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(54) RAZOR BLADES

(57) A razor blade (1"’) including a blade body (11), an expanded coating structure arranged on a surface (17) of
the blade body (11) so as to cover the blade body at least partially, the expanded coating structure including one or
more expanded polymer microspheres, at least one of the one or more expanded polymer microspheres including a gas
encapsulated within a hollow thermoplastic polymer shell . A process for fabrication of same, including providing a blade
body (11), depositing a liquid suspension, the liquid suspension including expandable polymer microspheres dispersed
in a liquid uncured polymer precursor, each expandable polymer microsphere including a gas encapsulated within a
hollow thermoplastic polymer shell, on a surface (17) of the blade body (11) to obtain a deposit (2), and expanding at
least a portion of the expandable polymer microspheres in the deposit (2) to obtain an expanded deposit (22) including
one or more expanded polymer microspheres arranged on the surface (17) of the blade body (11), the liquid uncured
polymer precursor being configured to remain uncured during expansion of the expandable polymer microspheres. A
skincare device including such a razor blade (1"’). A process of fabricating same, including attaching such a razor blade
(1’’’) to a cartridge.
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Description

FIELD

[0001] The present disclosure relates to the field of
shaving and in particular to razor blades.

BACKGROUND ART

[0002] It is known from United States Patent Applica-
tion n° US20160297087A1 to print an object onto a blade
body of a razor blade, and from United States Patent
Application n° US20180001497A1 to print a lubricious
material on a blade body of a razor blade. However, print-
ing large amounts of material onto a blade may be quite
time-consuming and/or expensive and/or cumbersome.

SUMMARY

[0003] According to an example of the present disclo-
sure, a razor blade is provided. The razor blade includes
a blade body and an expanded coating structure. The
expanded coating structure is arranged on a surface of
the blade body so as to cover the blade body at least
partially. The expanded coating structure includes one
or more expanded polymer microspheres. At least one
of the one or more expanded polymer microspheres in-
cludes a gas encapsulated within a hollow thermoplastic
polymer shell.
[0004] The blade may thus be provided with one or
more protruding structures which are relatively simple
and/or rapid and/or inexpensive to produce, for example.
[0005] The expanded coating structure may include a
cured polymer matrix containing the one or more expand-
ed polymer microspheres.
[0006] The expanded coating structure may include
equal to or greater than 0.1% and equal to or less than
30% expanded and/or expandable polymer micro-
spheres by mass, specifically equal to or greater than
5% and equal to or less than 15% expanded and/or ex-
pandable polymer microspheres by mass, and may in-
clude a polymer matrix forming the remainder.
[0007] The shell of at least one of the one or more
expanded polymer microspheres may have a thickness
less than 2 mm (micrometers).
[0008] The expanded coating structure may present a
maximum thickness, as measured normal to the surface
of the blade body, equal to or greater than 120 mm and
equal to or less than 500 mm, specifically equal to or
greater than 120 mm and equal to or less than 300 mm.
[0009] The expanded coating structure may present a
width, as measured parallel to the surface of the blade
body, equal to or greater than 100 mm and equal to or
less than 2000 mm, specifically equal to or greater than
550 mm and equal to or less than 1000 mm.
[0010] At least one of the one or more expanded pol-
ymer microspheres may have a diameter of equal to or
greater than 6 mm and equal to or less than 130 mm.

[0011] Additionally or alternatively, a skincare device
may be provided according to an example of the present
disclosure. The skincare device may include a razor
blade as described earlier herein.
[0012] Additionally or alternatively, according to an ex-
ample of the present disclosure, a liquid suspension may
be provided for coating a blade body. The liquid suspen-
sion may include expandable polymer microspheres dis-
persed in a liquid uncured polymer precursor. At least
one of the expandable microspheres may include a gas
encapsulated in a hollow thermoplastic polymer shell.
The liquid uncured polymer precursor may be configured
to remain uncured during expansion of the expandable
polymer microspheres.
[0013] The liquid suspension may allow a deposit con-
taining expandable polymer microspheres to be provided
on the blade body through liquid deposition techniques,
for example.
[0014] The liquid suspension may include equal to or
greater than 0.1% and equal to or less than 30% expand-
able polymer microspheres by mass, specifically equal
to or greater than 5% and equal to or less than 15% ex-
pandable polymer microspheres by mass, and liquid un-
cured polymer precursor forming the remainder.
[0015] At least one of the expandable polymer micro-
spheres may have a diameter equal to or greater than 5
mm and equal to or less than 40 mm, specifically equal
to or greater than 6 mm and equal to or less than 40 mm,
specifically equal to or greater than 6 mm and equal to
or less than 9 mm.
[0016] The liquid uncured polymer precursor may be
UV-curable.
[0017] The liquid uncured polymer precursor may in-
clude a UV-curable initiator.
[0018] Additionally or alternatively, according to an ex-
ample of the present disclosure, a process may be pro-
vided. The process may be a process for fabrication of
a razor blade as described earlier herein. The process
may include providing a blade body. The process may
include depositing a liquid suspension on a surface of
the blade body to obtain a deposit. The liquid suspension
may be a liquid suspension as described earlier herein.
The process may include expanding one or more of the
expandable polymer microspheres in the deposit to ob-
tain an expanded deposit including one or more expand-
ed polymer microspheres arranged on the surface of the
blade body.
[0019] The process may allow for shaping of the struc-
ture(s) on the blade body to be at least partially dissoci-
ated from provision of the material from which it is/they
are constructed.
[0020] The step of expanding one or more of the ex-
pandable polymer microspheres may include heating
one or more expandable polymer microspheres to a tem-
perature at which the shell is plastically deformable under
pressure of the gas encapsulated therein so as to achieve
an increase in volume.
[0021] The step of expanding one or more of expand-
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able polymer microspheres may include heating the one
or more expandable polymer microspheres to a temper-
ature equal to or greater than 80°C (degree Celsius) and
equal to or less than 200°C, specifically equal to or great-
er than 100°C and equal to or less than 150°C, specifi-
cally equal to or greater than 80°C and equal to or less
than 135°C.
[0022] At least one expandable polymer microsphere
may undergo an increase in volume that is equal to or
less than 200-fold during the step of expanding at one or
more of the expandable polymer microspheres, specifi-
cally an equal to or less than 38-fold increase in volume
during the step of expanding one or more of the expand-
able polymer microspheres.
[0023] The process may comprise curing the liquid un-
cured polymer precursor subsequent to the step of ex-
panding one or more of the expandable polymer micro-
spheres, to obtain a cured polymer matrix containing one
or more expanded polymer microspheres.
[0024] The curing step may include exposing the ex-
panded deposit to electromagnetic radiation.
[0025] The electromagnetic radiation used in the cur-
ing step may have a wavelength of 405 nm (nanometer)
or less.
[0026] Additionally or alternatively, a process of fabri-
cating a skincare device as described earlier herein may
be provided. The process may include attaching a razor
blade as described earlier herein to a cartridge.
[0027] As used in this disclosure and the appended
claims, the term "blade body" may be understood as a
blade element including a cutting edge portion and a first
flat portion extending from the cutting edge portion.
[0028] The blade body may include two cutting edge
portions - a configuration also referred to as a "double-
edged blade," in which the first flat portion may extend
from a first of the cutting edge portions to a second of
the cutting edge portions. Alternatively to the double-
edged blade, the blade body may include a base portion
connected to the blade element such that the first flat
portion is intermediate to the cutting edge portion and
the base portion.
[0029] The base portion and the first flat portion may
be connected to each other by being monolithically con-
structed with one another, or may be assembled to one
another.
[0030] The base portion may form a blade support, and
may include a second flat portion which may be interme-
diate the base portion and the cutting edge portion. The
second flat portion may extend at an angle with respect
to the base portion, so as to be arranged obliquely or
perpendicularly thereto. The second flat portion and the
base portion may be built together monolithically.
[0031] The second flat portion may be connected to
the first flat portion such that, during shaving, the second
flat portion is arranged towards the skin with respect to
the first flat portion. Alternatively, the second flat portion
may be connected to the first flat portion such that, during
shaving, the first flat portion is arranged towards the skin

and the second flat portion faces away from the skin.
Alternatively, the first flat portion and the second flat por-
tion may be connected to each other such that the second
flat portion prolongs the first flat portion - a configuration
also referred to as an integrally-built "bent blade," in
which the blade support and the cutting edge portion are
monolithically constructed with one another.
[0032] When a given skincare device includes multiple
blade bodies, two or more of said multiple blade bodies
may have an identical configuration to one another, or
may have different configurations from one another.

BRIEF DESCRIPTION OF THE DRAWINGS

[0033] The disclosure may be more completely under-
stood in consideration of the following detailed descrip-
tion of aspects of the disclosure in connection with the
accompanying drawings, in which:

Figure 1A shows an exemplary razor blade having
an exemplary continuous expanded coating struc-
ture.
Figure 1B shows a cross-sectional view of the razor
blade of Figure 1A along line B-B.
Figure 2A shows a cross-sectional view of an exem-
plary shaving cartridge.
Figure 2B shows a cross-sectional view of an exem-
plary shaving cartridge.
Figure 3 shows a process flow chart for an exemplary
process for fabricating a skincare device.
Figure 4A shows a cutaway view of an exemplary
microsphere in both an unexpanded state (left) and
expanded state (right).
Figure 4B shows an exemplary liquid suspension.
Figure 5 shows an exemplary step of an exemplary
process for fabricating a razor blade.
Figure 6 shows a cross-sectional view of an exem-
plary deposit as seen along line A-A of Figure 5.
Figure 7 shows a cross-sectional view of an exem-
plary expanded coating structure as seen along line
C-C of Figure 5.
Figure 8 shows a top view of an exemplary razor
blade having discrete expanded coating structures.
Figure 9 shows an exemplary razor blade having
multiple expanded coating structures, including a
side view, an edge-on view, and a top view.
Figure 10 shows an exemplary razor blade having a
continuous expanded coating structure in curvilinear
shape, including a side view, an edge-on view, and
a top view.

[0034] The term "exemplary" is used in the sense of
"example," rather than "ideal." While aspects of the dis-
closure are amenable to various modifications and alter-
native forms, specifics thereof have been shown by way
of example in the drawings and will be described in detail.
It should be understood, however, that the intention is
not to limit aspects of the disclosure to the particular em-
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bodiment(s) described. On the contrary, the intention of
this disclosure is to cover all modifications, equivalents,
and alternatives falling within the scope of the disclosure.

DETAILED DESCRIPTION

[0035] As used in this disclosure and the appended
claims, the singular forms "a", "an", and "the" include plu-
ral referents unless the content clearly dictates other-
wise. As used in this disclosure and the appended claims,
the term "or" is generally employed in its sense including
"and/or" unless the content clearly dictates otherwise.
[0036] The following detailed description should be
read with reference to the drawings. The detailed de-
scription and the drawings, which are not necessarily to
scale, depict illustrative aspects and are not intended to
limit the scope of the disclosure. The illustrative aspects
depicted are intended only as exemplary.
[0037] Figure 1A shows a single-edged razor blade 1
according to an example of the present disclosure, as
seen normal or oblique to a top surface 17 of a blade
body 11 of the razor blade 1. During shaving with the
razor blade 1, the top surface 17 of the blade body 11 is
arranged towards the skin. The top surface 17 may be
flat.
[0038] The blade body 11 of the razor blade 1 presents
a first flat portion 12A extending from a cutting edge por-
tion 13. The cutting edge portion 13 presents a cutting
edge 13A. The blade body 11 may be metallic (for ex-
ample stainless steel) with a thickness of approximately
equal to or greater than 0.05 mm (millimeter) and equal
to or less than 0.1 mm, as measured between opposite
surfaces of the first flat portion 12A.
[0039] A continuous expanded coating structure 23 is
disposed on the blade body 11. The expanded coating
structure 23 includes one or more expanded polymer mi-
crospheres. The expanded polymer microspheres may
include a gas encapsulated within a hollow thermoplastic
polymer shell. During shaving, the expanded coating
structure 23 and the cutting edge 13A of the cutting edge
portion 13 may contact the skin concurrently with one
another. Such contact by the expanded coating structure
23 may help to support the skin in a vicinity of the cutting
edge 13A of the cutting edge portion 13, leading to im-
proved shaving performance and/or sensation for the us-
er during shaving.
[0040] For example, as the expanded coating structure
23 contacts the skin, the skin may become tauter in a
vicinity of the cutting edge 13A of the cutting edge portion
13. This may, for example, increase smoothness of con-
tact between the skin and the cutting edge 13A of the
cutting edge portion 13.
[0041] Additionally or alternatively, for example, the
expanded coating structure 23 may allow a portion of the
contact force of the razor blade 1 to bypass the cutting
edge 13A of the cutting edge portion 13 during transmis-
sion to the skin. This may, for example, reduce contact
pressure between the skin and the cutting edge 13A of

the cutting edge portion 13.
[0042] Additionally or alternatively, for example, the
expanded coating structure 23 may reduce bulging of the
skin towards the blade body 11 in a vicinity of the cutting
edge portion 13. This may, for example, allow for a shaver
to be perceived on the skin as being less aggressive than
a shaver of comparable blade exposure (cutting edge
exposure) which lacked expanded coating structures.
[0043] Additionally or alternatively, for example, the
expanded coating structure 23 may reduce friction be-
tween the cutting edge 13A of the cutting edge portion
13 and the skin. This may, for example, facilitate maneu-
vering of the razor blade 1 on the skin.
[0044] Additionally or alternatively, for example, the
expanded coating structure 23 may reduce irritation
and/or a risk of cutting the skin during shaving.
[0045] The expanded coating structure 23 may be pro-
vided on the blade body 11 so as to be separated from
the cutting edge 13A of the cutting edge portion 13 by a
gap G.
[0046] Figure 1B shows the razor blade 1 of Figure 1A
in cross-section along line B-B. The gap G may, for ex-
ample, be measured as a distance between the expand-
ed coating structure 23 to an orthogonal projection of the
cutting edge 13A on a plane in which the top surface 17
of the blade body 11 lies, as measured in said plane from
said expanded coating structure to said orthogonal pro-
jection. For example, the gap G may measure 1 mm or
less. For example, when the blade body 11 has a width,
as measured perpendicular to the cutting edge 13A of
the cutting edge portion 13 and parallel to the top surface
17 of the blade body 11, of 1.5 mm, the gap G may meas-
ure 0.5 mm.
[0047] The first flat portion 12A and cutting edge por-
tion 13 are monolithically constructed with one another.
[0048] Figure 2A shows a cross-sectional view of a
skincare device 3, in particular a shaving cartridge 31,
according to an example of the present disclosure, in
contact with skin 0 during shaving.
[0049] The skincare device 3 may include one or more
razor blades, of which at least one may be a razor blade
1’ according to an example of the present disclosure. As
seen with the razor blade 1 of Figures 1A-1B, each such
razor blade 1’ in Figure 2A includes a blade body 11 and
an expanded coating structure 23 disposed on the cutting
edge portion 13 thereof, such that the expanded coating
structure 23 and the cutting edge of the cutting edge por-
tion 13 contact the skin 0 concurrently during shaving.
The gap G separating the cutting edge 13A of the cutting
edge portion 13 from the coating structure 23 may be
measured in the same manner as described previously.
[0050] In contrast with Figures 1A-1B, in each of the
razor blades 1’ in Figure 2A, the blade body 11 includes
a second flat portion 12B. The first flat portion 12A of the
blade body 11 and the second flat portion 12B of the
blade body 11 are assembled together. The blade body
11 additionally includes a base portion 30 which extends
from the second flat portion 12B such that the second
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flat portion 12B is intermediate the cutting edge portion
13 and the base portion 30.
[0051] The second flat portion 12B and the base por-
tion 30 form a blade support 33, and may be monolithi-
cally constructed with one another.
[0052] The second flat portion 12B is arranged to ex-
tend at an angle, obliquely with respect to the base por-
tion 30, so that the cutting edge 13A of the cutting edge
portion 13 (connected thereto via the first flat portion 12A)
and the expanded coating structure 23 may be brought
to bear on the skin 0 concurrently during shaving.
[0053] When the skincare device 3 is maneuvered on
the skin 0 of a user during shaving, (during normal in-
tended use of the skincare device 3), the cutting edge(s)
13A of the cutting edge portion(s) 13 of the razor blade(s)
1’ contact(s) the skin 0 (possibly in combination with other
organic material such as hair) such that the expanded
coating structure(s) 23 disposed on the blade body/bod-
ies 11 thereof is/are arranged towards the skin 0 so as
to contact the skin 0 as the skin 0 contacts the cutting
edge(s) 13A.
[0054] The width We of a given expanded coating
structure 23 may be measured, for example, along the
top surface 17 of the blade body 11, for example parallel
to the cutting edge 13A of the cutting edge portion 13 of
the razor blade 1’, or perpendicular to a projection of the
cutting edge 13A of the cutting edge portion 13 to the top
surface 17 of the blade body 11 which is orthogonal to
the top surface of the blade body 11. The height He of a
given expanded coating structure 23 may be measured,
for example, normal to the top surface 17 of the blade
body 11.
[0055] As mentioned above, the expanded coating
structure 23 may include one or more expanded polymer
microspheres 45, for example. The expanded coating
structure 23 may also include a cured polymer matrix 53
in which the expanded polymer microspheres 45 are con-
tained, for example. The expanded polymer micro-
spheres 45 will be discussed in greater detail with regard
to Figure 4A. The expanded coating structure 23 may,
for example, include equal to or greater than 0.1% and
equal to or less than 30% expanded polymer micro-
spheres 45 by mass, with the cured polymer matrix 53
forming the remainder, or even equal to or greater than
5% and equal to or less than 15% expanded polymer
microspheres by mass, with the cured polymer matrix
forming the remainder. The expanded coating structure
23 will be discussed in greater detail with regard to Figure
7.
[0056] Figure 2B shows a cross-sectional view of a
shaving cartridge 3’, similar to the cartridge 3 shown in
Figure 2A. In contrast with the cartridge 3 shown in Figure
2A, which includes five exemplary razor blades 1’, the
cartridge 3’ shown in Figure 2B includes four exemplary
razor blades 1".
[0057] In contrast with the exemplary razor blades 1’
shown in Figure 2A, in which the cutting edge portion 13
and the first flat portion 12A of the blade body 11 sepa-

rates the skin 0 from the blade support 33, each of the
exemplary razor blades 1" shown in Figure 2B has a
blade body 11 of which the cutting edge portion 13 and
the first flat portion 12A are mounted on a blade support
33 such that the blade support 33 is arranged towards
the skin 0 with respect to the cutting edge portion 13 and
first flat portion 12A during shaving. As with Figure 2A,
the blade support 33 includes a base portion 30 of the
blade body 11 and a second flat portion 12B of the blade
body 11 arranged intermediate the cutting edge portion
13 and the base portion 30.
[0058] In contrast with Figure 2A, in which the top sur-
face 17 is presented on the cutting edge portion 13 and/or
on the first flat portion 12A, in Figure 2B, the top surface
17 of the blade body 11 is presented on the second flat
portion 12B of the blade body 11. The expanded coating
structure 23 is therefore provided on the blade support
33, and the width We of the expanded coating structure
23, thickness He of the expanded coating structure 23
and gap G separating the expanded coating structure
from the cutting edge are measured as described previ-
ously, albeit using the top surface 17 as presented by
the second flat portion 12B of the blade support 33.
[0059] As with Figure 2A, in Figure 2B, the second flat
portion 12B is angled obliquely with respect to the base
portion 30 such that the cutting edge 13A of the cutting
edge portion 13 and the expanded coating structure 23
can be brought to bear concurrently with one another on
the skin 0 during shaving. Additionally, as an option vis-
ible in Figure 2B, the second flat portion 12B of the blade
body 11 may be brought to bear on the skin 0 during
shaving. When multiple razor blades according to the
present disclosure are provided to a skincare device, it
may be understood that two or more razor blades may
be provided according to the same example of the
present disclosure and/or that two or more razor blades
may be provided according to different examples of the
present disclosure.
[0060] Figure 3 shows a process S100 by which a skin-
care device, such as the skincare device 3 shown in Fig-
ure 2A or the skincare device 3’ shown in Figure 2B, may
be fabricated. The process S100 for fabricating a skin-
care device may include providing a razor blade accord-
ing to an example of the present disclosure and arranging
S99 the base portion of blade body of the razor blade
within a razor cartridge. Arranging S99 the base portion
of the blade body of the razor blade within the cartridge
may be performed in a conventional manner, for example
by providing the cartridge with one or more slots and
arranging the base portion(s) of the corresponding blade
body/ies within the slot(s).
[0061] As will be discussed in greater detail with regard
to Figure 9, the cutting edge portion of the blade body
may alternatively be monolithically constructed with the
blade support, rather than assembled together as de-
scribed earlier herein. For example, the second flat por-
tion may be made to extend monolithically from the first
flat portion away from the cutting edge of the cutting edge
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portion. In this case, the top surface of the blade body
may be presented by both the first flat portion and the
second flat portion.
[0062] When the blade support and the cutting edge
portion are monolithically constructed with one another,
the step of attaching S99 the cutting edge portion to the
razor cartridge may be performed simultaneously with
attaching the blade support to the cartridge. When the
blade support and the cutting edge portion are not mon-
olithically constructed with one another, the step of at-
taching S99 the cutting edge portion to the cartridge may
be performed simultaneously with attaching the blade
support to the razor cartridge (for example by attaching
the blade support to the razor cartridge subsequent to
assembling the cutting edge portion to the blade support),
or may be performed sequentially with attaching the
blade support to the razor cartridge (for example by as-
sembling the cutting edge portion to the blade support
subsequent to attaching the blade support to the razor
cartridge).
[0063] As a non-limiting example, the razor blade may
be provided by performing a process S1 of fabricating a
razor blade. The process S1 for fabricating a razor blade
may include providing S10 a blade body, followed by de-
positing S20 a liquid suspension on a surface of the blade
body to obtain a deposit containing one or more expand-
able polymer microspheres, followed by expanding S30
one or more of the expandable polymer microspheres
dispersed in the deposit to obtain an expanded deposit
containing one or more expanded polymer micro-
spheres. The liquid deposit may be provided as a liquid
suspension of expandable polymer microspheres dis-
persed in a liquid uncured polymer precursor, which may
be configured to remain uncured during expansion of the
expandable polymer microspheres. The process S1 may
also include a step of curing S40 the liquid uncured pol-
ymer precursor, subsequent to expanding S30 the one
or more expandable polymer microspheres, to obtain a
cured polymer matrix in which the expanded polymer mi-
crospheres are contained.
[0064] Figure 4A shows an exemplary polymer micro-
sphere. The polymer microsphere may be configured to
expand when heated due to internal pressure of a gas
enclosed therein. For example, the microsphere may
have a size (for example a diameter), prior to expansion,
of equal to or greater than 5 mm and equal to or less than
40 mm, or even equal to or greater than 6 mm and equal
to or less than 40 mm, or even equal to or greater than 6
mm and equal to or less than 9 mm. The microsphere is
shown prior to expansion at 41 and is shown in an ex-
panded state at 45. Accordingly, prior to expansion, the
microsphere is referred to as "expandable", and is re-
ferred to as "expanded" subsequent to expansion. One
example of an expandable microsphere 41 is sold under
the name "Expancel" by Nouryon.
[0065] The microsphere may be substantially hollow,
for example, and may include a shell 43 made of ther-
moplastic polymer to enclose the gas. Prior to expansion,

the shell 43 may, for example, have a thickness of ap-
proximately 2 mm. Subsequent to expansion, the shell
43 may, for example, have a thickness of less than 2 mm.
[0066] Heating the microsphere may allow for internal
pressure within the microsphere to deform the shell 43
plastically. Accordingly, expanding the expandable pol-
ymer microsphere may include heating the expandable
polymer microsphere to a temperature at which the shell
is plastically deformable from the internal pressure within
the expandable polymer microsphere.
[0067] During heating, the expandable polymer micro-
sphere may reach a temperature, for example, of equal
to or greater than 80°C and equal to or less than 200°C,
or equal to or greater than 100°C and equal to or less
than 150°C, or equal to or greater than 80°C and equal
to or less than 135 °C. Heating will be discussed in greater
detail with regard to Figure 5.
[0068] While expanding S30, at least one expandable
polymer microsphere may undergo, for example, an in-
crease in volume equal to or less than 200-fold, or a 38-
fold increase in volume, as it becomes an expanded pol-
ymer microsphere.
[0069] Figure 4B shows a schematic representation of
an exemplary liquid suspension 5. As an example, the
liquid suspension 5 may be for coating at least a portion
of a blade body.
[0070] The liquid suspension 5 includes a liquid un-
cured polymer precursor 51 and expandable polymer mi-
crospheres 41. At least one of the expandable polymer
microspheres 41 of the liquid suspension 5 may be an
expandable polymer microsphere 41 as described earlier
herein, for example.
[0071] As an example, the liquid suspension 5 may
include equal to or greater than 0.1% and equal to or less
than 30 % expandable polymer microspheres 41 by
mass, or even equal to or greater than 5 % and equal to
or less than 15 % expandable polymer microspheres 41
by mass. The liquid uncured polymer precursor 51 may
form the remainder of the liquid suspension 5.
[0072] As an example, the liquid suspension 5 may be
manufactured by mixing the liquid uncured polymer pre-
cursor 51 and expandable polymer microspheres 41 to-
gether.
[0073] The liquid uncured polymer precursor 51 may
be UV-curable, and may even include a UV-curing initi-
ator, for example. Non-limiting examples of such liquid
uncured polymer precursors include 758-series "Sola-
rez" UV-cure products offered by Wahoo International.
[0074] Thermal-curable and/or infrared-curable liquid
uncured polymer precursors are also contemplated, as
are liquid uncured polymer precursors which cure
through atmospheric exposure, for example.
[0075] The liquid uncured polymer precursor 51 may
include cyanoacrylate, acrylated epoxy, acrylated poly-
ester, acrylated silicon, or methacrylate ester, for exam-
ple.
[0076] The liquid uncured polymer precursor 51 may,
for example, be configured to remain at least partially
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uncured when heated to the temperatures at which the
microspheres are heated to transform them from expand-
able polymer microspheres 41 to expanded polymer mi-
crospheres (for example during heating) for a duration
sufficient for such transformation of the microspheres to
occur. For example, expansion of the expandable micro-
spheres within a given deposit may occur over a period
of 20 ms (millliseconds) or less, whereas complete curing
of the liquid uncured polymer precursor in the given de-
posit may occur over a period of approximately one sec-
ond or more. Additionally or alternatively, curing of the
liquid uncured polymer precursor may be triggered at
higher energy levels and/or temperatures than are nec-
essary for causing expansion of the expandable micro-
spheres.
[0077] As seen in Figure 3, the process S1 for fabri-
cating the razor blade may also include curing S40 the
expanded deposit thereby forming an expanded coating
structure including a cured polymer matrix containing one
or more expanded microspheres. Curing S40 may allow
at least a portion of the uncured liquid polymer precursor,
contained in the liquid suspension previously deposited
onto the blade body and present in the expanded coating
structure after expanding S30, to be transformed into a
cured polymer matrix containing the one or more expand-
ed microspheres, for example. Although complete curing
of the liquid uncured polymer precursor may prevent or
interfere with subsequent expansion of microspheres
contained in the resulting cured polymer matrix, the term
"expandable polymer microsphere" is still used to refer
to microspheres which, prior to curing, could have been
made to expand, thereby transforming into expanded pol-
ymer microspheres.
[0078] When the liquid uncured polymer precursor of
the liquid suspension is UV-curable, curing S40 may in-
clude exposing the liquid uncured polymer precursor (or
UV-curable initiator thereof, when present) to ultraviolet
or near-ultraviolet electromagnetic radiation. As an ex-
ample, the electromagnetic radiation used during curing
S40 may have a wavelength of 405 nm or less. This may
allow depositing S20 and expanding S30 to be conducted
in visible light prior to curing S40, for example. As an
example, the electromagnetic radiation used in curing
the liquid uncured polymer precursor may be provided
by a light-emitting diode and/or a laser.
[0079] When the liquid uncured polymer precursor of
the liquid suspension contains cyanoacrylate, curing S40
may include exposing the cyanoacrylate to moisture.
[0080] The expandable polymer microspheres provid-
ed during depositing S20 may allow for formation of the
expanded coating structure to be at least partially disso-
ciated from deposition of its/their constituent materials.
This may, for example, allow for reductions in fabrication
cost and/or time and/or complexity for the razor blade.
For example, depositing S20 a relatively thin deposit and
expanding S30 the expandable polymer microspheres
therein to obtain an expanded coating structure of a de-
sired thickness may be cheaper/simpler/faster than form-

ing a deposit whose thickness is nearer to that of the
desired protrusion thickness without expansion. For ex-
ample, depositing S20 a relatively uniform deposit on the
blade body and providing local variations in expansion
during expanding S30 to obtain a desired expanded coat-
ing structure pattern/geometry may be simpler/more pre-
cise than depositing a relatively non-uniform deposit to
obtain the desired protrusion pattern/geometry without
expansion. Either or both of these may also translate to
reductions in cost, for example. These benefits may be
seen even when the process S1 for fabricating the razor
blade includes curing S40.
[0081] Figure 5 shows a schematic view of an exem-
plary razor blade 1"’ according to an example of the
present disclosure during expanding by heating.
[0082] In contrast with the razor blade 1 shown in Fig-
ure 1A, the razor blade 1"’ shown being fabricated in
Figure 5 includes a double-edged blade body 11 (such
as those available for so-called "safety" shavers). The
razor blade 1"’ is shown "edge-on" relative to a cutting
edge of a first cutting edge portion 13 of the blade body
11. The first cutting edge portion of the blade body 11 is
connected to a second cutting edge portion of the blade
body 11 by way of a first flat portion extending therebe-
tween which is monolithically constructed with the first
and second cutting edge portions. Each cutting edge por-
tion of the blade body includes its own cutting edge 13A.
[0083] In contrast with the razor blade 1 shown in Fig-
ure 1A, the razor blade 1’’’ shown being fabricated in
Figure 5 will include multiple discrete expanded coating
structures. Accordingly, the liquid suspension has been
provided as multiple discrete deposits, 2, 22. Expansion
has been performed sequentially from the left side of Fig-
ure 5 to the right side of Figure 5. On the right side of
Figure 5, at formation site 21, an unexpanded deposit 2
is shown prior to expanding and transforming into an ex-
panded deposit. Multiple discrete expanded deposits 22
are shown to the left of the formation site 21, near the
center of Figure 5.
[0084] The expanded deposits 22 will be transformed
into expanded coating structures 23 when the liquid un-
cured polymer precursor contained therein is cured to
form a cured polymer matrix.
[0085] On the left side of Figure 5, multiple discrete
expanded coating structures 23 are shown, subsequent
to curing of the liquid uncured polymer precursor to form
a cured polymer matrix.
[0086] The geometry and/or quantity of expanded
coating structures 23 on a given razor blade 1’’’ may be
determined during deposition of the unexpanded depos-
it(s) 2, and/or during expansion of the expandable poly-
mer microspheres, for example. This possibility will be
discussed in greater detail later.
[0087] A heating device 6 may be provided, which is
configured to provide energy to heat the deposit(s) 2 on
the blade body 11 to form the expanded polymer micro-
spheres of the expanded coating structure 23. The heat-
ing device 6 may, for example, include a heating element
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configured to be arranged in close proximity to the unex-
panded deposit(s) 2. For example, the heating element
may be made to contact the blade body 11 and/or unex-
panded deposit 2 so as to conduct heat thereto. Addi-
tionally or alternatively, as seen in Figure 5, the heating
device 6 may include an electromagnetic radiation
source 61, for example. The electromagnetic radiation
source 61 may emit a beam 63 of electromagnetic radi-
ation to heat the expandable polymer microspheres, for
example. The beam 63 may include infrared radiation,
for example. The electromagnetic radiation source 61
may, for example, include a laser. This heating device
may be used in all examples disclosed herein. Although
radiative heating is described, convective and conductive
heating are also contemplated.
[0088] The heating device 6 may be provided to heat
the unexpanded deposit 2 directly (for example by ex-
posing the unexpanded deposit to the beam 63, when
present) and/or indirectly (for example by exposing the
blade body 11 to the beam 63, when present, so as to
transfer heat into the unexpanded deposit).
[0089] As a non-limiting example, indirect heating may
allow for heating to be provided at a higher intensity than
may be suitable for generating the expanded polymer
microspheres of the expanded coating structure. Addi-
tionally or alternatively, for example, this may allow heat
transfer characteristics of the substrate of the unexpand-
ed deposit 2 (for example the blade body 11) to contribute
to controlling formation of the expanded polymer micro-
spheres and/or the geometry of the resulting expanded
coating structure(s).
[0090] When heating the unexpanded deposit 2 indi-
rectly, heat may be delivered to a different side of the
blade body 11 from the unexpanded deposit 2. For ex-
ample in Figure 5, the beam 63 is focused onto an op-
posite surface of the blade body 11 from the unexpanded
deposit 2. For example, since the unexpanded deposit 2
in Figure 5 is provided on a top surface 17 of the blade
body 11, the beam 63 is directed onto the bottom surface
of the blade body 11. Heat may be transferred into the
unexpanded deposit 2 at the formation site 21, opposite
from the beam 63, from the side of the unexpanded de-
posit’s substrate (in this case the side of the unexpanded
deposit 2 that is nearest the blade body 11).
[0091] Figure 6 shows a cross section of an exemplary
unexpanded deposit 2. The unexpanded deposit 2 may
be, for example, the unexpanded deposit 2 provided at
the formation site 21 in Figure 5.
[0092] As an example, the unexpanded deposit 2 may
have a maximum thickness Hu of equal to or greater than
20 mm and equal to or less than 200 mm, as measured
normal to the blade body (for example normal to the top
surface 17 of the blade body).
[0093] Additionally or alternatively, the unexpanded
deposit 2 may have a width Wu of equal to or greater
than 100 mm and equal to or less than 850 mm, as meas-
ured parallel to the top surface 17 of the blade body (for
example along the length of the blade body, parallel to

the cutting edge, and/or along the width of the blade body,
parallel to the top surface 17 of the blade body and per-
pendicular to the cutting edge).
[0094] Although the unexpanded deposit 2 is shown
as being substantially semicircular in profile, it is also
contemplated to provide a deposit that is substantially
flat in profile.
[0095] The mass fractions of expandable polymer mi-
crospheres 41 and liquid uncured polymer precursor 51
of the unexpanded deposit 2 may correspond substan-
tially to those of the liquid suspension provided during
depositing S20 in Figure 3.
[0096] Figure 7 shows an exemplary expanded coating
structure 23 obtainable from the unexpanded deposit 2
of Figure 6 after expansion of the expandable polymer
microspheres 41 therein to create expanded polymer mi-
crospheres 45 (and curing of liquid uncured polymer pre-
cursor 51 of the resulting expanded protrusion, when re-
quired). The expanded polymer microspheres 45 may be
contained in a cured polymer matrix 53 obtainable by
curing the liquid uncured polymer precursor 51 provided
in the unexpanded deposit 2 of Figure 6. Although the
mass fractions of expanded polymer microspheres 45
and cured polymer matrix 53 in the expanded coating
structure 23 may correspond to the mass fractions of
expandable polymer microspheres 41 and liquid uncured
polymer precursor 51 in the unexpanded deposit 2, it may
be understood (and it is contemplated) to provide an ex-
panded coating structure which contains a mixture of ex-
pandable and expanded microspheres, for example by
avoiding heating of a given region of the deposit prior to
expansion of all of the expandable microspheres located
therein.
[0097] As an example, expansion of the expandable
polymer microspheres may cause the expanded coating
structure 23 to have a maximum thickness He of equal
to or greater than 100 mm and equal to or less than 500
mm, or even equal to or greater than 120 mm and equal
to or less than 300 mm.
[0098] Additionally or alternatively, the expanded coat-
ing structure 23 may have a width We, of equal to or
greater than 100 mm and equal to or less than 2000 mm,
or even equal to or greater than 550 mm and equal to or
less than 1000 mm, for example. Although the resulting
expanded coating structure 23 is shown as having a pro-
file that is substantially similar in shape to that of the
corresponding unexpanded deposit 2 from which it was
obtained, it is understood that an expanded coating struc-
ture may be provided with a substantially different profile
to the corresponding unexpanded deposit, for example
by providing variations in heating. Although the expanded
coating structure 23 is shown as being its widest at its
interface with the top surface 17 of the blade body, it may
be understood that, depending on how expanding S30
progresses, the maximum width We may occur at a dis-
tance from the top surface 17.
[0099] As indicated earlier, the geometry and/or quan-
tity of expanded coating structures 23 on a given razor
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blade may additionally or alternatively be determined dur-
ing deposition of the deposit 2, for example. Returning
now to Figure 3, for example, during depositing S20, the
liquid suspension may be deposited multiple distinct lo-
cations on the blade body, so that formation of the ex-
panded coating structures by expanding S30 the expand-
able microsphere(s) may be substantially constrained to
these locations. For example, so-called "inkjet technolo-
gy" (in which a jet of material which may or may not be
ink is projected onto a target material) may be used to
deliver the liquid suspension to the desired location(s)
on the blade body during depositing S20. It is also con-
templated to make use of other "printing-type" techniques
during depositing S20, possibly in combination with the
inkjet technology technique described above. For exam-
ple, pad printing or roller printing may be suitable for de-
positing S20 the liquid suspension onto the blade body.
It is also contemplated to make use of a liquid dispenser,
such as the "752V" or "PICO Pmlse" dispensers offered
by Nordson, for depositing S20 the liquid suspension on-
to the blade body.
[0100] The placement (on the blade body) and/or ge-
ometry of the deposit formed by depositing S20 may help
to determine the placement and/or geometry of the ex-
panded coating structure that may be obtainable by ex-
panding S30. For example, the interface between the
expanded coating structure and the blade body may cor-
respond substantially to the geometry of the interface
between the blade body and the deposit from which the
expanded coating structure was formed.
[0101] Figure 8, for example, shows a top view of one
of the razor blades 1" of Figure 2B (normal to the top
surface 17 of the blade body 11), subsequent to depos-
iting S20, expanding S30, and curing S40.
[0102] Depositing S20 was performed onto the blade
support 33 presenting the top surface 17 of the blade
body 11, yielding multiple discrete unexpanded deposits,
as seen with Figure 5. It may be understood, however,
that a single, continuous unexpanded deposit may also
be suitable for this razor blade 1".
[0103] In contrast with Figure 5, however, expanding
S30 for this razor blade 1" was performed by arranging
for direct heating of the unexpanded deposits, however
it may be understood that indirect heating may also be
suitable for this razor blade 1".
[0104] Although the razor blade 1" is shown subse-
quent to assembly of the cutting edge portion 13 to the
blade support, it may be understood that such assembly
may be performed subsequent to depositing S20, ex-
panding S30 and curing S40.
[0105] The razor blade 1" in Figure 8 is shown as hav-
ing multiple discrete expanded coating structures 23,
which each have substantially
rectangular "footprints" (areas of contact with the blade
body 11) as a result of them being formed from deposits
that were substantially rectangular in shape on the blade
body 11. Non-rectangular footprints are also contemplat-
ed. By providing a plurality of discrete deposits which are

distinct from one another on the blade body 11, it may
be possible to obtain a plurality of discrete expanded
coating structures 23 which are distinct from one another
even if heating (when used during expanding) would be
performed over a larger area than merely where expand-
ed coating structures are desired, for example.
[0106] Figure 9 shows a top view, edge-on view, and
side view (orthogonal to the top and edge-on views) of a
razor blade 1* as a one-piece blade body, called a "bent
blade". In contrast with the razor blades 1’, 1" shown in
Figures 2A & 2B, the razor blade 1* shown in Figure 9
has a cutting edge portion 13 which is monolithically con-
structed with a blade support 33. The first flat portion 12A
extends from the cutting edge portion 13 as seen in Fig-
ure 1A, but is prolonged by a second flat portion 12B
extending from an intermediate portion 12’ linking the
second flat portion 12B to the base portion 30. The base
portion 30, the second flat portion 12B and the interme-
diate portion 12’ form the blade support 33, which is mon-
olithic with the cutting edge portion 13 and the first flat
portion 12A. In contrast with the razor blade 1" shown in
Figure 8, the razor blade 1* shown in Figure 9 includes
a plurality of expanded coating structures 23 obtained by
selectively expanding non-contiguous regions of a
shared unexpanded deposit 2. Accordingly, the rem-
nants of the unexpanded deposit 2 are shown in Figure
9 as extending between adjacent expanded coating
structures 23. By forming multiple expanded coating
structures 23 from a shared unexpanded deposit 2, it
may be possible to reduce the time required to perform
depositing of the liquid suspension on the blade body 11,
for example. Additionally or alternatively, for example,
unexpanded regions of a shared deposit 2 from which
multiple expanded coating structure(s) 23 may contribute
to the strength of the connections between these expand-
ed coating structures and the blade body 11.
[0107] Although the expanded coating structures 23 in
Figures 8 & 9 are shown as having substantially equiv-
alent gaps G with respect to the cutting edge 13 as each
other, it is also contemplated for multiple expanded coat-
ing structures 23 within a given plurality of expanded
coating structures to have different gaps G from one an-
other. Likewise, as seen in Figure 10, the gap G may
vary along the length of the blade body 11 even when a
continuous expanded coating structure 23 is provided.
[0108] Figure 10 shows one of the razor blades 1’ of
Figure 2A, and includes top, side, and edge-on views as
seen in Figure 9. In contrast with the razor blade 1* shown
in Figure 9, the razor blade 1’ shown in Figure 10 includes
a curvilinear expanded coating structure 23 obtained by
uniformly expanding a continuous curvilinear deposit ar-
ranged along the cutting edge portion 13 of the blade
body 11, and the cutting edge portion 13 is mounted to
a blade support 33. The gap G separating the expanded
coating structure 23 from the cutting edge of the cutting
edge portion 13 is seen to vary along the length direction
of the blade body 11 (parallel to the cutting edge).
[0109] It may be understood that any of the foregoing
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deposition and/or expanded coating geometries may be
suitable for use with any of the foregoing blade body con-
figurations.
[0110] A first non-limiting example will now be de-
scribed.
[0111] Expancel 461 DU 20 expandable polymer mi-
crospheres (D50 = 6-9 mm according to product data
sheet) were dispersed in a liquid uncured polymer pre-
cursor (Solarez 75800 UV-Cure Epoxy Resin, monomer
content = 35%) to obtain a first liquid suspension con-
taining 6-12 % expandable polymer microspheres by
mass and liquid uncured polymer precursor forming the
remainder.
[0112] A cutting edge portion of a double-edged blade
body was provided, measuring 0.1 mm thick, and made
of stainless steel.
[0113] Pad printing was used for depositing the first
liquid suspension onto a top surface of the cutting edge
portion of the blade body such that a continuous linear
deposit was arranged substantially parallel to the cutting
edge of the blade body. The deposit was observed to
have a width of 650-850 mm as measured parallel to the
top surface of the blade body, and had a thickness of
20-200mm as measured perpendicular to the top surface
of the blade body.
[0114] An 80 watt beam of infrared light was used for
expanding the expandable microspheres of the deposits.
The beam had a wavelength of 1064 nm and was shone
onto blade body from an infrared laser at a plurality of
locations on the bottom surface thereof. Each location
illuminated by the beam was circular with a diameter of
0.6 mm, and centered on the opposite side of the blade
body from a deposit in the first plurality of deposits. Each
location was illuminated for 5 ms (milliseconds), causing
heating of the blade body and of the corresponding de-
posit until expandable microspheres of the exposed por-
tion of the deposit reached the prescribed expansion tem-
perature range indicated on the product datasheet (ap-
proximately 106-137 °C).
[0115] The resulting expanded deposits, correspond-
ing to the portions of the unexpanded deposit subjected
to expansion, had a substantially semi-circular cross-
section with a diameter of 550-1000mm and a thickness
of 120-300mm.
[0116] Digital microscopic analysis of a sample of 30
expanded polymer microspheres in these expanded
coating structures revealed diameters in the range of
10-21 mm as measured using standard microscopy tech-
niques, corresponding to these microspheres increasing
in volume 13-43 fold while expanding from expandable
polymer microspheres to expanded polymer micro-
spheres.
[0117] A second non-limiting example will now be de-
scribed.
[0118] A razor blade was prepared as described in the
first non-limiting example, and the expanded coating
structures thereof were subjected to curing by exposure
to a 0.5-watt beam from a light-emitting diode configured

to emit near ultraviolet radiation at a wavelength of 405
nm.
[0119] Exposure to the beam lasted 5 seconds, caus-
ing transformation of the liquid uncured polymer precur-
sor remaining from the deposits from which the expanded
coating structures were formed into a cured polymer ma-
trix, as confirmed by digital microscopic analysis of 4 pro-
trusions of the expanded coating structure subsequent
to curing in this manner.
[0120] A third non-limiting example will now be de-
scribed.
[0121] A liquid suspension was created as described
in the first non-limiting example, but using Expancel 031
DU 40 expandable polymer microspheres (D50 = 10-16
mm according to product data sheet) instead of 461 DU
20 microspheres.
[0122] A cutting edge portion of blade body was pro-
vided as described in the first non-limiting example, and
the liquid suspension was deposited onto the top surface
of the cutting edge portion of the blade body in the same
manner as described with regard to the first non-limiting
example. The deposit had similar dimensions to those of
the first non-limiting example.
[0123] The blade body and associated unexpanded
deposit were heated in an oven until expandable micro-
spheres of the deposit reached the prescribed tempera-
ture range indicated on the product datasheet (approxi-
mately 95-120°C) to transform the unexpanded deposit
into an expanded deposit. The resulting expanded de-
posit was then cured as described with respect to the
second non-limiting example to yield an expanded coat-
ing structure.
[0124] Although the described embodiments were pro-
vided as different exemplary embodiments, it is envi-
sioned that these embodiments are combinable or, when
not conflicting, the features recited in the described em-
bodiments may be interchangeable. Moreover, the fea-
tures recited in the described embodiments are not inex-
tricably linked to one another, unless such a linkage is
clearly indicated between two given features.
[0125] Throughout the description, including the
claims, the term "comprising a" should be understood as
being synonymous with "comprising at least one" unless
otherwise stated. In addition, any range set forth herein,
including the claims should be understood as including
its end value(s) unless otherwise stated. Specific values
for described elements should be understood to be within
accepted manufacturing or industry tolerances known to
one of skill in the art, and any use of the terms "substan-
tially" and/or "approximately" and/or "generally" should
be understood to mean falling within such accepted tol-
erances.
[0126] Although the present disclosure herein has
been described with reference to particular embodi-
ments, it is to be understood that these embodiments are
merely illustrative of the principles and applications of
the present disclosure.
[0127] It is intended that the specification and exam-
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ples be considered as exemplary only, with a true scope
of the disclosure being indicated by the following claims.

Claims

1. A razor blade (1, 1’, 1", 1’’’, 1*) comprising a blade
body (11), an expanded coating structure (23) ar-
ranged on a surface (17) of the blade body (11) so
as to cover the blade body at least partially, the ex-
panded coating structure (23) comprising one or
more expanded polymer microspheres (45), at least
one of the one or more expanded polymer micro-
spheres (45) comprising a gas encapsulated within
a hollow thermoplastic polymer shell (43).

2. The razor blade (1, 1’, 1", 1’’’, 1*) of claim 1, wherein
the expanded coating structure (23) comprises a
cured polymer matrix (53) containing the one or more
expanded polymer microspheres (45).

3. The razor blade (1, 1’, 1", 1’’’, 1*) of claim 2, wherein
the expanded coating structure (23) comprises equal
to or greater than 0.1% and equal to or less than
30% expanded polymer microspheres (45) and/or
expandable polymer microspheres (43) by mass,
and cured polymer matrix (53) forming the remain-
der.

4. The razor blade (1, 1’, 1", 1’’’, 1*) of any of claims
1-3, wherein the shell (43) of at least one of the one
or more expanded polymer microspheres (45) has
a thickness less than 2mm.

5. The razor blade (1, 1’, 1", 1’’’, 1*) of any of claims
1-4, the expanded coating structure (23) presents a
maximum thickness (He), as measured normal to
the surface (17) of the blade body (11), equal to or
greater than 120 mm and equal to or less than 500
mm.

6. The razor blade (1, 1’, 1", 1’’’, 1*) of any of claims
1-5, wherein the expanded coating structure (23)
presents a width (We), as measured parallel to the
surface (17) of the blade body (11), equal to or great-
er than 100 mm and equal to or less than 2000 mm.

7. A skincare device (3, 3’) comprising a razor blade
(1, 1’, 1", 1’’’, 1*) according to any of the preceding
claims.

8. A process (S1) for fabrication of a razor blade (1, 1’,
1", 1’’’, 1*) according to any of claims 1-6, comprising

providing (S10) a blade body (11),
depositing (S20) a liquid suspension (5), the liq-
uid suspension (5) comprising expandable pol-
ymer microspheres (41) dispersed in a liquid un-

cured polymer precursor (51), the expandable
polymer microspheres including a gas encapsu-
lated within a hollow thermoplastic polymer shell
(43), on a surface (17) of the blade body (11) to
obtain a deposit (2),
expanding (S30) one or more of the expandable
polymer microspheres (41) dispersed in the de-
posit (2) to obtain an expanded deposit including
one or more expanded polymer microspheres
(45) arranged on the surface (17) of the blade
body (11), the liquid uncured polymer precursor
(51) being configured to remain uncured during
expansion of the expandable polymer micro-
spheres.

9. The process (S1) of claim 8, wherein the liquid sus-
pension (5) comprises equal to or greater than 0.1%
and equal to or less than 30% expandable polymer
microspheres (41) by mass, and liquid uncured pol-
ymer precursor (51) forming the remainder.

10. The process (S1) of claim 8 or 9, wherein at least
one of the expandable polymer microspheres (41)
has a diameter equal to or greater than 5 mm and
equal to or less than 40 mm.

11. The process (S1) of any of claims 8-10, wherein the
liquid uncured polymer precursor is UV-curable.

12. The process (S1) of any of claims 8-11, wherein the
step of expanding (S30) one or more of the expand-
able polymer microspheres (41) includes heating the
one or more expandable polymer microspheres (41)
to a temperature at which the shell (43) is plastically
deformable under pressure of the gas encapsulated
therein.

13. The process (S1) of any of claims 8-12, wherein the
step of expanding one or more of the expandable
polymer microspheres (41) includes heating the one
or more expandable polymer microspheres to a tem-
perature equal to or greater than 80 °C and equal to
or less than 200 °C.

14. The process of any of claims 8-13, comprising curing
(S40) the liquid uncured polymer precursor (51) sub-
sequent to the step of expanding at least a portion
of the expandable polymer microspheres (41) to ob-
tain a polymer matrix (53) containing one or more
expanded polymer microspheres (45).

15. A process (S100) of fabricating a skincare device (3)
comprising attaching (S99) a razor blade (1, 1’, 1",
1’’’, 1*) according to any of claims 1-6 to a cartridge
(31).
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