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(57) A manufacturing process for brassiere, and es-
pecially for a brassiere of front clasp type, comprises a
step of left side forming, a step of right side forming, a
step of rear piece forming, and a step of joining. Both
left part and the right part of the brassiere are integrally
formed with a bra cup, an edge piece, and a shoulder
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band by way of the plastics or the rubber being treated
injection molding or vacuum forming respectively. A
clasp device is provided to engage the bra cups with
shoulder bands having engaging device for engaging
the rear piece. Both ends of the rear piece are joined to
both the edge pieces respectively.
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Description

BACKGROUND OF THE INVENTION

1. Field of The Invention:

[0001] The present invention relates to a brassiere
and a manufacturing process for the brassiere, and par-
ticularly to a brassiere integrally made of the plastics or
the rubber being treated by way of injection molding or
vacuum forming.

2. Description of Related Art:

[0002] The brassiere is underwear for women and it
is clothing next to skin. Because the breasts of women
are different in size, it is not easy to design the brassiere
suitable for women. From viewpoint of elegant posture
or medicine, it is significant that a good or a bad bras-
siere affects the health and the modeling of the wearer
substantially. Although so called new women empha-
size no underwear worn means liberation for women, it
may result in lapsed breasts and is not helpful for keep-
ing their figures in shape.

[0003] Generally, a brassiere is composed of bra
cups, edge pieces, rear pieces, shoulder bands, and a
clasp device. A space, which is enclosed by these com-
ponents, constitutes a configuration of bust. Usually, bra
cups have different sizes for personal individuals, and
edge pieces and rear pieces determine the size of the
brassiere. For a conventional cloth brassiere, a steel
wire is inserted into lower edges of the cups respectively
and an elastic band or a lace fabric is attached to the
outer rim of the brassiere for decoration. Thus, the bras-
siere can keep contact with the body curve so as to pre-
vent from slip. But, it is often that pressing marks are left
on the skin.

[0004] On the other hand, the society is getting open
such that the topless or partly breast exposure becomes
not so surprised to every one. Basically, human body is
not evil from the viewpoint of health, but we are re-
strained morally in the civilization process such that an
incorrect thought of nude being guilty is built in our
hearts. Although the topless may reach a feeling of lib-
eration as stated above, it may result in distorted and
lapsed breasts frequently.

[0005] Furthermore, the conventional cloth brassiere
has a sophisticated manufacturing process such as mul-
ti-steps of sewing, a step of inserting steel wires, and
etc. In the meantime, the conventional brassiere is
made of cloth such that it is easy to be worn out and be
twisted out of shape. Therefore, an improvement for the
brassiere is virtually required.

SUMMARY OF THE INVENTION

[0006] An object of the present invention is to provide
a brassiere, which is snugly worn without pressing
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marks on the skin.

[0007] An another object of the present invention is to
provide a brassiere, which is easy to be washed and
wiped dry for being reused promptly.

[0008] A further object of the present invention is to
provide a manufacturing process for above said bras-
siere, with which less steps are required and a stronger
quality can be obtained with lower cost.

BRIEF DESCRIPTION OF THE DRAWINGS

[0009] The presentinvention can be more fully under-
stood by referring to the following description and ac-
companying drawing, in which:

Fig. 1A is a perspective view of a brassiere accord-
ing to the present invention;

Fig. 1 B is a fragmentary rear view of the brassiere
shown in Fig. 1;

Fig. 2 is a flow chart of making the brassiere of front
clasp type by way of vacuum forming according to
the present invention;

Fig. 3 is another flow chart of making the brassiere
of rear clasp type by way of vacuum forming;

Fig. 4 is a further flow chart of making the brassiere
of front clasp type by way of injection molding; and

Fig. 5 is a further flow chart of making the brassiere
of rear clasp type by way of injection molding.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENTS

[0010] Referring to Figs. 1A through 1B, a brassiere
1 according to the present invention basically provides
aright and a left bra cups 1, edge pieces 2, a left and a
right rear pieces 3, shoulder bands 4, a rear clasp device
5 at ends of the rear pieces 3. An engaging device 6 is
provided on the shoulders respectively. The shoulder
bands 4 are not provided in case of the brassiere being
made without shoulder bands. A brassiere of front clasp
type has a front clasp device 7 being located between
the bra cups.

[0011] The bra cups 1 are made of waterproof mate-
rial such as porous plastics of high molecular or porous
rubber and are preferably formed integrally. Air aper-
tures or surface treatment such as printing may be add-
ed to the formed bra cups 1 for beautification. If the bra
cups 1 are processed by way of vacuum forming, the
rear pieces 3 may be joined then.

[0012] The edge pieces 2 are disposed at outer side
of the bra cups 1 and made of the same material as the
bra cups 1. The edge pieces 2 are formed integrally ei-
ther to save the working cost and the making process.
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[0013] The rear pieces 3 are fixedly attached to outer
ends of the edge pieces 2 and preferably made of the
same material too. In case of injection molding, the rear
pieces 3 may be formed integrally with the edge pieces
2. However, in case of vacuum forming, the rear pieces
are cut in advance and then to join with the edge pieces
2 by way of, for instance, high frequency wave. The
length of each rear piece 3 depends on the bust such
that different lengths are available for different sizes of
busts.

[0014] Whether the shoulder bands 4 being provided
or not is determined by the style of brassiere. For a bras-
siere with shoulder bands, the shoulder bands is inte-
grally formed with the bra cups 1. For a brassiere without
shoulder bands, no shoulder bands are required. The
shoulder bands 4 are disposed one at the left and the
other one at the right respectively extending from the
bra cups 1 toward the rear pieces 3. A conventional ad-
justable buckle can be attached to the shoulder bands
4 respectively such that the lengths of the shoulder
bands 4 may be regulated properly.

[0015] The rear clasp device 5 provided on the rear
pieces for the back opening brassiere is also called back
hook and itis preferable that multiple engaging positions
available on the clasp device 5 as the conventional clasp
device does so as to be engaged adjustably for different
tightness.

[0016] The engaging device 6 is provided at both ends
of each shoulder band 4 respectively such that the en-
gaging device 6 engages with one of the cups 1 or one
of the rear pieces 3 optionally.

[0017] The front clasp device 7 is disposed between
the cups 1 for the brassiere of front clasp type, but it is
not required for the brassiere of rear clasp type.

[0018] The brassiere of the present invention has the
same parts as the conventional brassiere. But, the bras-
siere of the present invention is made of high molecular
plastics or rubber being formed by injection or vacuum
instead of cloth being formed by cutting. The parts in the
brassiere of the present invention are joined by way of
high frequency pressing or supersonic wave welding, or
other equivalent methods.

[0019] Therefore, the manufacturing process for the
brassiere of the presentinvention is completely different
from that for the conventional cloth brassiere.

[0020] Referring to Fig. 2, a flow chart of making the
brassiere of front clasp type by way of vacuum forming
is illustrated. The left and right cups 1, and the edge
pieces 2 are made by way of the vacuum forming re-
spectively. The cups 1 are cut into pieces and attached
the front clasp device 7, and a respective end of shoul-
der bands 4 with engaging device 6. In the meantime,
the rear pieces 3 are cut and attached by the respective
other end of the shoulder bands with engaging device
6. Finally, both ends of the rear pieces 3 are joined to
the edge piece 2 respectively.

[0021] Referring to Fig. 3, a flow chart of making the
brassiere of rear clasp type by way of vacuum forming

10

15

20

25

30

35

40

45

50

55

is illustrated. First of all, the left and right cups 1, and
the edge pieces 2 are made by way of the vacuum form-
ing respectively. The shoulder bands 4 with engaging
device 6 are attached to the cups 1 respectively. The
rear pieces 3 are cut and attached by arear clasp device
5 at the same time. Then, the rear pieces 3 are attached
to the edge piece 2 finally.

[0022] Referring to Fig. 4, a flow chart of making the
brassiere of front clasp type by way of injection molding
isillustrated. The left and right cups 1 and the edge piece
2 are integrally formed in a mold. Then, the rear pieces
3 are joined. Finally, the front clasp device 7 and the
shoulder engaging devices are attached to the cups 1.
[0023] Referring to Fig. 5, a flow chart of making the
brassiere of rear clasp type by way of injection molding
is illustrated. The left and right cups 1, the edge piece
2, the rear pieces 3, and the shoulder bands 4 are inte-
grally formed in an injection mold. The ends of the rear
pieces 3 are attached by the rear clasp device 5. Finally,
the shoulder bands 4 are attached by engaging device
6 respectively.

[0024] In practice, the present invention provides a
number of advantages and major advantages are listed
hereinafter:

1) The brassiere of the present invention keeps a
homogeneous thickness without any abruptness to
avoid pressing marks on the skin, which the prior
art does.

2) The brassiere of the present invention is made
of a material with proper elasticity so as to contact
with the bust snugly such that the curve of the figure
may look conspicuous completely.

3) The brassiere of the present invention can be
washed and wiped dry easily so that it is possible
to be put on right after cleaning. Therefore, less un-
derwear is needed to prepare for use.

4) The brassiere of the present invention is made
of waterproof material such that it can be used as
part of swimming suit or part of sports ouffit.

5) The brassiere of the present invention can be
made of colored material or material with surface
printing treatment to enhance the visional delight
and fun.

[0025] The manufacturing process for the brassiere
provides the cups and the edge pieces being integrally
formed to lessen the steps of working and the production
cost is lowered substantially. All the joining spots are
done by way of high frequency wave or supersonic wave
such that works are simple and the bonding force is
much stronger. Any breaks resulting from loosened
thread as occurring in the prior art will not happen in the
present invention.
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[0026] While the invention has been described with
reference to a preferred embodiment thereof, it is to be
understood that modifications or variations may be eas-
ily made without departing from the spirit of this inven-
tion, which is defined by the appended claims.

Claims

1. A manufacturing process for brassiere, and espe-
cially for a brassiere of front clasp type, comprising
the following steps:

a step of left side forming, a left bra cup, a left
edge piece, and a left shoulder band being in-
tegrally formed by way of the plastics or the rub-
ber being treated with injection molding or vac-
uum forming, a clasp device being attached to
a lateral edge of the left bra cup, and an end of
the shoulder band being attached by an engag-
ing device;

a step of right side forming, a right bra cup, a
right edge piece, and a right shoulder band be-
ing integrally formed by way of the plastics or
the rubber being treated with injection molding
or vacuum forming, a clasp device being at-
tached to a lateral edge of the right bra cup, and
an end of the right shoulder band being at-
tached by another engaging device;

a step of rear piece forming, a rear piece being
formed by way of the plastics or the rubber be-
ing cut by mold tool, and then shoulder engag-
ing devices being attached to the rear piece;
and

a step of joining, both ends of the rear piece
being joined the edge pieces surround the left
and the right bra cups.

2. The manufacturing process for brassiere according
to claim 1, wherein the step of joining is performed
by high frequency wave or supersonic wave weld-

ing.

3. The manufacturing process for brassiere according
to claim 1, wherein the plastics or the rubber is
transparent.

4. The manufacturing process for brassiere according
to claim 1, wherein the shoulder engaging device
on the rear piece engages with the engaging device
on the shoulder bands.

5. A manufacturing process for brassiere, and espe-
cially for a brassiere of rear clasp type, comprising
the following steps:

a step of forming, a left and right bra cups, a left
and a right edge pieces, and a left and a right
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10.

1.

12.

shoulder bands being integrally formed by way
of the plastics or the rubber being treated with
injection molding or vacuum forming, and the
ends of the shoulder bands being attached by
an engaging device; and

a step of joining, a left and a right rear pieces
are joined to the left and the right edge pieces
respectively.

The manufacturing process for brassiere according
to claim 5, wherein the step of joining is performed
by high frequency wave or supersonic wave weld-
ing.

The manufacturing process for brassiere according
to claim 5, wherein the plastics or the rubber is
transparent.

The manufacturing process for brassiere according
to claim 5, wherein the rear clasp device on the re-
spective rear piece engages with each other.

A manufacturing process for brassiere, and espe-
cially for a brassiere of front clasp type, comprising
the following steps:

a step of injection, a left and a right bra cups, a
left and a right edge pieces, and a left and a
right rear pieces being integrally formed by way
of the plastics or the rubber being treated with
injected mold tool;

a step of adding engaging device, the left and
the right bra cups at the inner lateral sides
thereof respectively being provided with a clasp
device for engaging to each other, the shoulder
bands at the ends thereof being provided with
an engaging device respectively, and the left
and the right rear pieces being joined to the left
and the right edge pieces respectively.

The manufacturing process for brassiere according
to claim 9, wherein the plastics or the rubber is
transparent or semi-transparent.

The manufacturing process for brassiere according
to claim 9, wherein the shoulder band engaging de-
vice can engage with the rear pieces.

A manufacturing process for brassiere, and espe-
cially for a brassiere of rear clasp type, comprising
the following steps:

a step of injection, a left and a right bra cups, a
left and a right edge pieces, and a left and a
right rear pieces being integrally formed by way
of the plastics or the rubber being treated by
injected mold tool; and

a step of adding engaging device, the left and
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the right rear pieces at ends thereof being at-
tached by a clasp device respectively.

13. The manufacturing process for brassiere according
to claim 12, wherein the left and the right shoulder %
bands may be injected at the same time by way of
injection mold tool and be attached by a shoulder
band engaging device to engage with the rear piec-
es respectively.

10
14. The manufacturing process for brassiere according
to claim 12, wherein the plastics or the rubber is
transparent or semi-transparent.
15. A brassiere, comprising 15

two bra cups, being provided with a left cup
and aright cup and being associated with each oth-
er;
two edge pieces, being attached to outer
sides of the bra cups respectively; and 20
two rear pieces, being joining at outer sides
of the edge pieces respectively.

16. The brassiere according to claim 15, wherein the
brassiere may be attached two shoulder bandsina 25
way of being integrally formed with the same mate-
rial.

17. The brassiere according to claim 15, wherein said
two bra cups may be integrally formed togetherand 30
the rear pieces at the ends thereof are provided with
a clasp device respectively for engaging with each
other.

18. The brassiere according to claim 15, wherein said 35
two rear pieces may be integrally formed as a single
piece and said two bra cups at inner lateral sides
thereof are provided with a clasp device respective-
ly for engaging with each other.

40
19. The brassiere according to claim 16, wherein the
shoulder bands may be provided with engaging de-
vice respectively for engaging with the rear piece.
45
50
55
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