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(54) SOFT TOUCH RESIN AND TRANSACTION CARD COMPRISING THE SAME, METHOD OF 
MANUFACTURING SAID TRANSACTION CARD

(57) Apparatuses and methods are provided for
manufacturing a transaction card. The disclosed appa-
ratuses and methods may be used to form a transaction
card frame configured to house a data storage compo-

nent. The card frame may be formed of a resin mixture
comprising a thermoplastic elastomer (TPE). The card
frame may also have a Shore D hardness in the range
of 20-80.
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Description

CROSS-REFERENCE TO RELATED APPLICATIONS

TECHNICAL FIELD

[0001] The disclosed embodiments generally relate to
transaction cards, and particularly, to transaction cards
comprising a soft touch resin.

BACKGROUND

[0002] Transaction cards, such as credit and debit
cards, have increasingly become a primary means for
customers to complete financial transactions. Typically,
transaction cards are cut from laminated sheets of poly-
vinyl chloride (PVC) or polycarbonate (PC), or other sim-
ilar materials. After the overall shape of the card is
formed, the card may be modified to add functional and/or
visual features. For example, a magnetic strip and/or mi-
crochip may be affixed to one side, the card may be
stamped with the card number and customer name, and
color or a design may be added for appearance.
[0003] In addition, as transaction cards increase in
prevalence, expectations for transaction card quality
have increased. Transaction cards have increasingly
been made to meet higher standards regarding materi-
als, durability, and overall "fit and finish." Recently,
heightened expectations of how a transaction card "feels"
in a customer’s hand, including aspects of tactile re-
sponse and substance (i.e., weight) have garnered the
attention of card manufacturers. One particular goal of
card manufacturers is to deliver cards that have a "soft
touch" feel. A "soft touch" feel may be described as a
haptic sensation that occurs when a person touches
something that, for example, feels soft, smooth, plush,
and/or satiny.
[0004] Because PVC and PC transaction cards do not
naturally provide a soft touch feeling, attempts to create
a soft touch feel on PVC and PC transaction cards have
been made using special coatings or coating additives.
For example, soft touch coatings comprising poly-
urethane have been developed, which can be sprayed
over a transaction card to deliver a soft touch feeling.
Polyurethane additives have also been developed, which
can be added to paints and protective coatings to provide
a soft touch feel.
[0005] However, known specialized soft touch coat-
ings and coatings modified with soft touch additives do
not meet manufacturers’ standards of durability for use
with transaction cards. That is, such coatings can wear
out or the soft touch feel can be lost well in advance of
the service life of the transaction card. The application
of soft touch coatings also introduces additional steps in
the manufacturing process, which can decrease through-
put and increase manufacturing costs. Further, the ap-
plication of additional layers to a transaction card can
increase the overall thickness of the card and affect card

performance over the life of the card.
[0006] The present disclosure is directed to overcom-
ing one or more of the problems set forth above and/or
other problems associated with conventional transaction
cards.

SUMMARY

[0007] The disclosed embodiments include a transac-
tion card. The transaction card can comprise a card frame
that can be configured to house a data storage compo-
nent. In some aspects, the card frame may have a Shore
D hardness in the range of 20-80. In other aspects, the
card frame may have a Shore D hardness in the range
of 40-60.
[0008] The card frame can be formed of a resin mixture,
and the resin mixture can comprise a thermoplastic elas-
tomer (TPE). The TPE can be a polyester elastomer. The
resin mixture can further comprise an acetal homopoly-
mer or polybutylene terephthalate (PBT). The TPE can
have a flexure modulus in the range of 500-1150 MPa.
The TPE can further have a Shore A hardness greater
than 15 and a Shore D hardness less than 85. In other
aspects, the TPE can have a Shore D hardness in the
range of 70-85. The acetal homopolymer can have a
Rockwell M hardness in the range of 18-94 and a Rock-
well R hardness in the range of 102-122. The PBT can
have a flexural modulus in the range of 1600-8500 MPa
and a flexural strength in the range of 50-200 MPa.
[0009] In some aspects, the card frame of the transac-
tion card can further be configured to house a transaction
component. The card frame can, also, comprise a pocket.
The pocket can comprise a first surface, a second sur-
face, and a third surface. The second surface can be
recessed a first depth from the first surface of the card
frame, and the third surface can be recessed a second
depth from the first surface of the card frame. The second
depth may be greater than the first depth. In some as-
pects, the third surface can form a base portion of the
pocket. The first depth can be 0.21 mm with an error
tolerance of 6 0.02 mm, and the second depth can be
0.62 mm with an error tolerance of 6 0.02 mm. In some
aspects, the second surface can be configured to house
a contact plate of the transaction component, and the
third surface can be configured to house the transaction
component.
[0010] The transaction component can be a microchip
or a communication device. In some aspects, the trans-
action component can comprise a Near Field Communi-
cation (NFC) device, an antenna, a Bluetooth® device,
or a WiFi device.
[0011] Consistent with another disclosed embodiment,
a method of manufacturing a transaction card is provided.
The method may include providing a resin mixture com-
prising a TPE. The method may further include forming
a card frame from the resin mixture, wherein the card
frame is configured to house a data storage component.
The card frame may have a Shore D hardness in the
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range of 20-80.
[0012] The TPE can be a polyester elastomer. The res-
in mixture can further comprise an acetal homopolymer
or polybutylene terephthalate (PBT). The TPE can have
a flexure modulus in the range of 500-1150 MPa. The
TPE can further have a Shore A hardness greater than
15 and a Shore D hardness less than 85. In other aspects,
the TPE can have a Shore D hardness in the range of
70-85. The acetal homopolymer can have a Rockwell M
hardness in the range of 18-94 and a Rockwell R hard-
ness in the range of 102-122. The PBT can have a flexural
modulus in the range of 1600-8500 MPa and a flexural
strength in the range of 50-200 MPa.
[0013] In some aspects, the method can further include
providing a mold comprising a first plate configured to
form the card frame. The method can further include
forming a pocket on the card frame to house the trans-
action component. The pocket can comprise a first sur-
face, a second surface, and a third surface. The second
surface can be recessed a first depth from the first surface
of the card frame, and the third surface can be recessed
a second depth from the first surface of the card frame.
The second depth may be greater than the first depth. In
some aspects, the third surface can form a base portion
of the pocket. The first depth can be 0.21 mm with an
error tolerance of 6 0.02 mm, and the second depth can
be 0.62 mm with an error tolerance of 6 0.02 mm. In
some aspects, the second surface can be configured to
house a contact plate of the transaction component, and
the third surface can be configured to house the trans-
action component.
[0014] The method can further include providing a
transaction component that can be a microchip or a com-
munication device. In some aspects, the transaction
component can comprise a Near Field Communication
(NFC) device, an antenna, a Bluetooth® device, or a WiFi
device.
[0015] It is to be understood that both the foregoing
general description and the following detailed description
are exemplary and explanatory only and are not restric-
tive of the disclosed embodiments, as claimed.

BRIEF DESCRIPTION OF THE DRAWINGS

[0016] The accompanying drawings, which are incor-
porated in and constitute a part of this specification, il-
lustrate disclosed embodiments and, together with the
description, serve to explain the disclosed embodiments.
In the drawings:

Fig. 1 is a block diagram of an exemplary transaction
system, consistent with disclosed embodiments;
Fig. 2 is a front view of an exemplary transaction
card frame, consistent with disclosed embodiments;
Fig. 3 is a back view of an exemplary transaction
card frame, consistent with disclosed embodiments;
Fig. 4 is a cross-sectional view of the exemplary
transaction card frame depicted in Fig. 2, taken along

line 4-4, consistent with disclosed embodiments;
Fig. 5 is a cross-sectional view of an exemplary mold,
consistent with disclosed embodiments;
Fig. 6 is an isometric and pictorial view of an exem-
plary milling setup, consistent with disclosed embod-
iments; and
Fig. 7 is a flowchart showing an exemplary method
for forming a transaction card, consistent with the
disclosed embodiments.

DETAILED DESCRIPTION

[0017] Reference will now be made in detail to the dis-
closed embodiments, examples of which are illustrated
in the accompanying drawings. Wherever convenient,
the same reference numbers will be used throughout the
drawings to refer to the same or like parts.
[0018] Disclosed embodiments include transaction
cards and methods for manufacturing a transaction card.
For example, disclosed embodiments include a transac-
tion card having a card frame configured to house a data
storage component, wherein the card frame is formed of
a resin mixture comprising a thermoplastic elastomer
(TPE), and the card frame has a Shore D hardness in
the range of 20-80. Disclosed embodiments also include
a method of manufacturing a transaction card including
the steps of providing a resin mixture comprising a ther-
moplastic elastomer (TPE) and forming a card frame from
the resin mixture, wherein the card frame is configured
to house a data storage component, wherein the card
frame has a Shore D hardness in the range of 20-80.
Disclosed embodiments may improve transaction card
performance and durability, and reduce costs or com-
plexity of card manufacturing when compared to tradi-
tional processes.
[0019] The term "transaction card," as used herein,
may refer to any physical card product that is configured
to provide information, such as financial information (e.g.,
card numbers, account numbers, etc.), quasi-financial
information (e.g., rewards balance, discount information,
etc.) and/or individual-identifying information (e.g.,
name, address, etc.), when the card is read by a card
reader. Examples of transaction cards include credit
cards, debit cards, gift cards, rewards cards, frequent
flyer cards, merchant-specific cards, discount cards,
identification cards, membership cards, insurance cards,
and driver’s licenses, but are not limited thereto. For ex-
ample, disclosed features may be applicable to, for ex-
ample, key fobs, cellular phone cases and covers, com-
puter interface devices (e.g., keyboard, mouse, etc.),
wallets, and/or other articles.
[0020] Fig. 1 illustrates an exemplary transaction sys-
tem 10. Transaction system 10 may include a computing
system configured to receive and send information be-
tween the components of transaction system 10 and with
components outside of transaction system 10. Transac-
tion system 10 may include a financial service provider
system 12 and a merchant system 14 communicating
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with each other through a network 16. Transaction sys-
tem 10 may include additional and/or alternative compo-
nents.
[0021] Financial service provider system 12 may in-
clude one or more computer systems associated with an
entity that provides financial services. For example, the
entity may be a bank, credit union, credit card issuer, or
other type of financial service entity that generates, pro-
vides, manages, and/or maintains financial service ac-
counts for one or more customers. Financial service ac-
counts may include, for example, credit card accounts,
checking accounts, savings accounts, loan accounts, re-
ward accounts, and any other types of financial service
accounts. Financial service accounts may be associated
with physical financial service transaction cards, such as
credit or debit cards that customers use to perform finan-
cial service transactions, such as purchasing goods
and/or services online or at a point of sale (POS) terminal.
Financial service accounts may also be associated with
electronic financial products and services, such as a dig-
ital wallet or similar account that may be used to perform
electronic transactions, such as purchasing goods and/or
services online.
[0022] Merchant system 14 may include one or more
computer systems associated with a merchant. For ex-
ample, merchant system 14 may be associated with an
entity that provides goods and/or services (e.g., a retail
store). The merchant may include brick-and-mortar loca-
tion(s) that a customer may physically visit and where
the customer can purchase goods and services using
the transaction cards. Such physical locations may in-
clude computing devices (e.g., merchant system 14) that
perform financial service transactions with customers
(e.g., POS terminal(s), kiosks, etc.). Additionally or alter-
natively, merchant system 14 may be associated with a
merchant who provides an electronic shopping environ-
ment, such as a website or other online platforms that
consumers may access using a computer through brows-
er software, a mobile application, or similar software.
Merchant system 14 may include a client device, such
as a laptop computer, desktop computer, smart phone,
or tablet, which a customer may operate to access the
electronic shopping mechanism.
[0023] Network 16 may include any type of network
configured to facilitate communications and data ex-
change between components of transaction system 10,
such as, for example, financial service provider system
12 and merchant system 14. Network 16 may include a
Local Area Network (LAN) or a Wide Area Network
(WAN) such as the Internet. Network 16 may be a single
network or a combination of networks. Network 16 is not
limited to the above examples and transaction system
10 may implement any type of network that allows entities
(shown and not shown) of transaction system 10 to ex-
change data and information.
[0024] Transaction system 10 may be configured to
conduct a transaction using a transaction card 20. In
some embodiments, financial service provider system 12

may provide transaction card 20 to a customer for use in
conducting transactions associated with a financial serv-
ice account held by the customer. For example, the cus-
tomer may use transaction card 20 at a merchant location
to make a purchase. During the course of the purchase,
information may be transferred from transaction card 20
to merchant system 14 (e.g., a point of sale device). For
example, transaction card 20 may include a transaction
device, such as an EMV chip (Europay, MasterCard, Vi-
sa), an NFC (near field communication) device, a mag-
netic stripe (or "mag stripe"), or other type of device con-
figured to store, transmit, send, or receive transaction
date. The transaction device may be configured to ex-
change information with merchant system 14 during the
course of a transaction. Merchant system 14 may com-
municate with financial service provider system 12 via
network 16 to verify the information and to complete or
deny the transaction. For example, merchant system 14
may receive account information from transaction card
20. Merchant system 14 may transmit the account infor-
mation and a purchase amount, among other transaction
information, to financial service provider system 12. Fi-
nancial service provider system 12 may settle the trans-
action by transferring funds from the customer’s financial
service account to a financial service account associated
with the merchant.
[0025] While transaction system 10 and transaction
card 20 are depicted and described in relation to trans-
actions that involve customers, merchants, and financial
service providers, it should be understood that these en-
tities are used only as an example to illustrate one envi-
ronment in which transaction card 20 may be used.
Transaction card 20 is not limited to financial products
and may be any physical card product or other type of
data storage and/or data transmission device that is con-
figured to store, send, receive, represent, encode, de-
code, or be indicative of transaction information (or other
information, such as identification information, account
information, membership information, and the like) when
interacting with a corresponding reader device (e.g., a
card reader, NFC reader, EMV chip reader, or other me-
dia reader). For example, transaction card 20 may be an
identification card configured to provide information to a
device in order to identify the holder of the card (e.g.,
driver’s license), an insurance card, membership card, a
card indicating a licensure (e.g., a driver’s license), or
the like. Similarly, financial service provider system 12
and merchant system 14 need not relate solely to finan-
cial transactions. As non-limiting examples of these sys-
tems’ non-financial aspects, financial service provider
system 12 may administer insurance plan accounts or
licensures (e.g., the ability to do something, such as drive
an automobile or buy fireworks), and merchant system
14 may read information from transaction card, such as
an identity or other information related to the owner/hold-
er of the card.
[0026] In some embodiments, transaction card 20 may
further include a transaction component 22 disposed on
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or in a transaction card frame ("card frame") 24. As used
herein, a "transaction component" may be one or more
devices and/or elements configured to receive, store,
process, provide, transfer, send, delete, and/or generate
information. For example, transaction component 22
may be a microchip (e.g., EMV chip), a communication
device (e.g., Near Field Communication (NFC) antenna,
Bluetooth® device, WiFi device), etc. Transaction com-
ponent 22 may be secured (or affixed, attached) to card
frame 24 in such a way that allows card frame 24 to carry
transaction component 22 while maintaining a utility of
transaction component 22 (e.g., allowing transaction
component 22 to interact with merchant system 14). (In
some embodiments, transaction component 22 may be
non-electronic, such as a magnetic strip, a barcode,
Quick Response (QR) code.)
[0027] Fig. 2 is a front view of an exemplary card frame
24. Fig. 3 is a rear view of card frame 24. Fig. 2 shows
a front side 26 of card frame 24 and Fig. 3 shows a rear
side 28 of card frame 24. As shown in Fig. 2, card frame
24 may include a pocket 30 configured to accommodate
(or receive, affix, or secure) transaction component 22.
Pocket 30 may include features that accommodate a par-
ticular geometry of transaction component 22 or enable
transaction component 22 to be fixed (or secured, affixed,
attached, or embedded) to card frame 24. For example,
Fig. 4 shows a cross-sectional view of pocket 30 of the
exemplary transaction card of Fig. 2 along section line
4-4. The cross-sectional view of pocket 30 shows several
surfaces (e.g., surfaces 32, 34, and 36) at varying depths
for accommodating transaction component 22, as dis-
cussed in further details below.
[0028] Card frame 24 may include an upper surface
32 (or first surface 32). Pocket 30 may include a second
surface 34 recessed a first depth from first surface 32 of
card frame 24. Pocket 30 may also include a third surface
36. Third surface 36 may be recessed a second depth
from first surface 32. The second depth may be greater
than the first depth. That is, third surface 36 may form a
base portion of pocket 30, and second surface 34 may
form an elevated surface at a certain height above third
surface 36. The dimensions and depths of second sur-
face 34 and third surface 36 may be set based on a plu-
rality of criteria such as the size of a particular transaction
component, industry standards, manufacturing toleranc-
es, or other considerations. Based on the geometry of
the transaction component to be embedded in pocket 30,
pocket 30 may include fewer (e.g., one) or more (e.g.,
three, four, etc.) surfaces recessed from first surface 32.
[0029] For example, in some embodiments, pocket 30
may be configured to accommodate a microchip, such
as an EMV chip. In these embodiments, first surface 32
may be referred to as P0. Second surface 34 may be
referred to as P1 and used as a glue layer for a contact
plate of the EMV chip. Third surface 36 may be referred
to as P2 and used as a deeper pocket to accommodate
the depth of the EMV chip itself.
[0030] Fig. 4 illustrates a cross-sectional view of an

exemplary embodiment of card frame 24 shown in Fig.
2 taken along line 4-4. Fig. 4 includes a magnified view
of pocket 30 which illustrates surfaces 32, 34, and 36.
As shown in the magnified view of pocket 30, second
surface 34 is recessed a first depth H1 from first surface
32, and third surface 36 is recessed a second depth H2
from first surface 32. The dimensions (e.g., widths and
heights or depths) of surfaces 32, 34, and 36 may vary
based on the dimensions of the transaction component.
For example, in some embodiments, first depth H1 may
be 0.21 mm (with an error tolerance of +/- 0.02 mm), and
second depth H2 may be 0.62 mm (with an error toler-
ance of +/- 0.02 mm).
[0031] Card frame 24 may be manufactured using a
molding process, such as an injection molding process
or a compression molding process. Although injection
molding is discussed in detail as an example of the mold-
ing process, some features discussed below may also
be applied to the compression molding process.
[0032] Fig. 5 is a cross-sectional view of an exemplary
injection molding setup, which may include of a first plate
38 (or first component) of an exemplary mold 40 for man-
ufacturing card frame 24. Mold 40 may be constructed
of any material or materials suitable for use as an injection
or compression mold, such as various grades of steel or
aluminum. First plate 38 includes a surface 42 that de-
fines first surface 32 of card frame 24. In some embodi-
ments, surface 42 is substantially flat. Surface 42 may
include a protrusion structure 44 protruding from the rest
of surface 42. Protrusion structure 44 defines the shape
and dimension of pocket 30.
[0033] First plate 38 may include a gate 46 formed on
surface 42. Gate 46 is an opening on surface 42, and is
configured to receive a material for forming card frame
24 during the injection molding process. Gate 46 may be
connected with a channel 48 extending throughout the
thickness of first plate 38. First plate 38 may be config-
ured to join with, connect to, or otherwise abut a second
plate 50. Second plate 50 may include a surface 52. Sur-
face 52 may include a shape corresponding to rear side
28 of card frame 24 and may define rear side 28.
[0034] Gate 46 may be connected with channel 48 for
receiving a material for constructing or forming card
frame 24 during a molding process. For instance, during
manufacturing, a material for constructing card frame 24
may be heated and injected through channel 48 and gate
46 such that the material fills a cavity 54 between sur-
faces 42 and 52, thereby forming card frame 24 with
pocket 30.
[0035] In some embodiments, card frame 24 may be
manufactured using a milling process, such as a compu-
ter numerical control (CNC) milling process or another
automated, semi-automated, or manual milling process.
For example, with reference to Fig. 6, a CNC machine
56 or other type of mill or milling machine may be used
to mill card frame 24 from card stock. Card stock may
include a sheet or other piece of card material that has
been molded, pressed, rolled or otherwise formed from
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desired materials or ingredients for forming card frame
24. The milling process may also include milling away a
space (e.g., pocket 30) of a desired size for accommo-
dating or receiving transaction component 22.
[0036] In some embodiments, one or more surfaces of
pocket 30 may be formed by a molding process, and one
or more surfaces of pocket 30 may be formed by a milling
process. For example, one or more of surfaces 32, 34,
and 36 (referring to Fig. 4) may be formed during a pre-
liminary molding process, whereas one or more others
of surfaces 32, 34, and 36 may be subsequently formed
by a milling process after card frame 24 is removed from
mold 40. In some embodiments, undesired or excessive
materials may be milled away from the interior of the re-
cessed portion. For example, marks, such as those left
by a gate or ejection pin may be milled away after the
injection molding process is complete. Such defects may
be minor such that they are considered acceptable or
imperceptible or alternatively may be removed by cor-
rective steps such as sanding, buffing, grinding, or mill-
ing.
[0037] In other embodiments pocket 30 may be fully
formed without additional milling. As an example, mold
40 may produce card frame 24 of appropriate dimensions
such that an EMV chip may be affixed within pocket 30
as a next step in a transaction card manufacturing proc-
ess after removing card frame 24 from mold 40.
[0038] To impart a soft touch feel on transaction card
20, card frame 24 may be formed of a material or com-
bination of materials that inherently possesses soft touch
qualities after the completion of the manufacturing proc-
ess. That is, materials used in the injection molding proc-
ess or materials from which card stock is made for the
milling process may be selected such that the resulting
card frame 24 possesses a soft touch feel without the
subsequent addition of special coatings or laminates de-
signed to impart a soft touch feel. In this way, the process
of manufacturing a transaction card with a soft touch feel
may be simplified by eliminating manufacturing steps.
Additionally, the process of manufacturing a transaction
card may be made less expensive by reducing manufac-
turing time and material costs (e.g., by requiring fewer
materials), as compared to known processes of produc-
ing a transaction card with a soft touch feel (e.g., spray-
on applications).
[0039] Additionally, soft touch qualities may impart
transaction card 20 with a higher coefficient of friction,
which may advantageously reduce instances of transac-
tion card 20 being dropped and, as a result, becoming
lost. That is, the soft touch materials disclosed herein
may, in addition to providing a desired tactile quality to
transaction card 20, increase the coefficient of friction on
card surfaces, which may reduce the tendency of trans-
action card 20 to slip out from between a user’s fingers
or gloves, for example, when removing transaction card
20 from its storage location (e.g., wallet, purse, pocket,
pone case/wallet, etc.) or when inserting and removing
transaction card 20 from a card reader (such as one as-

sociated with an ATM machine or other transaction de-
vice). Additionally, instances of transaction card 20 slid-
ing across a surface, such as a counter, desk, or table,
may be reduced, which may reduce instances of inad-
vertent misplacement of transaction card 20.
[0040] In some embodiments, card frame 24 may be
formed of a plastic resin. The plastic resin used to form
card frame 24 (i.e., the material used during injection
molding or to make card stock for milling) may be a mix-
ture of different raw materials and/or different resin mix-
tures. The components or ingredients of the plastic resin
or resin mixture used to form card frame 24 may be se-
lected such that card frame 24 possesses desired soft
touch qualities after formation by injection molding and/or
milling is complete (i.e., without the performance of ad-
ditional steps or the application of additional materials).
[0041] By forming card frame 24 from a soft touch resin,
the soft touch qualities of card frame 24 may not be lost
due to wearing (as is the case with spray-on coatings)
because the soft touch properties are inherent to the ma-
terial from which the card frame is made. Further, no
additional steps beyond formation by injection molding
and/or milling are needed to impart soft touch character-
istics, which can reduce the complexity and cost of the
manufacturing process. Additionally, by forming card
frame 24 from a soft touch resin, the soft touch qualities
of card frame 24 may be exhibited on every surface of
card frame 24, instead of on only one side or the other
(as is the case with current spray-on techniques). By ob-
viating the need for an additional soft touch coating or
laminate, forming card frame 24 from a soft touch resin
may allow for more precise tolerance control during the
injection molding and/or milling processes and may allow
for more card stock material to be present, thereby im-
parting a more substantial feel of the card to the user.
[0042] In some embodiments, card frame 24 may be
formed of a resin mixture comprising a thermoplastic
elastomer (TPE). TPEs may include types of copolymers
and/or mixtures of polymers that exhibit properties of
thermoplastics and elastomeric materials. For example,
the resin mixture used to form card frame 24 may include
a polyester elastomer, a block copolymer, a thermoplas-
tic olefin, an elastomeric alloy, a thermoplastic poly-
urethane, a thermoplastic copolyester, or a thermoplastic
polyamide.
[0043] In an exemplary embodiment, the resin mixture
used to form card frame 24 includes a polyester elas-
tomer, such as a commercially available polyester elas-
tomer. Commercially available polyester elastomers suit-
able for use in forming card frame 24 with a soft touch
feel may include Hytrel ® 8238 made by DuPont ®. Other
suitable polyester elastomers that are commercially
available may include Hytrel ® 7246 made by DuPont ®.
While some commercially available TPEs are mentioned
specifically herein, other TPEs may be used in various
embodiments.
[0044] In some embodiments, the TPE used to form
card frame 24 may have a Shore A hardness greater
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than 15, greater than 25, greater than 35, greater than
45, greater than 55, greater than 65, or greater than 75.
In some embodiments, the TPE used to form card frame
24 may have a Shore A hardness of less than 85, less
than 75, less than 65, less than 55, less than 45, less
than 35, or less than 25. As used herein, Shore A hard-
ness may refer to durometer hardness on the Type A
durometer scale (i.e., durometer hardness determined
using a durometer or micrometer according to the ASTM
D2240 Type A durometer configuration). Depending on
the selected TPE and/or other materials used in the resin
for forming card frame 24, the selected TPE may have a
different Shore A hardness, if desired.
[0045] In some embodiments, the TPE used to form
card frame 24 may have a Shore D hardness less than
85, less than 80, less than 75, less than 70, less than 65,
less than 60, or less than 55. In some embodiments, the
TPE used to form card frame 24 may have a Shore D
hardness of greater than 50, greater than 55, greater
than 60, greater than 65, greater than 70, greater than
75, or greater than 80. For example, the TPE used to
form card frame 24 may have a Shore D hardness of
70-85. As used herein, Shore D hardness may refer to
durometer hardness on the Type D durometer scale (i.e.,
durometer hardness determined using a durometer or
micrometer according to the ASTM D2240 Type D du-
rometer configuration). Depending on the selected TPE
and/or other materials used in the resin for forming card
frame 24, the selected TPE may have a different Shore
D hardness, if desired.
[0046] The durometer hardness of a material may re-
late to or be indicative of a soft touch feel quality of the
material. That is, to form card frame 24 having a desired
soft touch feel, the TPE may be selected based in part
on the durometer hardness (e.g., a hardness value or
range of values) associated with the TPE. Thus, the soft
touch feel of card frame 24 may be correlated to the du-
rometer hardness of the TPE used therein. For example,
a TPE with a low durometer hardness (e.g., a Shore A
hardness of less than 15) may impart less of a soft touch
feel on card frame 24 than a TPE with a higher durometer
hardness (e.g., a Shore A hardness greater than 15 or a
Shore D hardness of 70-85).
[0047] The durometer hardness of a material may also
relate or be indicative of a durability of the material. That
is, materials with a higher durometer hardness may be
more resistant to wearing (e.g., frictional wearing) than
materials having a lower durometer hardness. Thus, in
addition to imparting a soft touch feel, transaction cards
consistent with embodiments of the present disclosure
may experience additional functional improvements
tending to prolong the service life and reliability of trans-
action cards. For example, the durability of a transaction
card having a frame formed of a resin that includes a
TPE of high durometer hardness (e.g., a Shore A hard-
ness greater than 15 or a Shore D hardness of 70-85)
may be used (i.e., swiped, inserted, etc.) more times than
a transaction card having a frame formed of a resin that

includes a TPE of lower durometer hardness (e.g., a
Shore A hardness less than 15). As a result, transaction
cards having a coating consistent with embodiments of
the present disclosure, by way of their improved durom-
eter hardness, may exhibit improved scratch resistance,
reduced wearing of identification features (e.g., customer
name, card number, expiration date, etc.), less visible
wear over time, enhanced longevity of the transaction
component (e.g., a mag stripe), and/or reduced wear ex-
perienced during storage (e.g., in a wallet). Additionally,
the use of protective coatings and laminates may be fore-
gone, thereby reducing the complexity of the manufac-
turing process and reducing overall manufacturing costs.
[0048] Adding other materials of different durometer
hardness to the resin for forming card frame 24 (i.e., mix-
tures of the TPE with other materials of different durom-
eter hardness) may influence (e.g., raise or lower) the
durometer hardness of card frame 24 with respect to the
durometer hardness of any one of its constituent mate-
rials. For example, other materials, such as acetal
homopolymers, polybutylene terephthalate (PBT),
and/or other materials may be mixed with a TPE to form
the resin for forming card frame 24. Adding other such
materials may impart desired mechanical properties on
card frame 24 while providing for an enhanced soft touch
feel and durability in comparison to known transaction
cards and card coatings.
[0049] For example, the resin mixture used to form
card frame 24 (i.e., a resin mixture including a TPE and/or
other materials) may be selected or configured to form a
card frame having a Shore D hardness in the range of
20-80. In some embodiments, the Shore D hardness of
card frame 24 may be in the range of 20-80, 40-80, 60-80,
60-70, 40-60, 20-60, or 20-40. The transaction card of
claim 1, wherein the card frame has a Shore D hardness
in the range of 40-60. Depending on the selected TPE
and/or other materials used in the resin mixture for form-
ing card frame 24, card frame 24 may have a different
Shore D hardness, if desired.
[0050] In some embodiments, the TPE used to form
card frame 24 may have a flexure modulus in the range
of 500-1150 MPa. In this way, the TPE used to form card
frame 24 may be relatively flexible in addition to having
improved soft touch feel and durability. For example, the
TPE used to form card frame 24 may have a flexure mod-
ulus greater than 500 MPa, greater than 700 MPa, great-
er than 900 MPa, or greater than 1100 MPa. In some
embodiments, the TPE used to form card frame 24 may
have a flexure modulus less than 1150 MPa, less than
950 MPa, less than 750 MPa, less or less than 550 MPa.
Depending on the selected TPE and/or other materials
used in the resin for forming card frame 24, the selected
TPE may have a different flexure modulus, if desired.
Thus, in addition to achieving an improved soft touch feel,
transaction cards having a coating consistent with em-
bodiments of this disclosure may exhibit greater durabil-
ity, decreased tendency to crack or fracture when flexed,
and greater resiliency to multi-axis flexure. In this way,
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the service life of transaction cards may be improved,
thereby reducing overall costs to manufacturers and con-
sumers, and reducing inconvenient lapses in card avail-
ability that occur after card failure and during replace-
ment.
[0051] The resin mixture for forming card frame 24 may
further include materials for increasing the strength and
durability of card frame 24. For example, the resin mixture
for forming card frame 24 may include an acetal homopol-
ymer. Acetal homopolymers may include commercially
available acetal homopolymers, such as Delrin ® made
by DuPont ®. Other or different commercially available
homopolymers may be used, if desired.
[0052] The acetal homopolymer used in the resin mix-
ture for forming card frame 24 may have a Rockwell M
hardness in the range of 18-94. For example, the acetal
homopolymer used in the resin mixture for forming card
frame 24 may have a Rockwell M hardness in the range
of 18-94, 25-85, 35-75, 45-65, or 50-55. As used herein,
Rockwell M hardness may refer to hardness on the Rock-
well M scale (i.e., hardness determined using a setup
according to the Rockwell M configuration, such as de-
fined by, for example, ASTM D785). Depending on the
selected acetal homopolymer and/or other materials
used in the resin for forming card frame 24, the selected
acetal homopolymer may have a different Rockwell M
hardness, if desired.
[0053] The acetal homopolymer used in the resin mix-
ture for forming card frame 24 may have a Rockwell R
hardness in the range of 102-122. For example, the
acetal homopolymer used in the resin mixture for forming
card frame 24 may have a Rockwell R hardness in the
range of 102-22, 105-120, or 110-115. As used herein,
Rockwell R hardness may refer to hardness on the Rock-
well R scale (i.e., hardness determined using a setup
according to the Rockwell R configuration, such as de-
fined by, for example, ASTM D785). Depending on the
selected acetal homopolymer and/or other materials
used in the resin for forming card frame 24, the selected
acetal homopolymer may have a different Rockwell R
hardness, if desired. Enhanced Rockwell hardness may
be indicative of improved tensile strength, which may re-
sult in cards having reduced failure rates due to impact
forces, less visible damage over time, and a greater serv-
ice life. As a result, fewer replacement cards may be is-
sued, and overall costs to manufacturers (and thus to
consumers) may be reduced.
[0054] The resin mixture for forming card frame 24 may
further include other or additional materials for increasing
the strength and durability of card frame 24. For example,
the resin mixture for forming card frame 24 may include
polybutylene terephthalate (PBT) or be mixed with ma-
terials that include PBT. Suitable PBTs or materials that
include PBT may include commercially available PBTs,
such as Crastin ® made by DuPont ®. Other or different
commercially available PBTs or materials that contain
PBT may be used, if desired. As used herein, reference
to PBT should be understood to include materials con-

taining PBT.
[0055] The PBT used in the resin mixture for forming
card frame 24 may have a flexural modulus in the range
of 1600-8500 MPa. For example, the PBT used in the
resin mixture for forming card frame 24 may have a flex-
ural modulus in the range of 1600-8500 MPa, 2000-8000
MPa, 2500-7500 MPa, 3000-7000 MPA, 3500-6500
MPa, 4000-6000 MPa, 4500-5500 MPa, or 4750-5250
MPa. Depending on the selected PBT and/or other ma-
terials used in the resin for forming card frame 24, the
selected PBT may have a different flexural modulus, if
desired. Thus, transaction cards having a coating con-
sistent with embodiments of this disclosure may exhibit
a higher flexural modulus, and thus may be "stiffer," as
experienced by customers. In this way, the transaction
card may feel more sturdy and durable, which is an im-
portant customer achievement from a customer satisfac-
tion point of view. Additionally, the stiffening experienced
by cards employing the exemplary disclosed coating may
resist flexure, thereby reducing instances in which the
card experience high strain and deformation. As a result,
the transaction card may resist failure and last longer.
[0056] The PBT used in the resin mixture for forming
card frame 24 may also have a flexural strength in the
range of 50-200 MPa. For example, the PBT used to for
card frame 24 may have a flexural strength in the range
of 50-200 MPa, 75-175 MPa, 100-150 MPa, or 120-130
MPa. Depending on the selected PBT and/or other ma-
terials used in the resin for forming card frame 24, the
selected PBT may have a different flexural strength, if
desired. Improved flexural strength may increase the
amount of tolerated stress and strain before the transac-
tion card fails. Thus, by improving the flexural strength
of the card, fewer failures may be experienced due to
excessive flexure or bending, which can occur inadvert-
ently or accidentally during normal card use. Further, a
higher flexural strength in combination with a higher flex-
ural modulus, as discussed above, may result in com-
pounded reductions in failure due to flexing and bending
(i.e., by having greater resistance to bending as well as
a higher tolerance for bending and associated forces).
Such improvements may prolong the service life of trans-
action cards and reduce overall costs to manufacturers
and consumers, while achieving greater customer satis-
faction (i.e., for having reduced failures and associated
inconveniences).
[0057] The resin mixture for forming card frame 24 may
include a mixture of TPE and one or more of acetal
homopolymer and PBT. The resin mixture forming card
frame 24 may include a mixture having a 50:50 ratio, a
60:40 ratio, a 40:60 ratio, a 70:30 ratio, a 30:70 ratio, or
another ratio of TPE to one or more of acetal homopol-
ymer and PBT. The resin mixture for forming card frame
24 may include other or additional materials, if desired.
[0058] While illustrative embodiments have been de-
scribed herein, the scope includes any and all embodi-
ments having equivalent elements, modifications, omis-
sions, combinations (e.g., of aspects across various em-
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bodiments), adaptations or alterations based on the
present disclosure. For example, in some embodiments,
a milling process may be used to form card frame 24
instead of an injection molding or compression molding
process. In other embodiments, different types of TPEs
than those mentioned herein may be used and or mixed
with a PBT, acetal homopolymer, and/or other material.
Various ratios of TPE to acetal homopolymer and/or PBT
may be tested for soft touch feel, durability, strength, suit-
ability in injection molding, and/or other criteria.
[0059] Fig. 7 is a flowchart showing an exemplary
method 700 for forming a transaction card. Method 700
may include providing a resin mixture comprising a ther-
moplastic elastomer (TPE) (Step 7010). The TPE may
be a thermoplastic elastomer consistent with embodi-
ments discussed above. For example, the TPE may be
a polyester elastomer, such as Hytrel ® or another type
of TPE. The TPE may have a flexure modulus in the
range of 500-1150 MPa. The TPE may also have a Shore
A hardness greater than 15 and a Shore D hardness less
than 85. For example, the TPE may have a Shore D hard-
ness in the range of 70-85.
[0060] Step 7010 of providing a resin mixture may in-
clude providing a resin mixture comprising materials for
increasing the strength and durability of card frame 24.
For example, in addition to TPE, the resin mixture may
include acetal homopolymer, PBT, and or other materi-
als. The acetal homopolymer may have a Rockwell M
hardness in the range of 18-94 and a Rockwell R hard-
ness in the range of 102-122. The PBT may have a flex-
ural modulus in the range of 1600-8500 MPa and a flex-
ural strength in the range of 50-200 MPa. Other types of
acetal homopolymers, PBTs, and/or other materials may
be included in the resin mixture, if desired.
[0061] Method 700 may further include forming a card
frame from the resin mixture, wherein the card frame is
configured to house a data storage component and has
a Shore D hardness in the range of 20-80 (Step 7020).
For example, a resin mixture as described above may
be injection molded to form card frame 24. In other em-
bodiments, the resin mixture may be compression mold-
ed or extruded. In other embodiments, the resin mixture
may be rolled, extruded, or otherwise processed to form
sheets of card stock. The card stock may be milled in a
CNC, semi-automated, or manual milling process. Fea-
tures of card frame 24, such as pocket 30 may be formed
during the molding process (e.g., the injection molding
process) and/or during the milling process.
[0062] The elements in the claims are to be interpreted
broadly based on the language employed in the claims
and not limited to examples described in the present
specification or during the prosecution of the application,
which examples are to be construed as non-exclusive. It
is intended, therefore, that the specification and exam-
ples be considered as example only, with a true scope
being indicated by the following claims and their full scope
of equivalents.

CLAUSES:

[0063]

1. A transaction card, comprising:

a card frame configured to house a transaction
component and comprising a pocket,

wherein the pocket comprises a first sur-
face, a second surface, and a third surface,
wherein the second surface is recessed a
first depth from the first surface of the card
frame, and the third surface is recessed a
second depth from the first surface, and
wherein the second depth is greater than
the first depth.

2. The transaction card of clause 1, wherein the third
surface forms a base portion of the pocket.

3. The transaction card of clause 1 or clause 2,
wherein the first depth is 0.21 mm with an error tol-
erance of 6 0.02 mm.

4. The transaction card of any of the preceding claus-
es, wherein the second depth is 0.62 mm with an
error tolerance of 6 0.02 mm.

5. The transaction card of any of the preceding claus-
es, wherein the second surface is configured to
house a contact plate of the transaction component.

6. The transaction card of any of the preceding claus-
es, wherein the third surface is configured to house
the transaction component.

7. The transaction card of clause 6, wherein the
transaction component comprises a microchip.

8. The transaction card of clause 6, wherein the
transaction component comprises a communication
device.

9. The transaction card of clause 8, wherein the
transaction component comprises a Near Field
Communication (NFC) device or an antenna.

10. The transaction card of clause 8, wherein the
transaction component comprises a Bluetooth® de-
vice or a WiFi device.

11. A method of manufacturing a transaction card,
comprising:

providing a mold, the mold comprising a first
plate configured to form a card frame; and
forming a pocket on the card frame to house a
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transaction component,

wherein the pocket comprises a first sur-
face, a second surface, and a third surface,
wherein the second surface is recessed a
first depth from the first surface of the card
frame, and the third surface is recessed a
second depth from the first surface, and
wherein the second depth is greater than
the first depth.

12. The method of clause 11, forming the pocket on
the card frame comprises forming the pocket having
the third surface to form a base portion of the pocket.

13. The method of clause 11 or clause 12, wherein
the first depth is 0.21 mm with an error tolerance of
6 0.02 mm.

14. The method of any of clauses 11 to 13, wherein
the second depth is 0.62 mm with an error tolerance
of 6 0.02 mm.

15. The method of any of clauses 11 to 14, wherein
forming the pocket on the card frame comprises
forming the pocket having the second surface con-
figured to house a contact plate of the transaction
component.

16. The method of any of clauses 11 to 15, wherein
forming the pocket on the card frame comprises
forming the pocket having the third surface config-
ured to accommodate the transaction component.

17. The method of clause 16, wherein the transaction
component comprises a microchip.

18. The method of clause 16, wherein the transaction
component comprises a communication device.

19. The method of clause 18, wherein the transaction
component comprises a Near Field Communication
(NFC) device or an antenna.

20. The method of clause 18, wherein the transaction
component comprises a Bluetooth® device or a WiFi
device.

Claims

1. A transaction card, comprising:

a card frame configured to house a data storage
component, wherein the card frame is formed
of a resin mixture comprising a thermoplastic
elastomer "TPE", and the card frame has a
Shore D hardness in the range of 20-80.

2. The transaction card of claim 1, wherein the TPE is
a polyester elastomer.

3. The transaction card of claim 1 or claim 2, wherein
the TPE has a flexure modulus in the range of
500-1150 MPa.

4. The transaction card of any of the preceding claims,
wherein the TPE has a Shore A hardness greater
than 15 and a Shore D hardness less than 85.

5. The transaction card of any of claims 1 to 3, wherein
the TPE has a Shore D hardness in the range of
70-85.

6. The transaction card of any of claims 1 to 3, wherein
the card frame has a Shore D hardness in the range
of 40-60.

7. The transaction card of any of the preceding claims,
wherein the resin mixture further comprises an acetal
homopolymer,
preferably wherein the acetal homopolymer has a
Rockwell M hardness in the range of 18-94 and a
Rockwell R hardness in the range of 102-122.

8. The transaction card of any of claims 1 to 6,
wherein the resin mixture further comprises a poly-
butylene terephthalate "PBT",
preferably wherein the PBT has a flexural modulus
in the range of 1600-8500 MPa and a flexural
strength in the range of 50-200 MPa.

9. A method of manufacturing a transaction card, com-
prising:

providing a resin mixture comprising a thermo-
plastic elastomer "TPE";
forming a card frame from the resin mixture,
wherein the card frame is configured to house
a data storage component and has a Shore D
hardness in the range of 20-80.

10. The method of claim 9, wherein providing a resin
mixture comprises providing a polyester elastomer.

11. The method of claim 9 or claim 10, wherein the TPE
has a flexure modulus in the range of 500-1150 MPa.

12. The method of any of claims 9 to 11,
wherein the TPE has a Shore A hardness greater
than 15 and a Shore D hardness less than 85, or
wherein the TPE has a Shore D hardness in the
range of 70-85.

13. The method of any of claims 9 to 11, wherein forming
the card frame comprises forming a card frame hav-
ing a Shore D hardness in the range of 40-60.
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14. The method of any of claims 9 to 13,
wherein providing the resin mixture comprises pro-
viding a resin mixture comprising a TPE and an
acetal homopolymer,
preferably wherein providing the resin mixture com-
prises providing a resin mixture comprising a TPE
and an acetal homopolymer, the acetal homopoly-
mer having a Rockwell M hardness in the range of
18-94 and a Rockwell R hardness in the range of
102-122.

15. The method of any of claims 9 to 13,
wherein providing the resin mixture comprises pro-
viding a resin mixture comprising a TPE and poly-
butylene terephthalate "PBT",
preferably wherein providing the resin mixture com-
prises providing a resin mixture comprising a TPE
and a PBT, the PBT having a flexural modulus in the
range of 1600-8500 MPa and a flexural strength in
the range of 50-200 MPa.
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