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Description
BACKGROUND

[0001] The presentinventionrelatesto adrive member
for a hair trimmer and a method for manufacturing the
same

[0002] US5325590 discloses a hair trimmer according
to the preamble of claim 1.

SUMMARY

[0003] In one embodiment, the invention provides a
trimmer comprising: a trimmer body; a rotary drive within
the body; a cutting head assembly interconnected with
the trimmer body; and a drive operably interconnecting
the rotary drive and the cutting head assembly, to transfer
rotary movement of the rotary drive into oscillation of a
portion of the cutting head assembly with respect to an-
other portion of the cutting head assembly, the drive in-
cluding an injection molded transmission and aninjection
molded hinge; wherein the transmission includes a cam
follower thatis driven by the rotary drive, and a drive lever
that engages a portion of the cutting head assembly;
wherein the hinge includes a mounting structure for
mounting the drive to the trimmer body and a plurality of
webs supporting the transmission for oscilliatory move-
ment; and wherein one of the transmission and hinge is
injection molded over a portion of the other to mechani-
cally bond the transmission and hinge.

[0004] In some embodiments, the hinge and transmis-
sion are constructed of materials having the substantially
the same melting temperature, allowing the hinge and
transmission to be molded at the same mold tempera-
ture. In some embodiments, the hinge is made of poly-
propylene and the transmission is made of glass-filled
polypropylene. In some embodiments, the hinge and
transmission are molded in the same mold at a temper-
ature of about 54°C (130°F).

[0005] The invention also provides a method of man-
ufacturing a drive for use in a trimmer that includes a
rotary drive and a cutting head assembly, the drive trans-
mitting rotary motion from the rotary drive into reciproca-
tion of a portion of the cutting head assembly, the method
comprising: injection molding a transmission within an
injection molding die; injection molding a hinge within the
same injection molding die; and mechanically bonding
the transmission and hinge by injection molding one of
the transmission and hinge over a portion of the other.
[0006] In some embodiments, the step of injection
molding the transmission includes injection molding the
transmission at a first mold temperature within the die;
and wherein injection molding the hinge includes injec-
tion molding the hinge substantially at the first mold tem-
perature. In some embodiments, injection molding the
transmission includes injection molding a first material to
form the transmission; and injection molding the hinge
includes injection molding a second material to form the
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hinge, the second material being different from the first
material but having a substantially similar melting tem-
perature. In some embodiments, injection molding the
transmission includes injection molding glass-filled poly-
propylene to form the transmission; and injection molding
the hinge includes injection molding polypropylene to
form the hinge. In some embodiments, both injection
molding the transmission and injection molding the hinge
include holding the mold temperature at about 54 °C (130
°F).

[0007] Other aspects of the invention will become ap-
parent by consideration of the detailed description and
accompanying drawings.

BRIEF DESCRIPTION OF THE DRAWINGS
[0008]

FIG. 1 is a side elevation view of an electric hair
trimmer embodying the invention.

FIG. 2 is a top view of a drive for the trimmer.

FIG. 3 is a perspective view of a hinge portion of the
drive.

FIG. 4 is another perspective view of the hinge por-
tion.

FIG. 5is a perspective view of a transmission portion
of the drive.

FIG. 6 is another perspective view of the transmis-
sion.

DETAILED DESCRIPTION

[0009] Before any embodiments of the invention are
explainedindetalil, itis to be understood that the invention
is notlimited inits application to the details of construction
and the arrangement of components set forth in the fol-
lowing description orillustrated in the following drawings.
The invention is capable of other embodiments and of
being practiced or of being carried out in various ways.

[0010] The presentinvention provides a drive member
for a hair trimmer. The drive member can replace known
drive members, such as that disclosed in U.S. Patent No.
5,325,590.

[0011] Fig. 1is taken from U.S. Patent No. 5,325,590,
and illustrates an electric hair trimmer 10 having an easily
hand-held body 14. Preferably, the body 14 is made of
a lightweight, rigid plastic and is generally hollow. The
trimmer 10 includes a cutting head assembly 18 that is
fixed to the body 14 by a fastener. The invention can also
be applied to trimmers having a removable cutting head
assembly 18. U.S. Pat. No. 5,092,048, which issued on
Mar. 3, 1992 to Sukow et al., illustrates one such remov-
able cutting head assembly. The cutting head assembly
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18 includes a lower plate 22 and an upper plate or cutter
26 which is supported on the lower plate 22 and which
is movable with respect to the lower plate 22. The cutter
26 defines a drive socket which receives a reciprocating
or oscillating drive mechanism.

[0012] Thetrimmer10alsoincludesrotarydrive means
housed by the body 14 for reciprocating the cutter 26.
While various constructions could be successfully em-
ployed, the illustrated rotary drive includes an electric
motor 38 which is housed by the trimmer body 14 and
which is operably connected to a suitable source of elec-
tric current 42. In Fig. 1, the source of current 42 is sche-
matically represented by a battery. However, the electric
motor 38 could also be connected by an electric cord
extending from the body 14 to a suitable source of power.
A user operable thumb switch 46 for turning the electric
motor 38 "on" and "off" extends from the trimmer body
14. The rotary drive also includes a front motor frame 50
and a rear motor frame 54, each of which are fixed re-
spectively to the front and rear ends of the electric motor
38 and which are fixed to the body 14. The front motor
frame 50 secures the electric motor 38 to the body 14.
[0013] Fig. 2 illustrates a drive member 110 which in-
terconnects the rotary drive to the cutting head assembly
18. The drive member 110 includes two parts: a hinge
120 and a transmission 130. The hinge 120 mounts to
the trimmer body 14. A rear portion of the transmission
130 is engaged by the rotary drive and a front portion of
the transmission 130 is interconnected with the cutter 26.
The transmission 130 transfers reciprocating movement
from the rotary drive to the cutter 26 to create an oscil-
lating, shearing action between the cutter and the lower
plate 22. The transmission 130 is supported for such re-
ciprocating movement by the hinge 120.

[0014] Both the hinge 120 and the transmission 130
are injection-molded components. Each of the hinge 120
and transmission 130 are formed with a single injection-
molding shot. In the manufacturing process, the trans-
mission 130 is formed with a first injection-molding shot
and the hinge 120 is injection molded over the transmis-
sion 130 with a second injection-molding shot. As aresult,
portions of the hinge 120 take their shape as a result of
molding around portions of the transmission 130. Both
parts 120, 130 include various portions which are illus-
trated in the drawings and which will be described below.
All portions of the hinge 120 are injection molded inte-
grally with the other portions of the hinge 120, and all
portions of the transmission 130 are injection molded in-
tegrally with the other portions of the transmission 130.
The drive member 110 as a whole, as well as the hinge
120 and transmission 130 as separate parts, is symmet-
rical about a vertical plane that contains an axis of sym-
metry 135.

[0015] With reference to Figs. 3 and 4, the hinge 120
includes a cross-bar 140, a window frame 160 depending
from the cross-bar 140, a window 170 defined within the
window frame 160, a left side support 180, and a right
side support 190. The cross-bar 140 includes a pair of
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vertical slots 195, one at each of the left and right ends.
The left and right side supports 180, 190 are mirror im-
ages of each other. Each side support 180, 190 includes
a z-shaped mounting structure 210, a first base plate
220, a second base plate 230, and four webs 240 ex-
tending between the first and second base plates 220,
230.

[0016] The z-shaped mounting structure 210 includes
an upper flange 250 and a lower flange 260. The upper
flange 250 includes a hole 270 and the lower flange in-
cludes a hole 280. When installed on the body of the hair
trimmer, a pair of rigid posts extend into the holes 280 in
the right and left mounting structures 210 and a pair fas-
teners extend through the holes 270 and are threaded
into a threaded hole in the body of the trimmer, to secure
the hinge 120 to the body.

[0017] The four webs 240 are parallel to each other,
with space in between. Each end of the webs 240 (i.e.,
where each web 240 joins to one of the base plates 220,
230) includes a thin neck 290 to facilitate side-to-side
pivoting of the cross-bar 140 and base members 230 with
respect to the base members 220.

[0018] Referring to Figs. 5 and 6, the transmission 130
includes afront plate 340, aleftanchor 350, arightanchor
360, a rear plate 370, a bridge 380, a drive lever 390,
and a cam follower 400. The left and right anchors 350,
360 extend rearward of the front plate 340 near the left
and right ends, and define forward-facing shoulders 410
that face back to the front plate 340. The left and right
anchors 350, 360 may be termed "T-shaped" because
their cross-sections are so shaped. The bridge 380 in-
terconnects the front and rear plates 340, 370, and de-
fines a pair of apertures 420. The drive lever 390 extends
forward and down from the front plate 340 and engages
the cutter 26 of the cutting head assembly 18 of the trim-
mer 10.

[0019] The cam follower 400 includes a pair of cam
walls 430 extending rearward from the rear plate 370.
Each cam wall 430 defines a cam follower surface 440.
The cam follower surfaces 440 define between them a
vertical slot. The cam follower 400 receives a cam that
is eccentrically-mounted on an output shaft of the electric
motor 38. As the motor shaft rotates, the cam member
orbits the axis of rotation of the motor shaft. The orbital
movement of the cam is translated into left and right
movement of the drive member 110 by the cam bearing
on the cam follower surfaces 440. Left and right move-
ment of the drive member 110 is imparted to the cutting
head assembly 18 through the drive lever 390, which
results in a shearing action in the cutting head assembly
18.

[0020] The drive member 110 is manufactured by first
injection molding the transmission 130 within an injection
molding die in a first shot. The hinge 120 is then injection
molded over the transmission 130 in a second shot within
the same injection molding die. As the hinge 120 is in-
jection molded, the cross-bar 140 of the hinge molds
around the left anchor 350, right and anchor 360, and
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bridge 380 of the transmission 130. The window frame
160 extends through the apertures 420 in the bridge 380,
such that the center portion of the bridge 380 extends
through the window 170. The vertical slots 195 in the
hinge 120 are formed around the anchors 350, 360. The
shoulders 410 of the anchors 350, 360 are completely
covered with plastic of the cross-bar 140. Overmolding
the hinge 120 on the transmission 130 mechanically
bonds the two components to obviate the multipiece as-
sembly and manufacturing process of known drives.
[0021] Material selection for the hinge 120 and trans-
mission 130 involves selecting materials that have good
flexibility and fatigue resistance for the hinge 120 and
relatively high strength and rigidity for the transmission
130. At the same time, the materials should have sub-
stantially similar melting points so that they can be mold-
ed in the same die at the same mold temperature. In a
preferred embodiment, the hinge 120 is made of poly-
propylene, which is a good material for living hinges, and
the transmission 130 is made of glass-filled polypropyl-
ene. Polypropylene and glass-filled polypropylene are
made from the same resin or a very similar resin, and
have a similar melting temperature of about 232°C
(450°F). In one example, a mold temperature of a ap-
proximatel 54°C (130°F)can be used for both polypropyl-
ene and glass-filed polypropylene. But glass-filled poly-
propylene is stiffer than polypropylene and therefore suit-
able for use as the transmission 130.

[0022] Thus, the invention provides, among other
things, a drive member for a trimmer, the drive member
including a hinge and a transmission that are created
through a two-shot injection molding process. Various
features and advantages of the invention are set forth in
the following claims.

Claims
1. A trimmer (10) comprising:

a trimmer body (14);

a rotary drive (38, 42, 50, 54) within the body
(14);

a cutting head assembly (18) interconnected
with the trimmer body (14); and

adrive (110) operably interconnecting the rotary
drive (38, 42, 50, 54) and the cutting head as-
sembly (18), to transfer rotary movement of the
rotary drive (38, 42, 50, 54) into oscillation of a
portion of the cutting head assembly (18) with
respect to another portion of the cutting head
assembly (18), the drive (110) including an in-
jection molded transmission (130) and an injec-
tion molded hinge (120);

wherein the transmission (130) includes a cam fol-
lower (400) that is driven by the rotary drive (38, 42,
50,54), and adrive lever (390) that engages a portion
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of the cutting head assembly (18);

wherein the hinge (120) includes a mounting struc-
ture (210) for mounting the drive (110) to the trimmer
body (14) and a plurality of webs (240) supporting
the transmission (130) for oscilliatory movement;
characterized in that

one of the transmission (130) and hinge (120) is in-
jection molded over a portion of the other to mechan-
ically bond the transmission (130) and hinge (120).

The trimmer of claim 1, wherein the hinge (120) and
transmission (130) are constructed of materials hav-
ing the substantially the same melting temperature,
allowing the hinge (120) and transmission (130) to
be molded at the same mold temperature.

The trimmer of claim 1, wherein the hinge (120) is
made of polypropylene and the transmission (130)
is made of glass-filled polypropylene.

The trimmer of claim 3, wherein the hinge (120) and
transmission (130) are molded in the same mold at
a temperature of about 54°C (130°F).

A method of manufacturing a drive (110) for use in
a trimmer (10) that includes a rotary drive (38, 42,
50, 54) and a cutting head assembly (18), the drive
(110) transmitting rotary motion from the rotary drive
(38, 42, 50, 54) into reciprocation of a portion of the
cutting head assembly (18), the method comprising:

injection molding a transmission (130) within an
injection molding die;

injection molding a hinge (120) within the same
injection molding die; and

mechanically bonding the transmission (130)
and hinge (120) by injection molding one of the
transmission (130) and hinge (120) over a por-
tion of the other.

The method of claim 5, wherein injection molding the
transmission (130) includes injection molding the
transmission (130) at a first mold temperature within
the die; and wherein injection molding the hinge
(120) includes injection molding the hinge (120) sub-
stantially at the first mold temperature.

The method of claim 5, wherein injection molding the
transmission (130) includes injection molding a first
material to form the transmission (130); and wherein
injection molding the hinge (120) includes injection
molding a second material to form the hinge (120),
the second material being different from the first ma-
terial but having a substantially similar melting tem-
perature.

The method of claim 5, wherein injection molding the
transmission (130) includes injection molding glass-
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filled polypropylene to form the transmission (130);
and wherein injection molding the hinge (120) in-
cludes injection molding polypropylene to form the
hinge (120).

The method of claim 8, wherein both injection mold-
ing the transmission (130) and injection molding the
hinge (120) including holding the mold temperature
at about 54°C (130°F).

Patentanspriiche

Haarschneidegerat (10), das aufweist:

einen Haarschneidegeratekorper (14);

einen Rotationsantrieb (38,42,50, 54) innerhalb
des Korpers (14);

eine Schneidkopfbaugruppe (18), die mit dem
Haarschneidegeratekdrper (14) verbunden ist;
und

einen Antrieb (110), der funktionell den Rotati-
onsantrieb (38, 42, 50, 54) und die Schneidkopf-
baugruppe (18) miteinander verbindet, um eine
Rotationsbewegung des Rotationsantriebes
(38, 42, 50, 54) in eine Schwingung eines Ab-
schnittes der Schneidkopfbaugruppe (18) mit
Bezugnahme zu einem anderen Abschnitt der
Schneidkopfbaugruppe (18) zu Uibertragen, wo-
bei der Antrieb (110) eine spritzgegossene
Transmission (130) und ein spritzgegossenes
Scharnier (120) umfasst;

wobei die Transmission (130) einen NockenstoRel
(400), der vom Rotationsantrieb (38, 42, 50, 54) an-
getrieben wird, und einen Antriebshebel (390) um-
fasst, der mit einem Abschnitt der Schneidkopfbau-
gruppe (18) in Eingriff kommt,

wobei das Scharnier (120) eine Montagestruktur
(210) fur das Montieren des Antriebs (110) am Haar-
schneidegeratekdrper (14) und eine Vielzahl von
Stegen (240) umfasst, die die Transmission (130)
fur eine Schwingbewegung tragen,

dadurch gekennzeichnet, dass

eines von Transmission (130) und Scharnier (120)
Uber einen Abschnitt des anderen spritzgegossen
wird, um die Transmission (130) und das Scharnier
(120) mechanisch zu verbinden.

Haarschneidegerat nach Anspruch 1, bei dem das
Scharnier (120) und die Transmission (130) aus Ma-
terialien mitim Wesentlichen der gleichen Schmelz-
temperatur konstruiert werden, wodurch gestattet
wird, dassdas Scharnier (120) und die Transmission
(130) mit der gleichen Formtemperatur geformt wer-
den kénnen.

Haarschneidegerat nach Anspruch 1, bei dem das
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Scharnier (120) aus Polypropylen und die Transmis-
sion (130) aus glasfaserverstarktem Polypropylen
hergestellt wird.

Haarschneidegerat nach Anspruch 3, bei dem das
Scharnier (120) und die Transmission (130) in der
gleichen Form bei einer Temperatur von etwa 54 °C
(130 °F) geformt werden.

Verfahren zur Herstellung eines Antriebs (110) fir
eine Verwendung in einem Haarschneidegerat (10),
das einen Rotationsantrieb (38, 42, 50, 54) und eine
Schneidkopfbaugruppe (18) umfasst, wobei der An-
trieb (110) die Rotationsbewegung vom Rotations-
antrieb (38, 42, 50, 54) in eine Hin- und Herbewe-
gung eines Abschnittes der Schneidkopfbaugruppe
(18) Ubertragt, wobei das Verfahren die folgenden
Schritte aufweist:

SpritzgieRen einer Transmission (130) inner-
halb eines SpritzgieRwerkzeuges;
SpritzgielRen eines Scharniers (120) innerhalb
des gleichen SpritzgieRwerkzeuges; und
mechanisches Verbinden der Transmission
(130) und des Scharniers (120) durch Spritzgie-
Ren von einem von Transmission (130) und
Scharnier (120) Uber einen Abschnitt des ande-
ren.

Verfahren nach Anspruch 5, bei dem der Schritt des
SpritzgieRens der Transmission (130) das Spritzgie-
Ren der Transmission (130) bei einer ersten Form-
temperatur innerhalb des Werkzeuges umfasst; und
bei dem der Schritt des SpritzgieRens des Schar-
niers (120) das SpritzgieRen des Scharniers (120)
im Wesentlichen beider ersten Formtemperatur um-
fasst.

Verfahren nach Anspruch 5, bei dem der Schritt des
SpritzgieRens der Transmission (130) das Spritzgie-
Ren eines ersten Materials umfasst, um die Trans-
mission (130) herzustellen; und bei dem der Schritt
des SpritzgieRens des Scharniers (120) das Spritz-
gieRen eines zweiten Materials umfasst, um das
Scharnier (120) herzustellen, wobei das zweite Ma-
terialvom ersten Material abweicht, abereineimWe-
sentlichen gleiche Schmelztemperatur aufweist.

Verfahren nach Anspruch 5, bei dem der Schritt des
SpritzgieRens der Transmission (130) das Spritzgie-
Ren von glasfaserverstarktem Polypropylen um-
fasst, um die Transmission (130) herzustellen; und
bei dem der Schritt des SpritzgieRens des Schar-
niers (120) das SpritzgielRen von Polypropylen um-
fasst, um das Scharnier (120) herzustellen.

Verfahren nach Anspruch 8, bei dem sowohl der
Schrittdes SpritzgieRens der Transmission (130) als
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auch der Schritt des SpritzgieRens des Scharniers
(120) das Halten der Formtemperatur bei etwa 54
°C (130 °F) umfasst.

Revendications

1.

Tondeuse (10), comprenant :

un corps de tondeuse (14) ;

un entrainement rotatif (38, 42, 50, 54) a l'inté-
rieur du corps ;

un assemblage de téte de coupe (18) intercon-
necté avec le corps de la tondeuse (14) ; et

un entrainement (110), assurant en service l'in-
terconnexion de I'entrainement rotatif (38, 42,
50, 54) et de I'assemblage de téte de coupe (18)
pour transférer le mouvement rotatif de I'entrai-
nement rotatif (38, 42, 50, 54) en une oscillation
d’une partie de 'assemblage de téte de coupe
(18) par rapport a une autre partie de 'assem-
blage de téte de coupe (18), I'entrainement
(110) englobant une transmission moulée par
injection (130) et une charniére moulée par in-
jection (120) ;

dans laquelle la transmission (130) inclut un galet
de came (400) entrainé parl’entrainement rotatif (38,
42, 50, 54), et un levier d’entrainement (390) s’en-
gageantdans une partie de 'assemblage de téte de
coupe (18) ;

dans laquelle la charniére (120) inclut une structure
de montage (210) pour monter I'entrainement (110)
sur le corps de la tondeuse (14) et plusieurs bandes
(240) supportant la transmission (130) en vue d’'un
mouvement oscillatoire ; caractérisée en ce que
un élément, la transmission (130) ou la charniére
(120), est moulé par injection au-dessus d’une partie
de lautre élément pour relier mécaniquement la
transmission (130) et la charniére (120).

Tondeuse selon la revendication 1, dans laquelle la
charniére (120) et la transmission (130) sont cons-
truites a partir de matériaux présentant substantiel-
lement la méme température de fusion, permettant
le moulage de la charniére (120) et de la transmis-
sion (130) a la méme température de moulage.

Tondeuse selon la revendication 1, dans laquelle la
charniére (120) est fabriquée a partir de polypropy-
Iene, la transmission (130) étant fabriquée a partir
de polypropyléne armé de verre.

Tondeuse selon la revendication 3, dans laquelle la
charniére (120) et la transmission (130) sont mou-
|ées dans le méme moule a une température d’en-
viron 54°C (130°F).
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Procédé de fabrication d’'un entrainement (110) des-
tiné a étre utilisé dans une tondeuse (10) englobant
un entrainement rotatif (38, 42, 50, 54) et un assem-
blage de téte de coupe (18), I'entrainement (110)
transmettant le mouvement de rotation de I'entrai-
nement rotatif (38, 42, 50, 54) en un mouvement
alternatif d’'une partie de 'assemblage de téte de
coupe (18), le procédé comprenant les étapes ci-
dessous :

moulage par injection d’'une transmission (130)
dans une filiére de moulage par injection ;
moulage par injection d’une charniére (120)
dans la méme filiere de moulage par injection ;
et

liaison mécanique de la transmission (130) et
de la charniére (120) en moulant par injection
un élément, la transmission (130) ou la charnie-
re (120) au-dessus d’une partie de l'autre élé-
ment.

Procédé selon larevendication 5, dans lequel 'étape
de moulage par injection de la transmission (130)
inclut le moulage par injection de la transmission
(130) a une premiére température de moulage dans
la filiere ; et dans lequel le moulage par injection de
la charniére (120) inclut le moulage par injection de
la charniére (120) substantiellement a la premiére
température de moulage.

Procédé selon larevendication 5, dans lequel I'étape
de moulage par injection de la transmission (130)
inclut le moulage par injection d’un premier matériau
pour former la transmission (130) ; et dans lequel le
moulage par injection de la charniére (120) inclut le
moulage par injection d’un deuxi€éme matériau pour
former la charniére (120), le deuxiéme matériau
étant différent du premier matériau mais présentant
une température de fusion substantiellement simi-
laire.

Procédé selon la revendication 5, dans lequel le
moulage par injection de la transmission (130) inclut
le moulage par injection de polypropyléne chargé de
verre pour former la transmission (130) ; et dans le-
quel le moulage par injection de la charniére (120)
inclut le moulage parinjection de polypropyléene pour
former la charniére (120).

Procédé selon la revendication 8, dans lequel le
moulage par injection de la transmission (130) et le
moulage par injection de la charniére (120) incluent
le maintien de la température de moulage a environ
54°C (130°F).
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Seabudalivi ipdnypontok |
L, Fgbvaps (10, mnely tavalmax
baivigs sl (145
forgd mephiidsr (38, 43, 50, 53) ¢ tosten {14 ballily
5 vigof] seyedget (18), ansly Svore van kitve § hajvigd testtel (143 &5

moghajdist {110, amely fankslontlisen Beseckdtl o forgs sneghaitael (38, 47, 58, 54} du « vigoly

sgvedget (18), hopy dtvigye s forgd meghajils (38, 42, 50, 34) forgd mongledt @ vigofe) egyady (18) ogy

résxsiok recpdadhe & vigofel spyséy (18 egy mialk réundhen vonatkopiatvs, & meghaiids (10} tartelman

fracosinton sevitelt £130) da frooesdnitit Srgdpintat {130Y ‘
8 skl ar At (130} rtabnes biltyhOs crmelft (108), amely a forpd meghyitds (38, 32, 80, 54
dltal van meghaiton, €8 moghajid emalls (390}, amely & vhgol] sgyady (18) sgy réardher kapesalddik,

ghol a forgdpdnt {120} ealmer szsreldazerkezetet (2 ) e meghsjtds (110 & hajvdgd tosthes

{14) seepelsudry s 1800 soalagod (240, smalyek megtiinasatidk a ftvitelt (130) rezgd mozgisba; ansl
Jullemanve, hogy

18 s dviml (130) & &zmﬁpﬁm {130 epvile mz;xﬁmva ven g ik ey riaee feletl hogy

mechaniuans drgoekdesaar divitsh (13018 forgdpinmaly {1200,
Z. Az 1. igdnypons saerintl hajvigs, shol 4 forgiptnt (130} & govits! {1307 ayan anyagekbd vanask
konstusive, ameheknek Mnyegshen ugyanas & olvaddst himdrudidets, lebetdve 1, hogy & forgdplat
{1307 és drvitel {1360 sgyanazon a@ dntdsl himéredhluton legyen datve. '

4 S B Az 1. igsnypont sxerint helvags . dhod & Gogdpant (1303 polipropdléabdl van slaliiv &
Stoitel {130} Quegaaiiortisielt polipropiténbdl van 2iballites,
&, A 3, ignvpore sestintt }zs}vﬁgé; shol & forgopint {130) ¢ fiviel {130) wpunabban formdban vat

3 ‘*Sgér&s mgﬁaﬁé& {110 slasiiitulry hydvdadhen (M8} mmmmi anely Sactalimar fgd
35 mephalGs (38,43, §0, M) ds vigofe) egysdget {18), & ms:-ggeg jtas {110) stviee forpd mozgdst & forgd
meghaithsrdd (38, 42, 30, SK) ax vagle sgyedy (18) ey részénck ide-ods mopfsdbe, az slitvds
tartalmszag
Srelted (130} Rrocostnissdt Poceedniszenvaimban;
Sorgbpdnt (120) fFicosduideét ugynabbas 3 Hcosdnidszarazdmban s
30 s dovitel {130) & forpdpdal (120} mechunikus Seseckiisndt wedbited {1302 s forgdpat (120}
epyikénck feosbnids dltal g ok oy résaw Rulett
L Az S, jpdaypont sesrind sliek, ahol sz dtvitel (130) ftecalnidee tutabnazen e dteitel {130}
fdcoatintdest olsd Duisl himéréskionn B szersedmon beltll; & shol a forgipior (120} Sdecatiides
tartatmarza & forgdpant (120} Gicostintisdt lnyepiban us ol Ontéel homérsdkinen.
k1S Az S, jgtwypont wrevintl sldnts, shol sz dtvitel  (330) fifvcostntdss tarlabraes  elsd snyag
friscoatintésst, hogy Walakitsuk a2 &tvitelt (130% & bl a forgopdnt (120) frocostute trialmaze 8
misodlt anvag fcosbntésdt, hogy Halakitsuk & Regipdntnt {120, s mésodik anyag hitlonbded az sled
snyagitd, de inysadhen ugysies wx obvadisponiuk.
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& Ax 5. ipénypont wrorinti elidete, shol ez Steitst {130} Fdeosdnidse tralmaay Svegeadlorfsitatt

poliprepiitn ffousordsst, hogy Kialadtaid se svviels {130) &s shol & Bopopsnt {130} Hdecslinddse
tortalmases polipropilin fdooadnisedt, hogy kintakitsuk & forgdpdmot {1 28%
3, A 8, igdnypont seerind elidrds, shol salad ax Soltal C130) s mind & fovptpint (130) frdcastintese

& tariadreazzs ax Ontés homsradkies tartacat konithelll S4°Coom (130°F)
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