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Description

BACKGROUND OF THE INVENTION

FIELD OF THE INVENTION

[0001] The present invention relates generally to a tip
unit for a liquid applicator such as a water-based ball-
point pen, and also a method of producing thereof. The
invention also relates to a ball-point pen tip unit allowing
liquid to be discharged in a relatively large rate and a
method of producing thereof. In this specification, the
writing instrument is considered as a kind of ink applicator
in the broad meaning of the word.

BACKGROUND ART

[0002] A liquid applicator having a ball placed into its
distal part is conventionally known, wherein the ball trans-
fers liquid, which adheres to the ball, onto the surface to
be applied by being pressed. A typical example is a ball-
point pen, which uses ink as the liquid. Inks of various
kinds such as dyes or pigments dispersed in water, called
"water-based inks" are known, as well as "water-based
ball-point pens" containing such inks. "Water-based gel
inks", i.e., gelatinized inks are also used. Some ball-point
pens using water-based gel ink can deliver a relatively
large rate of ink.
[0003] The tip unit incorporated in the ball-point pen
includes a ball for writing rotatively retained in a tip body,
and while the ball-point pen is used, the ball rolls to trans-
fer the ink from an ink reservoir to the writing surface
such as a paper through the ball.
[0004] The known tip unit used in the ball-point pen
will be described:

Referring to Fig. 17A, which is a cross-section show-
ing the distal end of a tip unit 120, the tip unit 120 is
mainly composed of a tip body 100 and a ball 102.
The distal end of the tip body 100 is shaped like a
truncated cone. The ball 102 is retained in a ball
housing (a socket) 103, and is held by the distal end
101 of the tip body 100.

[0005] The tip body 100 is provided with the ball hous-
ing 103 shaped in concave at its distal end, and a capillary
hole 110 at its proximal end. The ball housing 103 is
provided with a ball resting seat or merely seat 105 having
a conical inner surface. The tip body 100 is further pro-
vided with ink channels 107 each communicating with
the seat 105. The ink channels 107 secure smooth flow
of liquid when the ball-point pen is used. The liquid flows
toward the distal end 101 through the capillary hole 110
along the ink channels 107. This construction keeps the
liquid flow even with the ball 102 pushed toward the seat
105 in using the ball-point pen, so as to apply the liquid.
[0006] Referring to Fig. 18, the flow of liquid in writing
with the ball-point pen will be described:

In using the ball-point pen, the liquid in the tip unit
120 flows through the ink channels 107 via the cap-
illary hole 110, and reaches the ball housing 103
through outlets 107a of the ink channels 107 located
near the ball housing 103. Then, the liquid flows out
through a gap around the ball 102 in the distal end
101 of the tip body 100. The liquid flows in the direc-
tion indicated by the arrow in Fig. 18 when the pen
is in use.

[0007] The seat 105 of the ball housing 103 is proc-
essed by a so-called "tapping," wherein the ball 102 in-
serted in the ball housing 103 is lightly pressed down (or
tapped) toward the seat 105 on its head. This tapping
causes the surface of the seat 105 to be concave so as
to enable the ball 102 to rest on the seat 105 with a narrow
gap between the ball 102 and the top open end of the tip
body 100. In the case of a ball-point pen using water-
based ink, the tapping takes place after the top open end
at the distal end 101 of the tip body 100 is pressed.
[0008] The tip unit 120 is known, with the ball 102 being
urged toward the distal end so as to prevent the liquid
from leaking out. This ensures that when the applicator
is not used, the ball 102 is urged by a spring toward the
distal end, so as to be brought into full contact with the
distal end 101 of the tip body 100, and when it is used
(in writing), the ball 102 is pushed back toward the seat
105, so as to release the contact.
[0009] A liquid applicator such as a ball-point pen using
the above-mentioned tip unit 120 is capable of writing
with the liquid led out with the ball 102 pushed against
the seat 105 and rotating. In some instances, an in-
creased amount of liquid discharge is required.
[0010] In order to meet this requirement, the liquid pas-
sage from the capillary hole 110 to the distal end 101 of
the tip body 100 must be widened as much as desired.
[0011] However, as shown in Fig. 18, the liquid pas-
sage especially becomes narrow at three spots; that is,
1) near the outlet 107a of the ink channel 107, 2) near
the spot at which the ball 102 is nearest a side wall 113
of the ball housing 103, and 3) near the gap around the
ball 102 between the distal end 101 of the tip body 100.
[0012] More specifically, referring to Fig. 19, the tip unit
120 has three gaps T, S1, and S2. The gap T exists
around the ball 102 near the outlet 107a of the ink channel
107, the gap S2 exists near the spot at which the ball 102
is nearest the side wall 113 of the ball housing 103, and
the gap S1 exists near the gap around the ball 102 be-
tween the distal end 101 of the tip body 100. The ink
passage becomes most narrow at these gaps T, S1 and
S2.
[0013] As described above, the tapping takes place
after the top open end at the distal end 101 of the tip body
100 is pressed and deformed. This tapping deforms the
seat 105, thereby enabling the ball 102 to move in an
axial direction (in a direction of ball displacement) as
much as a deformed amount L. In this specification, "de-
form" or "deformation" does not mean that the object is
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spoiled but means that it is changed in shape.
[0014] In order to increase a liquid discharge rate, it is
preferable to widen all the gaps S1, S2, and T, but it is
difficult to widen both of the gaps S1 and T in the con-
ventional liquid applicator, resulting in limiting an in-
creased rate of liquid discharge.
[0015] The reason why both of the gaps S1 and T are
hard to be widened simultaneously is as follows:

As mentioned above, since the distal end 101 is
pressed toward the ball 102 so as to bring it into close
contact with the ball 102, and then it is lightly tapped,
the larger the deformed amount L is, the wider the
gap S1 near the distal end of the tip body 100 be-
comes. However, as the deformed amount L is wider,
the gap T near the outlet 107a around the ball 102
becomes narrower.

[0016] More specifically, as shown in Fig. 18, the outlet
107a of the ink channel 107 and thereabout is blocked
by the ball 102 because of location of the seat 105, there-
by reducing the size of the gap T. This reduction in size
prevents the liquid from flowing through the gap T and
thereabout.
[0017] GB 814,734 discloses a tip unit for a liquid ap-
plicator. It comprises a tip body and a ball. The tip body
is provided with a ball housing which is adapted to hold
the ball. Further a capillary hole and a proximal bore are
formed in the tip body which permit liquid to flow to the
ball housing. The ball housing has side walls and a ball
resting seat which is holding the ball rotatably. A con-
necting surface connects the seat with the side wall of
the ball housing. A tip unit of the same kind is also de-
scribed in US 2,967,353.
[0018] The present invention is therefore to provide a
tip unit for liquid applicator with more constantly adequate
discharge of liquid. The invention is also to provide a
method for producing a tip unit that is readily produced.

SUMMARY OF THE INVENTION

[0019] According to one aspect of the present inven-
tion, there is provided a tip unit for a liquid applicator, the
tip unit including a tip body and a ball, the tip body holding
the ball near the distal end thereof, the tip body having
a ball housing adapted to hold the ball, a capillary hole,
and a proximal bore, the ball housing, the capillary hole,
and the proximal bore mutually communicating to form
a passage for permitting liquid to flow, the ball housing
having a side wall and a ball resting seat holding the ball
rotatably and axially movably at a predetermined dis-
tance in the ball housing, the tip body further having a
channel or a bore so as to enable the ball housing to
communicate with the capillary hole and the proximal
bore, the ball housing further having a connecting surface
that connects the seat with the side wall and has a shape
projecting toward the distal end of the tip body, the seat
being located inside the connecting surface.

[0020] This structure has the connecting surface be-
tween the seat and the side wall of the ball housing, which
surface has a shape projecting toward the distal end, and
inside of which the seat is located, thereby ensuring that
even if the ball is arranged to move over a relatively long
distance, the outlet of the channel toward the ball housing
is prevented from being clogged, so as to obtain a stable
flow of liquid.
[0021] The connecting surface can have a shape of a
truncated conical surface with its apex toward the distal
end of the tip unit, wherein the truncated conical surface
is a part of an imaginary cone and has the same shape
as a side face of a trapezoidal rotator. The ball housing
can also be provided with a recess at its bottom.
[0022] According to another aspect of the present in-
vention, there is provided a method for producing a tip
unit for a liquid applicator, wherein the tip unit includes a
tip body and a ball, the tip body having a ball housing
and a capillary hole, the ball housing having a side wall
and a seat-side machined surface and holding the ball,
the side wall having a shape of a cylindrical inner wall,
the machined surface functioning as a bottom surface of
the ball housing, the method including: a first step (inter-
nal machining step) of producing the tip body by drilling
a solid material to form a ball housing and a capillary hole
therein; a second step (ball placing step) of placing the
ball into the ball housing; a third step (distal end deform-
ing step) of deforming the distal end portion of the tip
body toward the ball; a fourth step (seat deforming step)
of pushing the ball from the distal end toward the capillary
hole so as to deform a pressure-deformation surface con-
stituting a part of the machined surface to form a seat,
wherein in the first step a portion to be the pressure-
deformation surface is formed to have a projecting por-
tion toward the distal end of the tip body.
[0023] In the first step, the pressure-deformation sur-
face is machined so as to form a first surface having a
shape of a truncated conical surface with its apex toward
the distal end of the tip unit.
[0024] By this method, the pressure-deformation sur-
face is machined so as to form the first surface having a
shape of a truncated conical surface with its apex toward
the distal end of the tip unit in the first step, thereby en-
suring that the area of the pressure-deformation surface
becomes smaller for the same deformed amount and that
its outer border is located inside, so as to widen the ink
passage and facilitate the third step.
[0025] In the first step, a non-pressure surface, which
is a portion of the seat-side machined surface not to be
deformed in the fourth step or seat deformation step, is
formed so as to be flush with the first surface such that
the whole seat-side machined surface is shaped into a
truncated conical surface with its apex toward the distal
end of the tip unit.
[0026] This method forms the non-pressure surface to
be flush with the first surface such that the whole seat-
side machined surface is shaped into a truncated conical
surface with its apex toward the distal end of the tip unit,
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thereby facilitating the formation of the machined surface.
[0027] This method forms the portion to be the pres-
sure-deformation surface so as to have the projecting
portion toward the distal end in the first step, thereby
ensuring that the area of the pressure-deformation sur-
face becomes smaller for the same deformed amount
and that its outer border is located inside, so as to widen
the ink passage.
[0028] Further, the projecting portion to be the pres-
sure-deformation surface can be located inside of the
machined surface. This structure facilitates the formation
of the ball resting seat.
[0029] Furthermore, in the first step, a second surface
not flush with the first surface can be formed in a portion
in the pressure deformation surface that is continuous to
the capillary hole, and the second surface can be a planar
surface or a truncated conical surface with its apex to-
ward the proximal end of the tip unit.
[0030] In the first step, the side wall of the ball housing
can be arranged to be situated co-axially with the capillary
hole. This facilitates the fabrication of the tip units.
[0031] It is further possible to provide a step (channel
broaching step) of broaching (forming) a channel com-
municating the ball housing with the capillary hole or the
proximal bore, thereby enabling liquid to flow smoothly
when the tip unit is used. In the channel broaching step,
the channel can be formed to be open in the capillary
hole, thereby enabling liquid to flow more smoothly.
[0032] The first step can be processed by cutting, es-
pecially in forming the first surface.
[0033] The tip unit of the present invention can be in-
corporated in a liquid applicator. The liquid applicator can
be a ball-point pen using a water-based ink or a water-
based gel ink as the liquid to be applied. Further, the ball
can be urged toward the distal end.

BRIEF DESCRIPTION OF THE DRAWINGS

[0034]

Fig. 1A is a cross-section showing a core unit having
a tip unit produced in a first embodiment of the
present invention;
Fig. 1B is a front view showing a ball-point pen using
the core unit shown in Fig. 1A;
Fig. 2 is a cross-section showing a tip unit in the first
embodiment of the present invention;
Fig. 3A is a cross-section showing a distal end por-
tion of the tip unit shown in Fig. 2, wherein the ball
is omitted for simplicity, and the view is seen from
the distal end;
Fig. 3B is a cross-section taken along the line A-A
in Fig. 3A;
Fig. 4 is a perspective view showing the distal end
portion of the tip unit shown in Fig. 2;
Fig. 5 is a cross-section on an enlarged scale show-
ing a spot where a ball in the tip unit is kept in contact
with the tip body;

Fig. 6 is a view on a large scale showing the spot G
in Fig. 5;
Fig. 7 is a cross-section showing the distal end por-
tion of the tip unit in process;
Fig. 8 is a further cross-section showing the distal
end portion of the tip unit in process;
Fig. 9 is a still further cross-section showing the distal
end portion of the tip unit in process;
Fig. 10 is a yet still further cross-section showing the
distal end portion of the tip unit in process;
Fig. 11 is a cross-section showing a distal end portion
of a tip unit in a modified embodiment of the present
invention;
Fig. 12 is a view on a large scale showing the spot
G1 in Fig. 11;
Fig. 13 is a cross-section showing a distal end portion
of a tip unit in a further modified embodiment of the
present invention;
Fig. 14 is a view on a large scale showing the spot
G2 in Fig. 13;
Fig. 15 is a cross-section showing a distal end portion
of a tip unit in a still further modified embodiment of
the present invention;
Fig. 16 is a view on a large scale showing the spot
G3 in Fig. 15;
Fig. 17A is a radial cross-section showing a distal
end portion of a known tip unit;
Fig. 17B is a longitudinal cross-section on a large
scale showing the distal end portion of the tip unit
shown in Fig. 17A;
Fig. 18 is a perspective view showing a distal end
portion of the known tip unit; and
Fig. 19 is a cross-section on a large scale showing
a spot where a ball in the known tip unit is kept in
contact with the tip body.

DESCRIPTION OF PREFERRED EMBODIMENTS

[0035] Fig. 1A generally shows a core unit 7 including
a tip unit 1 used in a ball-point pen (viz. liquid applicator)
18 in the first embodiment of the present invention. The
tip unit 1 is installed in the core unit 7 at its distal end.
Referring to Fig. 1A, the core unit 7 also includes an ink
cylinder (a reservoir of the liquid to be applied) 6 contain-
ing ink 5 (liquid to be applied) such as a water-based ink
or a water-based gel therein, the ink cylinder 6 commu-
nicating with the tip unit 1. Referring to Fig. 1B, the core
unit 7 is inserted in a cylindrical shaft 19 of the ball-point
pen 18.
[0036] A ball 10 included in the distal end of the tip unit
1 is pushed against a writing surface such as a paper,
running on the surface in accordance with moving of the
ball-point pen 18, so that the ink 5 is led out through the
tip unit 1 adhering to the ball 10 in appropriate amount,
with the consequence that the ball-point pen 18 is used
to write. The tip unit 1 will be more specifically described
by referring to Fig. 2:

5 6 



EP 1 632 360 B1

5

5

10

15

20

25

30

35

40

45

50

55

The tip unit 1 includes a tip body 11 used in a ball-
point pen or a liquid applicator, and the ball 10 urged
by an urging member 12. The tip body 11 has a sub-
stantially conical shape in its distal portion and a sub-
stantially cylindrical shape in its proximal portion, en-
tirely appearing to be a rocket. In other words, the
tip body 11 has a conically-shaped head 25 at its
distal end, and a cylindrical shank 26 at its proximal
end. The cylindrical shank 26 has at its proximal end
a connecting step portion 26a whose outside diam-
eter is slightly reduced to be connected to the ink
cylinder 6. The tip body 11 includes a ball housing
(a socket) 15, a capillary hole 16, and a proximal
bore 17, all of which mutually communicate so as to
enable liquid to flow toward the ball 10. The proximal
bore 17 is open in a proximal end opening 28.

[0037] Referring to Figs. 3A, 3B, and 4, the ball housing
15 includes a side wall 41 having a shape of a cylindrical
inner wall, a ball resting seat 45 that is located near the
proximal end of the side wall 41, and a connecting surface
71 connecting the seat 45 to the side wall 41. As de-
scribed below, the seat 45 is formed by tapping, or press-
ing the ball 10 from the distal end toward the proximal
end, so as to be inwardly curved.
[0038] As is evident from Fig. 3B, the connecting sur-
face 71 has a truncated conical surface with its apex to-
ward the distal end and is declined to the extent that its
imaginary extension converges at one point with an angle
(α) 240°.
[0039] Furthermore, as shown in Figs. 3A, 3B, and 4,
the tip body 11 has ink channels 47 axially arranged on
its inside wall around the capillary hole 16, communicat-
ing with the ball housing 15 so as to allow ink 5 effluent
from the ink cylinder 6 to flow from the capillary hole 16
through the ink channels 47 and further outlets 61 of the
ink channels 47 at the ball housing 15 to the ball housing
15.
[0040] As shown in Fig. 2, the ball 10 is urged by the
urging member 12, which includes a spring part 22 that
is a spring coil and a bar part 23 whose distal end 23a
comes into contact with the ball 10.
[0041] The urging member 12 is accommodated in the
tip body 11 and is constantly in a compressed state so
as to push the ball 10 toward the distal end. As a conse-
quence, when the pen 18 is not in use, the ball 10 blocks
the distal end of the ball housing 15, thereby preventing
ink 5 from flowing out. When the pen 18 is in use, writing
pressure pushes the ball 10 towards proximal end, there-
by causing the ball 10 to withdraw against the force of
the urging member 12. Thus ink 5 flows out through a
gap between the ball 10 and the ball housing 15.
[0042] The ball 10 is spherical, and is accommodated
and rotatively held in the ball housing 15 of the tip body
11. More specifically, the ball 10 is supported by the seat
45 at its bottom, by the side wall 41 on its side, and by a
deformed edge (deformed distal end portion) 43 at the
head as best shown in Fig. 3B. As referred to below, the

deformed edge 43 is obtained by pressing the distal end
of the side wall 41 of the tip body 11 inwards after the
ball 10 being placed into the ball housing 15.
[0043] Now, the process of producing the tip unit 1 will
be described by referring to Figs. 7 to 10:

First, the tip body 11 is produced from a solid cylin-
drical material, preferably capable of easily machin-
ing and drilling, such as free-cutting stainless steel,
for example, DSR6F (trademark) manufactured by
Daido Special Steel Manufacturing Co., Ltd. The ma-
terial is cut to produce the distal end portion of the
tip body 11 into a substantially conical shape so as
to produce the conically-shaped head 25, whereas
the proximal end portion is produced into a prede-
termined shape in the same manner. (the external
machining step)

[0044] Next, an inside of the tip body 11 is drilled (the
first step or the internal machining step) to form the prox-
imal bore 17, the ball housing 15 and the capillary hole
16, and the ink channels 47 are formed in the channel
broaching step described below.
[0045] More particularly, drilling from the distal end en-
ables each of the ball housing 15 and the capillary hole
16 to have a circular cross-section perpendicular to an
axis. By the drilling, the side wall 41, a seat-side ma-
chined surface 48 at the bottom, and the capillary hole
16 are formed.
[0046] The ball housing 15 has the side wall 41 having
a shape of a cylindrical inner wall and the machined sur-
face 48 at the bottom extending from the side wall 41
toward the axial center and being located between the
side wall 41 and the capillary hole 16, specifically, be-
tween the proximal end of the side wall 41 and the distal
end of the capillary hole 16. The machined surface 48
connects the capillary hole with the side wall 41.
[0047] The ball housing 15 and the capillary hole 16
are formed by drilling from the distal end of the tip body
11. The side wall 41 of the ball housing 15 and the cap-
illary hole 16 are preferably co-axially with each other,
but may be not.
[0048] The proximal bore 17 is formed by drilling from
the proximal end of the tip body 11, preferably co-axially
with the side wall 41 and the capillary hole 16.
[0049] The machined surface 48 includes a pressure-
deformation surface 70 deformed by tapping described
below and the connecting surface 71. Referring to Fig.
6, the pressure-deformation surface 70 is tapped to be
deformed into the seat 45 under the pressure of the ball
10.
[0050] As referred to above, the machined surface 48
has a shape of a truncated conical surface with its apex
toward the distal end and a part of an imaginary cone.
The machined surface 48 includes the pressure-defor-
mation surface 70 and the connecting surface 71, where-
in the pressure-deformation surface 70 positions forward
and inward of the connecting surface 71, with an exterior
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angle (α) 240°. The angle (α) is a center angle of a cross
section of a planer surface including an axis of the cone.
The inner edge 48a of the machined surface 48 termi-
nates at an acute angle.
[0051] In the first embodiment, the pressure-deforma-
tion surface 70 is a first surface 85 that is conically shaped
with its apex toward the distal end. The connecting sur-
face 71 is a non-pressure surface 72, which is undeform-
able surface free from the pressure of the ball 10. The
ball housing 15 has its bottom with a convex center and
a recessed outer side.
[0052] Next, the process proceeds to the second stage
or the channel broaching step where the ink channels 47
are formed, and also the tip body 11 is formed as shown
in Fig. 7.
[0053] The ink channels 47 are produced by cutting
the side wall of the capillary hole 16 so as to be open
toward the capillary hole 16. The present embodiment
illustrated in Fig. 3A has three ink channels 47 at equal
angular intervals. As shown in Fig. 3B, a recessed wall
47a of each of the ink channels 47 is substantially flush
with the side wall 41 of the ball housing 15. Total length
of three of circumferential width W of each recessed wall
47a is about a half (more than one third) of circumferenc-
es of an imaginary circle passing through the recessed
walls 47a. Therefore, the ink channels 47 are circumfer-
entially wide and axially large enough to allow an in-
creased amount of ink 5 to flow through to the ink chan-
nels 47.
[0054] As the third stage or the ball placing step, the
ball 11 is placed in the ball housing 15 of the tip body 11
as shown in Fig. 8. The ball 10 rests on the inner edge
48a of the machined surface 48. At this stage a roller 50
is driven to press the distal end of the tip body 11 inwards
(toward the ball 10) so as to obtain a deformed edge 43
as shown in Fig. 9 (the edge-deforming step), wherein
substantially no gap exists between the deformed edge
43 and the ball 10.
[0055] In this way, by tapping by forcing the ball 10
from the distal end into the ball housing 15, the pressure-
deformation surface 70 of the machined surface 48 in
contact with the bottom end of the ball 10 is deformed to
form the seat 45 (the seat-deforming step). At this stage
the ball 10 is moved backward towards the proximal end
by a predetermined distance. The hardness of the ball
10 is in the range of 1500 to 2000 Hv, and that of the ball
housing 15 is in the range of 200 to 280 Hv. Since the
ball 10 is harder than the ball housing 15, the pressure-
deformation surface 70 is deformed in compliance with
the spherical shape of the ball 10. In this way, the tip unit
1 is finished as shown in Fig. 10.
[0056] Advantageously, in the present embodiment,
the seat-side machined surface 48 has the inner edge
48a acutely projecting upward, thereby being easily
tapped. As shown in Fig. 6, acute angle of the inner edge
48a enables a deformed part 66 to have a reduced vol-
ume deformed by tapping without using a strong force.
[0057] By the tapping, the ball 10 slightly moves back-

ward, thereby forming a gap S1 between the deformed
edge 43 of the tip body 11 and the ball 10, as shown in
Fig. 5. The surface of the seat 45 formed by tapping is
curved or concave in compliance with the spherical sur-
face of the ball 10.
[0058] In using the pen 18, pushing the ball 10 from
the distal end towards the seat 45 by writing pressure
allows the ball 10 to come into contact with the whole
surface of the seat 45, as shown in Fig. 5. Further, as
shown in Fig. 6, the distal edge 54 at the boundary be-
tween the seat 45 and the connecting surface 71 is
brought into contact with the ball 10.
[0059] As shown in Fig. 2, the ball 10 is urged toward
the distal end by means of the urging member 12. Then,
as shown in Fig. 1A, the ink cylinder 6 is installed and
ink 5 is filled therein, so as to obtain the core unit 7. Finally,
as shown in Fig. 1B, the core unit 7 is encased in the
cylindrical shaft 19. Thus, the ball-point pen 18 is finished,
wherein the core unit 7 has an ink follower 8 in the prox-
imal end of the ink cylinder 6.
[0060] The ink follower 8 can be made of non-volatile
or less-volatile organic gel, such as one or more sub-
stances selected from the group consisting of silicon oils,
mineral oils, and polybutene. The ink follower 8 made of
such substances allows the ink 5 to flow smoothly even
when ink is discharged in a relatively large rate.
[0061] As shown in Fig. 5, the tip unit 1 in the present
embodiment has gaps T, S1, and S2. The gap T exists
against the ball 10 near the outlet 61 of the ink channel
47, the gap S2 exists at the spot where the ball 10 is
nearest to the side wall 41 of the ball housing 15, and
the gap S1 exists against the ball 10 near the deformed
edge 43 of the tip body 11.
[0062] When the pen 18 is used, the ink 5 flows from
the capillary hole 16 through the gap T of the outlet 61
of the ink channel 47 at the ball housing 15 to the ball
housing 15, and further flows outside through the gap S1
via the gap S2.
[0063] The sizes of the gaps T, S1, and S2 are deter-
mined in accordance with the outside diameter D of the
ball 10, the deformed amount L, and the inside diameter
of the side wall 41 of the ball housing 15.
[0064] The disadvantages of a known tip unit 120
shown in Figs. 18 and 19 are that as the deformed amount
L becomes larger, the gap S1 becomes wider, with the
consequence of the fact that the distal edge 54 at the
boundary between a seat 105 and the connecting surface
71 shifts outward. This outward shifting causes a de-
crease of the gap T with the ball 10 near the outlet 61 of
the ink channel 47 in accordance with an increase in the
deformed amount L. If the deformed amount L is de-
creased, the gap T becomes wider because of the inward
shifting of the distal edge 54, but on the other hand the
gap S 1 becomes narrower.
[0065] In contrast, according to tip unit 1 in the present
invention, as shown in Fig. 6, the pressure-deformation
surface 70 is formed so as to be a truncated conical sur-
face with its apex toward the distal end, thereby minimiz-
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ing the outward shifting of the distal edge 54 even when
the deformed amount L is large. This minimized outward
shifting leads to a relative increase of the gap T, thereby
discharging more amount of the ink 5.
[0066] It is also possible to make the gap S2 where
the ball 10 nearest approaches the side wall 41 to be
narrower than either of the gaps T and S1. That ensures
regulating of flow rate of the ink 5 by restricting excess
flow of the ink 5 at the gap S2.
[0067] As described above, the known liquid applicator
cannot increase both the gaps S1 and T, and therefore,
one of them remains narrow, thereby preventing an in-
crease of flow rate of liquid. Furthermore, if the flow rate
is regulated at the gaps S1 and T, the gaps S1 and T
change in size because of the irregularity of the deformed
amount L, failing to stably regulate the flow rate. In con-
trast, the tip unit 1 embodying the present invention
broadens both the gaps S1 and T with the minimum
pressing force. Furthermore, another advantage is that
the flow rate is regulated at the gap S2 determined by
the diameters of the ball 10 and the side wall 41, both of
which are precisely finished, thereby ensuring precisely
regulating flow rate in a liquid applicator using plenty of
liquid effluent therefrom.
[0068] According to the tip body 11 embodying the
present invention, the pressure-deformation surface 70
of the tip body 11 is a truncated conical surface with its
apex toward the distal end, thereby making the gap T
wider than the known tip body 100 even with the de-
formed amount L in the same length as the known tip
body 100 as shown in Figs. 19 and the like.
[0069] Modified embodiments will be described below
in detail:

Another embodiment is shown in Figs. 11 and 12
using a tip body 11a. The only difference from the
first-mentioned tip body 11 is in the shape of the seat-
side machined surface 48 of the tip body 11 a; more
specifically, in the shape of its connecting surface
71a of the machined surface 48 of the tip body 11a
compared with the machined surface 48 of the
above-mentioned tip body 11, while the pressure-
deformation surface 70 remains the same. The con-
necting surface is a planar surface perpendicular to
the axis.

[0070] The tip body 11a has the pressure-deformation
surface 70 of the machined surface 48 deformed into a
truncated conical surface with its apex toward the distal
end, but has the connecting surface 71 a that has a dif-
ferent shape from the pressure-deformation surface 70.
The tip body 11a can widen the gap T in the case of the
same deformed amount L as well as the tip body 11 in
the first embodiment. Herein, the connecting surface 71
a may not be a plane surface perpendicular to the axis,
provided that the ball 10 is kept in contact with the surface
71 a after the deformation is performed.
[0071] A third embodiment is shown in Figs. 13 and 14

using a tip body 11b, wherein the tip body 11b is provided
with a modified seat-side machined surface 48, and a
fourth embodiment is shown in Figs. 15 and 16 using a
tip body 11c, wherein the tip body 11c is provided with a
further modified seat-side machined surface 48. Specif-
ically, the features in each of the third and fourth embod-
iments is in the shape of the machined surfaces 48 near
the end in the side of the capillary hole 16, i.e., near the
inner edge 48a as shown in Fig. 14 and 16, which is
different from the first and second embodiments.
[0072] More particularly, each of the pressure-defor-
mation surfaces 70 of the tip bodies 11b and 11c is pro-
vided with a second surface 86 that is not flush with the
first surface 85.
[0073] As shown in Fig. 14, the second surface 86 of
the tip body 11b is located near the capillary hole 16, and
is a planar surface perpendicular to the axis of the tip
body 11b. As shown in Fig. 16, the second surface 86 of
the tip body 11c is located near the capillary hole 16, and
is a truncated conical surface with its apex toward the
proximal end.
[0074] One advantage of the tip bodies 11b and 11c
is that the ball 10 stably positions in the ball housing 15,
without distortion in tapping because of the second sur-
faces 86.
[0075] The ink 5 used in the above-mentioned embod-
iments, which is a water-based ink or a water-based gel
ink, is preferably selected among inks adapted to in-
crease discharge. For example, the following inks may
be used:

(1) ink containing at least adhesive synthetic resin
emulsion and water in the form of capsular film-mak-
ing ingredients;
(2) the ink specified in (1) at least whose 30% wt in
the whole amount of the ink or more is occupied by
the adhesive synthetic resin emulsion;
(3) the ink specified in (1) whose viscosity is in the
range of 5 mPa·s to 100 mPa·s (by an ELD type
viscometer, 1° 34’ cone-rotor, 10 rpm, 20°C);
(4) the ink specified in (1) whose emulsion contains
groups of particles having multiple grain-size distri-
butions;
(5) the ink specified in (1) whose emulsion is of a
type having a lowest film-making temperature (MFT)
of 25°C or less;
(6) the ink specified in (1) containing an adhesive
synthetic resin emulsion having an MFT of 5°C or
less and another adhesive synthetic resin emulsion
having an MFT of at least 50°C;
(7) the ink specified in (1) containing a colorant;
(8) the ink specified in (7) whose colorant is a pigment
containing metal, further containing a thickener;
(9) the ink specified in (1) wherein the adhesive syn-
thetic resin emulsion is selected at least from the
group consisting of acrylic synthetic resin and sty-
rene-based synthetic resin emulsion;
(10) the ink specified in (1) containing a film-making
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agent capable of plasticizing the film-making syn-
thetic resin emulsion; or
(11) the ink specified in (1) containing a perfume.

[0076] The preferred types of ink used for the present
invention are not limited to the above-listed types of ink,
but an oily ink, a whiteout liquid, and any other types of
liquid can be used.
[0077] The discharge amount Z of ink in writing with
the use of the ball-point pen 18 can be at least 100 mg/
10 m.
[0078] Further, suppose that the ball 10 has an outside
diameter D (mm), the writing thickness formed by writing
H (Pm) � 103, and the discharging amount of ink in writing
Z (mg/10m). Then, if the relationship among D, H, and Z
in the pen 18 satisfies at least one of the following con-
ditions (1) to (3), the pen 18 can be used. Herein, the
discharging amount of ink Z (mg/10m) means the dis-
charging amount (mg) in writing for 10 m:

(1) a ball-point pen whose H � 103 / D, which is a
ratio of H to D, is 15 or more;
(2) a boll-point pen whose Z / D, which is a ratio of
Z to D, is 125 or more; or
(3) a ball-point pen whose H � 103 / D is 15 or more,
and Z / D is 125 or more.

[0079] The pen 18 satisfying the above-mentioned re-
quirements can be made at ease by adjusting the ink
gradients, the viscosity and the ball diameter.
[0080] The first embodiment is provided with the urging
member 12, but it can be omitted.
[0081] The present application hereby incorporates
complete contents described in Japanese Applications
Nos. 2003-149512, 2003-149491, and 2003-149640 by
reference herein.

INDUSTRIAL APPLICABILITY

[0082] As described above, the tip unit of the present
invention can be advantageously used for liquid applica-
tors expected to deliver a comparatively large amount of
the liquid. Furthermore, according to the method of pro-
ducing the tip unit of the present invention, the tip units
can be readily produced.

Claims

1. A tip unit (1) used for a liquid applicator (18),
the tip unit (1) comprising a tip body (11) and a ball
(10), the tip body (11) holding the ball (10) near the
distal end thereof,
the tip body (11) having a ball housing (15) adapted
to hold the ball (10), a capillary hole (16), and a prox-
imal bore (17),
the ball housing (15), the capillary hole (16), and the
proximal bore (17) mutually communicating to form

a passage for permitting liquid to flow,
the ball housing (15) having a side wall (41) and a
ball resting seat (45) holding the ball (10) rotatably
and axially movably at a predetermined distance in
the ball housing (15),
the tip body (11) further having a channel or a bore
(47) so as to enable the ball housing (15) to commu-
nicate with the capillary hole (16) and the proximal
bore (17),
the ball housing (15) further having a connecting sur-
face (71) that connects the seat (45) with the side
wall (41),
the seat (45) being located inside the connecting sur-
face (71), characterized in that the connecting sur-
face (71) has a shape projecting toward the distal
end of the tip body (11).

2. The tip unit (1) according to claim 1,
wherein the connecting surface (71) has a shape of
a truncated conical surface with its apex toward the
distal end of the tip unit (1).

3. The tip unit (1) according to claim 1,
wherein the ball housing (15) is provided with a re-
cess at its bottom.

4. A liquid applicator (18) incorporating the tip unit (1)
according to claim 1.

5. The liquid applicator (18) according to claim 4,
wherein the liquid applicator (18) is a ball-point pen
using a water-based ink or a water-based gel as the
liquid.

6. The liquid applicator (18) according to claim 4,
wherein the ball (10) is urged toward the distal end.

7. A method for producing tip unit (1) for a liquid appli-
cator (18),
wherein the tip unit (1) comprises a tip body (11) and
a ball (10),
the tip body (11) having a ball housing (15) and a
capillary hole (16),
the ball housing (15) having a side wall (41) and a
seat-side machined surface (48) and holding the ball
(10),
the side wall (41) having a shape of a cylindrical inner
wall,
the machined surface (48) functioning as a bottom
surface of the ball housing (15),
the method comprising:

a first step of producing the tip body (11) by drill-
ing a solid material to form a ball housing (15)
and a capillary hole (16) therein;
a second step of placing the ball (10) into the
ball housing (15);
a third step of deforming the distal end portion
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of the tip body (11) toward the ball (10);
a fourth step of pushing the ball (10) from the
distal end toward the capillary hole (16) so as to
deform a pressure-deformation surface (70) co
n-stituting a part of the machined surface (48)
to form a seat (45);
wherein in the first step a portion to be the pres-
sure-deformation surface (70) is formed to have
a projecting portion toward the distal end of the
tip body (11);

characterized in that the first step includes machin-
ing the pressure-deformation surface (70) so as to
form a first surface having a shape of a truncated
conical surface with its apex toward the distal end of
the tip unit (1);
and the first step includes forming a non-pressure
surface (72), which is a portion of the machined sur-
face (48) not to be deformed in the fourth step, so
as to be flush with the first surface such that the whole
seat-side machined surface is shaped into a truncat-
ed conical surface with its apex toward the distal end
of the tip unit (1).

8. The method according to claim 7,
wherein the first step includes forming the projecting
portion so as to be located inside of the machined
surface (48).

9. The method according to claim 7,
wherein the first step includes forming a second sur-
face in a portion in the pressure-deformation surface
(70) that is continuous to the capillary hole (16); and
wherein the second surface is not flush with the first
surface, but is a planar surface or a truncated conical
surface with its apex toward the proximal end of the
tip unit (1).

10. The method according to claim 7,
wherein the first step is processed by cutting.

11. The method according to claim 7,
wherein the first step includes arranging the side wall
(41) of the ball housing (15) and the capillary hole
(16) co-axially.

12. The method according to claim 7, further comprising
a step of broaching a channel communicating the
ball housing (15) with the capillary hole (16) or the
proximal bore (17).

13. The method according to claim 12,
wherein the step as set forth in claim 12 comprises
broaching the channel to be open in the capillary
hole (16).

14. The method according to claim 7, further comprising
a step of producing the distal end portion of the tip

body (11) into a substantially conical shape from a
solid cylindrical material.

Patentansprüche

1. Spitzeneinheit (1) zur Verwendung in einem Flüssig-
keitsapplikator (18), wobei die Spitzeneinheit (1) ei-
nen Spitzenkörper (11) und eine Kugel (10) umfasst,
der Spitzenkörper (11) die Kugel (10) nahe seines
distalen Endes hält, der Spitzenkörper (11) ein Ku-
gelgehäuse (15), das angepasst ist um die Kugel
(10) zu halten, eine Kapillarbohrung (16) und eine
proximale Bohrung (17) aufweist, das Kugelgehäuse
(15), die Kapillarbohrung (16), und die proximale
Bohrung (17) untereinander kommunizieren, um ei-
nen Durchlass zu bilden, der einen Flüssigkeitsfluss
ermöglicht, das Kugelgehäuse (15) eine Seitenwand
(41) und einen Kugelruhesitz (45), der die Kugel (10)
drehbar und axial beweglich an einem vorbestim-
men Abstand in dem Kugelgehäuse (15) hält, auf-
weist, der Spitzenkörper (11) weiterhin einen Kanal
oder ein Bohrloch (47) aufweist, um zu ermöglichen,
dass das Kugelgehäuse (15) mit der Kapillarbohrung
(16) und der proximalen Bohrung (17) kommuniziert,
das Kugelgehäuse (15) weiterhin eine Verbindungs-
oberfläche (71) aufweist, welche den Sitz (45) mit
der Seitenwand (41) verbindet, der Sitz (45) sich in-
nerhalb der Verbindungsoberfläche (71) befindet,
dadurch gekennzeichnet, dass die Verbindungs-
oberfläche (71) eine zum distalen Ende des Spitzen-
körpers (11) vorstehende Form aufweist.

2. Spitzeneinheit (1) nach Anspruch 1, wobei die Ver-
bindungsoberfläche (71) die Form einer abgeschnit-
tenen konischen Oberfläche aufweist, deren Spitze
in Richtung des distalen Endes der Spitzeneinheit
(1) zeigt.

3. Spitzeneinheit (1) entsprechend Anspruch 1, wobei
das Kugelgehäuse (15) mit einer Aussparung an sei-
nem Boden versehen ist.

4. Flüssigkeitsapplikator (18), umfassend die Spitzen-
einheit nach Anspruch 1.

5. Flüssigkeitsapplikator (18) nach Anspruch 4, wobei
der Flüssigkeitsapplikator (18) ein Kugelschreiber
ist, der eine wasserbasierte Tinte oder ein wasser-
basiertes Gel als Flüssigkeit verwendet.

6. Flüssigkeitsapplikator (18) nach Anspruch 4, wobei
die Kugel (10) zum distalen Ende gedrückt wird.

7. Verfahren zur Herstellung einer Spitzeneinheit (1)
für einen Flüssigkeitsapplikator (18), wobei die Spit-
zeneinheit (1) einen Spitzenkörper (11) und eine Ku-
gel (10) umfasst, der Spitzenkörper (11) ein Kugel-
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gehäuse (15) und eine Kapillarbohrung (16) auf-
weist, das Kugelgehäuse (15) eine Seitenwand (41)
und eine sitzseitig bearbeitete Oberfläche (48) auf-
weist und die Kugel (10) hält, die Seitenwand (41)
die Form einer zylindrischen Innenwand aufweist,
die bearbeitete Oberfläche (48) als Bodenfläche für
das Kugelgehäuse (15) fungiert,
wobei das Verfahren umfasst:

einen ersten Schritt, der Herstellung des Spit-
zenkörpers (11) durch Bohrung eines festen
Stoffes um ein Kugelgehäuse (15), und eine ka-
pillare Bohrung (16) darin zu formen;
einen zweiten Schritt, bei dem die Kugel (10) in
dem Kugelgehäuse (15) platziert wird;
einen dritten Schritt, bei dem der distale Endbe-
reich des Spitzenkörpers (11) zur Kugel (10) hin
deformiert wird;
einen vierten Schritt, bei dem die Kugel (10) vom
distalen Ende zur Kapillarbohrung (16) gedrückt
wird, um eine Druckverformungsoberfläche (70)
zu deformieren, die einen Teil der bearbeiteten
Oberfläche (48) bildet, um einen Sitz (45) zu bil-
den;
wobei im ersten Schritt ein Bereich, der die
Druckverformungsoberfläche (70) wird, so ge-
formt wird, dass er einen zum distalen Ende des
Spitzenkörpers (11) vorstehenden Bereich auf-
weist;

dadurch gekennzeichnet, dass der erste Schritt
die Bearbeitung der Druckverformungsoberfläche
(70) umfasst, um eine erste Oberfläche zu formen,
die die Form einer abgeschnittenen konischen Ober-
fläche aufweist, deren Spitze zum distalen Ende der
Spitzeneinheit (1) weist;
und der erste Schritt die Bildung einer druckfreien
Oberfläche (72) umfasst, die ein Teil der bearbeite-
ten Oberfläche (48) ist, die nicht im vierten Schritt
deformiert wird, derart, dass sie bündig mit der er-
sten Oberfläche ist, so dass die gesamte sitzseitig
bearbeitete Oberfläche in eine abgeschnittene koni-
sche Oberfläche geformt wird, deren Spitze zum di-
stalen Ende der Spitzeneinheit (1) weist.

8. Verfahren nach Anspruch 7, wobei der erste Schritt
umfasst, dass der vorstehende Bereich derart ge-
formt wird, dass er sich innerhalb der bearbeiteten
Oberfläche (48) befindet.

9. Verfahren nach Anspruch 7, wobei der erste Schritt
umfasst, dass eine zweite Oberfläche in einem Be-
reich in der Druckverformungsoberfläche (70) ge-
formt wird, die sich durchgehend bis zur Kapillarboh-
rung (16) erstreckt; und wobei die zweite Oberfläche
nicht bündig mit der ersten Oberfläche ist, sondern
eine planare Oberfläche oder eine abgeschnittene
konische Oberfläche, deren Spitze zum proximalen

Ende der Spitzeneinheit (1) weist, ist.

10. Verfahren nach Anspruch 7, wobei der erste Schritt
durch Schneiden durchgeführt wird.

11. Verfahren nach Anspruch 7, wobei der erste Schritt
umfasst, die Seitenwand (41) des Kugelgehäuses
(15) und die Kapillarbohrung (16) koaxial anzuord-
nen.

12. Verfahren nach Anspruch 7, weiterhin einen Schritt
umfassend, einen Kanal zu öffnen, der das Kugel-
gehäuse (15) mit der Kapillarbohrung (16) oder der
proximalen Bohrung (17) verbindet.

13. Verfahren nach Anspruch 12, wobei der Schritt, der
in Anspruch 12 beschrieben ist, umfasst, den Kanal
derart zu öffnen, dass er sich in die Kapillarbohrung
(16) öffnet.

14. Verfahren nach Anspruch 7, weiterhin umfassend
einen Schritt, den distalen Endbereich des Spitzen-
körpers (11) in eine im Wesentlichen konische Form
aus einem festen zylindrischen Material zu produ-
zieren.

Revendications

1. Unité de pointe (1) utilisée pour un applicateur de
liquide (18),

- l’unité de pointe (1) comprenant un corps de
pointe (11) et une bille (10), le corps de pointe
(11) tenant la bille (10) près de l’extrémité distale
de celui-ci,
- le corps de pointe (11) ayant un logement de
bille (15) adapté pour tenir la bille (10), un trou
capillaire (16), et un trou proximal (17),
- le logement de bille (15), le trou capillaire (16),
et le trou proximal (17) communiquant mutuel-
lement pour former un passage pour permettre
au liquide couler,
- le logement de bille (15) ayant une paroi laté-
rale (41) et un siège appuyant la bille (45) tenant
la bille (10) à possibilité de rotation et de mou-
vement axiale à une distance prédéterminé
dans le logement de bille (15),
- le corps de pointe (11) ayant de plus un canal
ou un dégagement (47) pour permettre au loge-
ment de bille (15) communiquer avec le trou ca-
pillaire (16) et le trou proximal (17),
- le logement de bille (15) ayant de plus une
surface de connexion (71) qui connecte le siège
(45) avec la paroi latérale (41),
- le siège (45) étant logé à l’intérieur de la surface
de connexion (71), caractérisé en ce que la
surface de connexion (71) présente une forme
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saillant vers l’extrémité distale du corps de poin-
te (11).

2. Unité de pointe (1) selon la revendication 1, où la
surface de connexion (71) a une forme d’une surface
tronconique avec son apex vers l’extrémité distale
de l’unité de pointe (1).

3. Unité de pointe (1) selon la revendication 1, où le
logement de bille (15) est pourvu avec un dégage-
ment à sa partie inférieure.

4. Applicateur de liquide (18) incorporant l’unité de
pointe (1) selon la revendication 1.

5. Applicateur de liquide (18) selon la revendication 4,
où l’applicateur de liquide (18) est un stylo à bille
utilisant une encre à base d’eau ou un gel à base
d’eau comme liquide.

6. Applicateur de liquide (18) selon la revendication 4,
où la bille est pressée vers l’extrémité distale.

7. Procédé pour produire l’unité de pointe (1) pour un
applicateur de liquide (18),

- où l’unité de pointe (1) comprend un corps de
pointe (11) et une bille (10),
- le corps de pointe (11) ayant un logement de
bille (15) et un trou capillaire (16),
- le logement de bille (15) ayant une paroi laté-
rale (41) et une surface usinée latérale de siège
(48) et tenant la bille (10),
- la paroi latérale (41) ayant une forme d’une
paroi intérieure cylindrique,
- la surface usinée (48) fonctionnant comme une
surface inférieure du logement de bille (15),

le procédé comprenant:

- une première étape pour produire le corps de
pointe (11) en perçant un matériau solide pour
former un logement de bille (15) et un trou ca-
pillaire (16) là dedans;
- une seconde étape de placer la bille (10) dans
le logement de bille (15);
- une troisième étape de déformer la partie d’ex-
trémité distale du corps de pointe (11) vers la
bille (10);
- une quatrième étape de pousser la bille (10)
de l’extrémité distale vers le trou capillaire (16)
pour déformer une surface de déformation sous
pression (70) constituant une partie de la surfa-
ce usinée (48) pour former le siège (45);
- où dans la première étape une partie pour être
la surface de déformation par pression (70) est
formée pour avoir une partie saillante vers l’ex-
trémité distale du corps de pointe (11);

- caractérisé en ce que la première étape com-
prend l’usinage de la surface de déformation par
pression (70) pour former une première surface
ayant une forme d’une surface tronconique avec
son apex vers l’extrémité distale de l’unité de
pointe (1);
- et la première étape comprend la formation
d’une surface sans pression (72), qui est une
partie de la surface usiné (48) sans être défor-
mée dans la quatrième étape, pour être jointe
avec la première surface de sorte que toute la
surface usinée latérale de siège soit de la forme
d’une surface tronconique avec son apex vers
l’extrémité distale de l’unité de pointe (1).

8. Procédé selon la revendication 7, où la première éta-
pe comprend la formation de la portion saillante pour
être logée à l’intérieur de la surface usinée (48).

9. Procédé selon la revendication 7,

- où la première étape comprend la formation
d’une seconde surface dans une partie dans la
surface de déformation par pression (70) qui est
continue au trou capillaire (16); et
- où la seconde surface n’est pas jointe avec la
première surface, mais est une surface plane
ou une surface tronconique avec son apex vers
l’extrémité proximale de l’unité de pointe (1).

10. Procédé selon la revendication 7, où la première éta-
pe est traitée par coupe.

11. Procédé selon la revendication 7, où la première éta-
pe comprend l’arrangement coaxial de la paroi laté-
rale (41) du logement de bille (15) et du trou capillaire
(16);

12. Procédé selon la revendication 7, comprenant de
plus une étape de brochage d’un canal pour com-
muniquer le logement de bille (15) avec le trou ca-
pillaire (16) ou le trou proximal (17).

13. Procédé selon la revendication 12, où l’étape telle
que présentée dans la revendication 12 comprend
le brochage du canal pour être ouvert dans le trou
capillaire (16).

14. Procédé selon la revendication 7, comprenant de
plus une étape de produire la partie d’extrémité dis-
tale du corps de pointe (11) dans une forme subs-
tantiellement conique à partir d’un matériau cylindri-
que solide.
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