extrusion blow mwmolding, injection blow molding, wvacuum

forming, pressure forming, and/cr plug assist thermoforming.



T T e T e T e T e T e O e O e O s O e, O e, O e B e, O e, T s R e R e N e T e T e T e T e T e T e T e T e T e T e T e T e T e B e B e B e T e T e T e B e T s T e B e D e T e B

[

10

15

20

25

30

(21) JP 2005-334637 A 2005.12.8

CV0346 PSP

In the illustrated embodiment, the adjoined faces of the
first and second portions 14 and 16 may be generally planar.
Alternatively, the adjoined faces may be keyed or embossed
in order to increase the engagement between the first and
second portions 14 and 16, which may increase the strength

of the bond.

Figs. 4-8, may 1illustrate modified embodiments of the
invention for the purposes of i1llustration. The same
reference numerals may be used where appropriate to identify

features already described.

Fig. 4 may illustrate a second form of compcnent 110. The
component 110 may be similar to the component 10 described
above, except that first porticons 14 may be provided at both
ends of the second portion 16. Each first portion 14 may be
configured as a coupling member for coupling to respective

counterpart members (not illustrated in Fig. 4}.

Fig. 5 may illustrate a second form of mold apparatus 130
for forming the second component 110. The mold apparatus
130 may include two first mold regions 36 for accommodating
the two preformed first portions 14 at opposite ends of the
mold cavity 34. The mold apparatus 130 may function in the

same manner ag the apparatus 30 described above.

Fig. 6 may illustrate a third form of component 210, The
component may be sgimilar to the compconent 10 described above
except that one end of the second portion 16 may be closed
by a cover portion 214. The cover portion 214 may be
injection molded, sgimilarly to the first portion 14. The
cover portion 214 may extend laterally outside the second

porticn. The c¢over portion 214 may be configured to

10
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releasably engage the counterpart coupling member 18 when

the second porticon 16 is collapsed down.

Fig. 7 may illustrate a third form of mold apparatus 230 for
forming the third component 210. The mold apparatus 230 may
include two first mold regions 36 in a similar manner to the
apparatus 130 described above. The parison 40 may extend
through a single aperture 42, and be configured to be blown
into intimate contact with the cover portion 214 as well as
the first portion 14, to form a tubular chamber closed at

one end.

Fig. 8 may illustrate molding of a fourth form of component
3190. The component 310 may be similar to the component 10
degcribed above, except that the first portion 14 may be
preformed by a technique other than injection molding. Such
other techniques may comprige one cor more of: blow molded,
vacuum formed, machined and/or cast. A further possibility
is that the first portion 14 may be of or comprise one or
more of: fabric, textile or non-woven polymer material. A
yvet further possibility 1s that the first portion 14 may be

a sheet material, for example, plastics £ilm.

Although the foregeoing embodiments have been described in
the form of a component including a ring-shaped first
portion 14 and a tubular second porticon 16, this i1s merely
for the purposes of illustration. The invention may be used
to form a wide variety of different component shapes and

configuraticons in the ogstomy field.

The technigues of the present invention are especially
advantageous and beneficial in the field of ostomy devices.

The manufacture of such devices presents unique challenges

11
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in termg of forming low-cost, lightweight devices that are
straightforward to use and comfortable to wear. At the same
time, security and hygiene are of utmost importance to the
wearer. Ostomy devices should have a high integrity against
leakage, and be robust enough tc withstand body movements
and accidental knocks without accidentally releasing body
waste. The present invention permits a multi-part component
including at 1least a blow molded part to be integrally
formed by a process which is efficient from the point of
view of manufacture, vet alsc achieves the degree of
strength and reliability demanded for the sgpecialized field

of ostomy devices.

The foregoing description 1s merely i1llustrative of
preferred forms of the invention. Many modifications,
improvements and egquivalents may be used within the scope

and/or spirit of the invention.

12
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Claimsg

1. A method of forming an ostomy device component,
comprising:

providing a preformed first portion of the component;
and

blow molding a second portion of the component so as to
(i) shape the second portion and (ii} force the second
portion into intimate contact with the first portion, to

bond the first and second portions together.

2. The methed according to c¢laim 1, wherein a body of
material from which the second portion is blow molded is,
prior to the blow molding process, independent of the first

portion.

3. The method according to claim 1, wherein the step of
providing the preformed first portion comprises the sub-step
of introducing the preformed first portion inte first mold
region of a mold apparatus for performing the blew molding

process.

4, The method according to claim 1, wherein the step of
providing the preformed first portion comprises molding the

first porticn.

5. The methoed according to c¢laim 4, wherein the step of
molding the first portion comprises injection molding the

first portion.

6. The method according to claim 1, wherein the first and
second portions comprige plastics material of substantially

similar melting temperatures.

13
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7. The method according to claim 1, wherein the first

portion is a subassembly of multiple parts.

8. Molding apparatus for forming an ostomy device
component, the molding apparatus comprising a plurality of
mold parts defining:

a first molding region for accommodating a preformed
first portion of the component; and

a second molding region defining a blow mold shape for
forming a second portion of the component in intimate

contact with the first portion.

9. The melding apparatus according to claim 8, wherein the
mold parts further include an aperture for receiving a blow

mold parison independent of the first portion.

10. The molding apparatus according to claim 8, wherein the
first molding region comprises a recessed portion adjacent

to the second molding region.

11, 2An ostomy device component comprising a first portion
and a second portion integrally molded to the first portion,
wherein the component is formed by a method comprising:
providing the first portion as a preformed part; and
blow molding the seccnd portion of the component so as
to (i) shape the sgecond portion and (ii) force the second
portion inteo intimate contact with the first portion, to

bond the first and second portions together.

12. An ostomy device component comprising a first and
gecond portions, the second portion being a blow mclded part

integrally molded to the first portion.

14
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13. The ostomy device component according to claim 12,
wherein the first and second porticons are of substantially

similar plastics.

14. The ostomy device component according to claim 12,
wherein the first and second portions are of plastics having

substantially similar melting temperatures.

1%. The ostomy device component according to claim 12,
wherein either the first or second portion substantially

encircles the other, in the region of mutual contact.

i6. The ostomy device component according to claim 12,

wherein the second porticn comprises a tubular portion.

17. The ostomy device component according te claim 16,
wherein the tubular portion ig deformable between an axially

collapsed condition and an axially extended condition.

18. The ostomy device component according Gto claim 12,

wherein the second portion has a concertina bellows shape.

19. The ostomy device component aceording to claim 12,

wherein the first portion comprises a ring shaped member.

20. The ostomy device component according ko c¢laim 12,
wherein the first portion is more rigid than the second

porticn.

21. The ostomy device component according to claim 12,
wherein the component comprises two of said first portions

spaced apart from each cther.

15
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22. The ostomy device component according to claim 12,
wherein the component defines a collection chamber for human

waste.

16
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Abstract

A method and apparatus for forming an ostomy device
component, for attaching a preformed first portion of the
component to a second portion. The second portion is formed
by being blow molded into intimate bonding contact with the
preformed first portion. The preformed first portion may be
injection molded. An ostomy device component formed by this
technique may comprise first and second portiocons, at least
one of which is a blow molded part integrally molded to the

other part.

17
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