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(54) IMPROVED METHOD FOR MANUFACTURING CANDLES AND DEVICE FOR EXECUTING SAID

METHOD

(57)  Method for manufacturing candles that compris-
es attaching the wick to a stand and threading the same
to a core through a longitudinal orifice, where the method
is performed by filling said orifice with a filler material

FIG.1

from the bottom, forcing out the air from said orifice before
covering the upper outlet thereof, for which purpose the
core has lower channels that communicate the longitu-
dinal orifice with the cavity present around the core.
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Description

[0001] As its title indicates, the present invention re-
lates to a method for manufacturing candles, where these
candles are of the type placed inside a glass and which,
in general, have a manufacturing process that comprises
a stage of attaching the wick to a stand or support, sub-
sequent threading into a core that is attached to the base
of the container glass, a stage of filling the glass with
liquid wax and a drying stage.

[0002] The aforementioned core is in general a wax or
paraffin cylinder with alongitudinal central orifice through
which the wick is threaded and a central recess on its
lower base to house the stand to which the wick is at-
tached without compromising the stability of the core
when placed in the glass.

[0003] The inventionrelates to animprovement of said
process and the device that allows executing same, in
this case a core with specific features.

[0004] The corresponding field of the art is that of can-
dle manufacturing.

BACKGROUND OF THE INVENTION

[0005] Candles presented inside an open container,
such as a glass, occupying the entire cross section of
said container are well known.

[0006] In the manufacture of said candles, a common
method comprises attaching the wick to a stand, normally
made from metal, followed by threading said wick in a
core, normally a wax or paraffin cylinder with a generally
axial longitudinal orifice and a central recess in its lower
base large enough to house the stand.

[0007] Thewick crosses the core along the longitudinal
orifice thereof such that one end of the threaded wick
protrudes from the upper base of the core while the op-
posite end is attached to the stand, the stand being
housed in a recess of the lower base of the core and
secured to the base of the container.

[0008] The core does not occupy the entire cross sec-
tion of the container, so that a cavity is created around
the container and on its upper base.

[0009] When the container already has inside it a wick,
core and stand attached to the base, molten wax is
poured into it filling the cavity surrounding the core, with-
out covering the upper end of the wick and, in general,
also covering the upper base of the core such that said
core is submerged and concealed from the consumer’s
view.

[0010] Lastly, a cooling stage is performed.

[0011] A candle of the type described comprising a
container, a wick attached to a stand, a support or core
and filling wax in the container can be found in US Patent
1,174,934,

[0012] A similar method formanufacturing candles can
be found in US Patent 3,998,922.

[0013] US Patent 6,033,210 also relates to a method
for manufacturing candles in a container comprising the
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user of a core that is covered by the material filling the
container with the upper end of the wick protruding.
[0014] US Patent 201227016 relates to a candle com-
prising an inner core where said core is not cylindrical,
the cross section thereof varying, and therefore the ol-
factory sensation thereof also changing.

[0015] Similarly, document EP1094105 relates to a
method for manufacturing candles in a container that us-
es acore that keeps the wick upright and which is covered
by molten wax.

[0016] In some cases, as indicated in document
US6397562, the base ofthe core is heated so that it melts
somewhat, assisting in the attachment thereof to the
base of the container.

[0017] None of the inventions discussed above solves
a problem in the manufacture of said candles which is
that in many occasions the longitudinal orifice of the core
is filled with molten wax from top to bottom, generating
air bubbles.

[0018] These air bubbles can rise to the surface during
the candle cooling stage, affecting the appearance of the
product, such that the candle must be manipulated to
eliminate them, normally by shaking and reheating.
[0019] The air bubbles may not emerge during the
cooling stage, instead becoming apparent during the use
of the candle, as the wax or paraffin is consumed, result-
ing in an unappealing and low-quality appearance of the
product.

DESCRIPTION OF THE INVENTION

[0020] To solve the aforementioned problems, a man-
ufacturing method is proposed wherein the central orifice
of the core is filled from bottom to top, eliminating the
possibility of air being trapped and generating bubbles
that spoil the appearance of the product.

[0021] Forthis purpose the coreis provided with a spe-
cial configuration that allows the filler material, usually
wax, to pass from the surrounding cavity to the inner or-
ifice thereof.

[0022] In view of the above, the improved method for
manufacturing candles comprises a number of stages
common to candle manufacturing methods, such as at-
taching the wick to a stand and threading the wick in a
core, characterised by:

Attaching the stand and core to the bottom of the con-
tainer, leaving open channels that communicate the cav-
ity around the core with its inner orifice.

[0023] Pouring filler material into the cavity around the
core.

[0024] To prevent the filler material from entering the
longitudinal orifice of the core on the upper part, the core
is provided on its upper base with an extension, with the
outlet of said longitudinal orifice located on the apex
thereof such that under gravity the filler material will slide
toward the periphery of the core, without entering the
longitudinal orifice at the upper part.

[0025] As described, the filler material starts filling the
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cavity around the core and, through the aforementioned
lower channels, the filler material enters the core orifice
from the bottom part thereof.

[0026] The longitudinal orifice is filled starting at the
base thereof, pushing out the air through the upper part.
[0027] The longitudinal orifice and the cavity around
the core arefilled simultaneously by adjusting the pouring
speed.

[0028] As the cavity around the core and the longitu-
dinal orifice are filled simultaneously, the air present in
the longitudinal orifice is expelled before the filler material
covers the core.

[0029] The operation of expelling the air present in the
longitudinal orifice is completed before the apex of the
extension of the upper base of the core is covered with
filler material, thereby preventing the formation of bub-
bles.

[0030] Afterthefilling operation and after a partial cool-
ing stage, there can be an optional heating stage to elim-
inate any imperfections left on the surface of the candles.
[0031] The device allowing to carry out this candle
manufacturing method is a core comprising:

A main body with two bases, an upper base and a lower
base, made from a combustible material and crossed by
a longitudinal orifice.

[0032] A wick that crosses said body longitudinally,
protruding out of the upper base of the body.

[0033] A stand connected to the lower end of the wick.
[0034] The main body presents on its lower part a
number of channels, preferably open towards the base
of the main body, communicating the cavity existing
around said main body and the longitudinal inner orifice
thereof.

[0035] This longitudinal orifice has a greater diameter
on its base and narrows gradually, thereby simplifying
the threading of the wick and improving the filling thereof,
facilitating the entry of the filler material and the expulsion
of the accumulated air.

[0036] The base of the main body also presents a cir-
cularlip thatgenerates a central recess in which the stand
can be housed, and a peripheral setback that facilitates
the union of the main body to the base of the container
by allowing wax to be deposited in this area.

[0037] At the upper base thereof the main body
presents an extension with an apex that coincides with
the upper opening of the longitudinal orifice.

BRIEF DESCRIPTION OF THE FIGURES

[0038] The presentinvention will be better understood
in view of the accompanying figures.

FIGURE 1 represents a schematic, cross-sectional
view of the container (1), the core (2), the wick (3)
that protrudes above the upper part of the longitudi-
nal orifice (4) of the core, coinciding with the apex
(5) of the extension (12) of the upper base thereof
which ends under the surface (13) of the filler mate-
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rial, showing the cavity (6) around the core, specifi-
cally between the core and the container, the lower
channels (7) that communicate said cavity (6), and
also shows the stand (8) that holds the bottom end
of the wick which is housed in a central recess (10)
present at the lower base of the core.

FIGURE 2 represents a bottom view of the core,
clearly showing the lower channels (7) and the sup-
port element (9), in this case a circular lip that gen-
erates a central recess (10) and a peripheral setback

(11)

FIGURE 3 represents atop view of the core, showing
the extension (12) of the upper base and the apex
(5) of the same that coincides with the upper outlet
of the longitudinal orifice (4) of the core.

FIGURE 4 represents a three-dimensional and sec-
tional view of the whole assembly.

DESCRIPTION OF AN EMBODIMENT OF THE INVEN-
TION

[0039] A descriptionis given below of one possible em-
bodiment of the invention for purposes of illustration only
and in a non-limiting sense.

[0040] The invention relates to an improved method
for manufacturing candles and the device that allows ex-
ecuting same.

[0041] The method, after attaching the wick (3) to a
stand (8) and threading same to a core passing it through
the longitudinal orifice (4), comprises the following stag-
es:

Attaching the stand (8) to the base of the container (1)
and positioning the core (2) and the wick (3).

[0042] Pouring filler material through a point that does
not vertically coincide with the upper outlet of the longi-
tudinal orifice (4), so that the filler material slides towards
the cavity (6) surrounding the core and does not enter
the longitudinal orifice (4) through the upper part thereof.
[0043] Pouringis performed at a rate that allows intro-
ducing the filler material through the lower channels (7)
of the core and filling with filler material the longitudinal
orifice from the bottom, rising as the container (1) is filled,
until covering the core which is left completely under the
surface (13) of the filler material.

[0044] The longitudinal orifice (4) has a greater diam-
eter at its base which narrows gradually, thereby aiding
in the threading of the needle and in filling same.
[0045] In parallel, due to the peripheral setback (11) of
the base of the core, part of the filler material is deposited
in the area between the core and the container, helping
to attach it to the base of the container and providing a
more homogeneous and aesthetic appearance of the as-
sembly, as the base of the core is partially concealed.
[0046] To carry out this manufacturing method, the
core has a main body, in this case a cylinder, comprising:



5 EP 3 388 503 A1 6

A series of lower channels (7) that communicate the cav-
ity (7) around the core with the base of the longitudinal
orifice (4).

[0047] In this case the channels are open to the base
of the core but nothing prevents them from being closed
tubular-type channels.

[0048] It has been selected to use three channels ar-
ranged equidistantly to form a Y, although a different
number and arrangement would also be possible.
[0049] A support element (9) of the core on the base
of the container (1), which in this case is a circular pro-
trusion interrupted by the passage of the channels (7),
but a different arrangement would also be possible pro-
viding support and generating the central recess (10) and
preferably the peripheral setback (11).

[0050] An extension (12)on the upper base with a con-
ical shape, at the apex (5) of which the longitudinal orifice
(4) has its upper outlet.

Claims

1. IMPROVED METHOD FOR MANUFACTURING
CANDLES of the type comprising a stage of attach-
ing the wick to a stand, threading the wick through
a longitudinal orifice made in a core, attaching the
stand to the base of a container and positioning the
core, leaving a cavity between the core and the walls
of the container and pouring the filler material, char-
acterised in that:

1. The filler material is poured at a controlled
rate from a point not directly vertically above the
upper opening of the longitudinal orifice.

2. The filler material is led through a series of
channels (7) to the base of the longitudinal ori-
fice (4).

3. The longitudinal orifice (4) is filled from the
base thereof.

4. The longitudinal orifice (4) and the cavity (6)
around the core are filled simultaneously.

5. The air previously present in the longitudinal
orifice is expelled before the filler material covers
the core.

2. IMPROVED METHOD FOR MANUFACTURING
CANDLES according to the preceding claim, char-
acterised in that after the filling and a partial cooling,
the method also comprises a subsequent reheating
stage.

3. DEVICEFORMANUFACTURING CANDLES ofthe
type known as cores, comprising a body made of a
combustible material presenting alongitudinal orifice
crossed by a wick, characterised in that it compris-
es atleast one lower channel (7) that communicates
the cavity (6) around the core (2) with the longitudinal
orifice (4), a supportelement (9) and a central recess
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10.

(10)

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that it has three
channels (7).

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that the chan-
nels (7) are arranged equidistantly from each other.

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that the chan-
nels (7) are open to the base of the core.

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that the support
element (9) comprises a circular lip.

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that it also com-
prises in its lower base a peripheral setback (11).

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that it also com-
prises in its upper base an extension (12).

DEVICE FOR MANUFACTURING CANDLES ac-
cording to claim 3 characterised in that the outlet
opening of the longitudinal orifice (4) coincides with
the apex (5) of the extension (12).
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