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Description

Cross-reference to related applications

[0001] This application claims the priority of Korean Patent Application No.10-2021-0095061 filed on July 20, 2021,
in the Korean Intellectual Property Office.

Background of the invention

Field of the Invention

[0002] The present disclosure relates to a manufacturing method of a waterproof glove and, more particularly, to a
manufacturing method of a waterproof glove that has excellent wearing comfort because a membrane sheet applied
with a hot-melt adhesive is applied, that shows excellent waterproofness and humidity discharge performance because
a lining and an outshell are in close contact with each other, of which the lining or the outshell is not separated when
the glove is taken off, and of which the manufacturing time and manufacturing cost are low because the manufacturing
process is simplified.

Description of the Related Art

[0003] In general, gloves are usually used for working, cold weather, leisure, sports, etc. Gloves for working are usually
used to prevent hands from being injured by protecting hands from external shock, etc. and gloves for cold weather are
used to protect hands from external chillness.
[0004] Further, gloves used for sports or leisure are worn to prevent factors that decrease efficiency of sports such
as external shock to hands or slip of hands. In particular, as for sports that require equipment such as baseball, golf,
and tennis, gloves may be considered as necessities to absorb external shock, prevent slip, or hold equipment well.
[0005] Such gloves of the related art are generally made of leather such as natural leather or synthetic leather, cotton,
rubber, or the like, and the effect of protecting hands by absorbing external shock can be expected simply from the
shapes when they are worn. However, there is a problem that when the gloves are worn for a long time, ventilation with
the outside is not made well, so wearing comfort is deteriorated due to accumulation of moisture such as sweat on the
hands of a wearer or humidity, and they are not good in terms of sanitation, for example, skin diseases such as moist
tetter on the palms are caused due to generation and accumulation of moisture such as sweat for a long time.
[0006] Further, outdoor gloves require waterproofness, but outdoor gloves of the related art cause those problems
because the materials that are applied to give waterproofness do not have breathability. Further, there is a problem that
since a space exists between the inner cover and the outer cover, even if the inner cover has waterproofness, the
waterproofness is deteriorated due to moisture remaining in the space.

[Prior Art Document]

[0007] Document KR 101 454 001 B1 discloses a manufacturing method according to the preamble of claim 1.

(Patent Document 1) Korean Patent No. 10-1683092 (2016.11.30)

(Patent Document 2) Korean Patent No. 10-2186366 (2020.11.27)

Summary of the invention

[0008] An objective of the present invention is to provide a manufacturing method of a waterproof glove that has
excellent wearing comfort because a membrane sheet applied with a hot-melt adhesive is applied, that shows excellent
waterproofness and humidity discharge performance because a lining and an outshell are in close contact with each
other, of which the lining or the outshell is not separated when the glove is taken off, and of which the manufacturing
time and manufacturing cost are low because the manufacturing process is simplified.
[0009] The objective of the present invention is achieved by providing a manufacturing method of a waterproof glove,ac-
cording to claim 1, that includes: a membrane glove manufacturing step of manufacturing a glove using a polyurethane
membrane sheet applied with a hot-melt adhesive; a lining glove inserting step of inserting a lining glove into the membrane
glove manufactured to the membrane glove manufacturing step; a membrane glove inserting step of inserting the
membrane glove with the lining glove inserted through the lining glove inserting step into an outshell glove; and a thermal
bonding step of bonding the lining glove, the membrane glove, and the outshell glove by heating the outshell glove with
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the membrane glove inserted through the membrane glove inserting step.
[0010] According to the invention, the membrane glove manufacturing step is performed by applying a hot-melt ad-
hesive to both sides of a polyurethane membrane sheet, stacking two polyurethane membrane sheets applied with a
hot-melt adhesive and then cutting the sheets into a hand shape, and thermally bonding the edge of the stack of cut
membrane sheets except for the portion in which the lining glove is inserted.
[0011] According to a more preferred characteristic of the present disclosure, the polyurethane membrane sheet is
manufactured by performing electrospinning on a polyurethane solution, the polyurethane solution is produced by mixing
and heating polyurethane of 10 to 15 part by weight with a solvent of 100 part by weight, and the solvent is produced
by mixing N,N-dimethylformamide and tetrahydrofuran at 1:1 part by weight.
[0012] According to the invention, the hot-melt adhesive is applied in a dot type.
[0013] According to the invention, the hot-melt adhesive is composed of olefin-based resin of 100 part by weight
including a propylene repeat unit having a melting point of 70 to 120°C, hydrogenated styrene-based block copolymer
of 50 to 400 part by weight, and hydrocarbon-based adhesive resin of 400 to 800 part by weight.
[0014] According to a preferred characteristic of the present disclosure, the hydrogenated styrene-based block copol-
ymer is composed of one or more selected from a group of a styrene-ethylene-butylene-styrene block copolymer, a
styrene-ethylene-propylene-styrene block copolymer, a styrene-ethylene-propylene block copolymer, a styrene-ethyl-
ene-ethylene-propylene-styrene block copolymer, and a styrene-butylene-butadiene-styrene block copolymer.
[0015] According to the invention, the thermal bonding step is performed by putting the outshell glove with the membrane
glove inserted through the membrane glove inserting step on a hand-shaped mold, and then heating the mold at tem-
perature of 110 to 130°C.
[0016] Accordingly, the manufacturing method of a waterproof glove according to the present disclosure shows a
remarkable effect of providing a waterproof glove that has excellent wearing comfort because a membrane sheet applied
with a hot-melt adhesive is applied, that shows excellent waterproofness and humidity discharge performance because
a lining and an outshell are in close contact with each other, of which the lining or the outshell is not separated when
the glove is taken off, and of which the manufacturing time and manufacturing cost are low because the manufacturing
process is simplified.

Brief description of the drawings

[0017] The above and other objectives, features and other advantages of the present invention will be more clearly
understood from the following detailed description when taken in conjunction with the accompanying drawings, in which:

FIG. 1 is a flowchart showing a manufacturing method of a waterproof glove according to the present disclosure;
FIG. 2 is a picture of a membrane glove applied with a hot-melt adhesive that is used in the present disclosure;
FIG. 3 is a picture showing a cross-section of a glove manufactured by the manufacturing method of a glove according
to the present disclosure;
FIG. 4 is a perspective view showing a hand-shaped mold that is used in the present disclosure;
and
FIG. 5 is a perspective view showing a process in which a waterproof glove is heated in a hand-shaped mold that
is used in the present disclosure.

Detailed description of the invention

[0018] Hereafter, a prefered embodiment of the present disclosure and properties of constituents are described in
detail, but this is for describing in detail the present invention such that those skilled in the art can easily achieve the
present invention as defined by the claims.
[0019] A manufacturing method of a waterproof groove according to the prefered embodiment includes: a membrane
glove manufacturing step (S101) of manufacturing a glove using a polyurethane membrane sheet applied with a hot-
melt adhesive; a lining glove inserting step (S103) of inserting a lining glove into the membrane glove manufactured to
the membrane glove manufacturing step (S101); a membrane glove inserting step (S105) of inserting the membrane
glove with the lining glove inserted through the lining glove inserting step (S103) into an outshell glove; and a thermal
bonding step (S107) of bonding the lining glove, the membrane glove, and the outshell glove by heating the outshell
glove with the membrane glove inserted through the membrane glove inserting step (S105).
[0020] The membrane glove manufacturing step (S101), which is a step of manufacturing a glove using a polyurethane
membrane sheet applied with a hot-melt adhesive, is composed of processes of applying a hot-melt adhesive to both
sides of a polyurethane membrane sheet, stacking two polyurethane membrane sheets applied with a hot-melt adhesive
and then cutting the sheets into a hand shape, and thermally bonding the edge of the stack of cut membrane sheets
except for the portion in which the lining glove is inserted.
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[0021] The hot-meld adhesive is applied in a dot type rather than being applied throughout both sides of the polyurethane
membrane sheet. When the hot-meld adhesive is applied in a dot type, mobility is secured between the outshell and the
lining, so it is possible to provide a waterproof glove showing soft wearing comfort.
[0022] The polyurethane membrane sheet is manufactured by performing electrospinning on a polyurethane solution,
the polyurethane solution is produced by mixing and heating polyurethane of 10 to 15 part by weight with a solvent of
100 part by weight, and the solvent is produced by mixing N,N-dimethylformamide and tetrahydrofuran at 1:1 part by
weight.
[0023] The polyurethane membrane sheet composed of these constituents not only shows excellent elasticity and
waterproof performance, but passes air, thereby not only providing soft wearing comfort and waterproof performance,
but suppressing production of moisture in the waterproof glove.
[0024] Further, the hot-melt adhesive is composed of olefin-based resin of 100 part by weight including a propylene
repeat unit having a melting point of 70 to 120°C, hydrogenated styrene-based block copolymer of 50 to 400 part by
weight, and hydrocarbon-based adhesive resin of 400 to 800 part by weight.
[0025] The olefin-based resin may be any one selected from a polypropylene homopolymer and an ethylene-propylene
copolymer, or a compound thereof. The polypropylene homopolymer, preferably, may be polypropylene (Metallocene
polypropylene, m-PP) produced under metallocene solvent.
[0026] Further, the olefin-based resin, in detail, may be elastic polypropylene-based resin including a propylene repeat
unit in a polymer main chain, and preferably, the elastic polypropylene-based resin may be elastic ethylene-propylene
random copolymer, but is not limited thereto.
[0027] Further, the weight average molecular weight of the olefin-based resin, though not limited thereto, may be
10,000 to 1,000,000 g/mol, in detail, 20,000 to 500,000 g/mol, and in more detail, 50,000 to 300,000 g/mol.
[0028] The density of the olefin-based resin may be, at 25 °C, 0.92 g/cm3 or less, preferably 0.91g/cm3 or less, and
more preferably 0.905 g/cm3 or less. The lower limit of the olefin-based resin may be 0.80 g/cm3 or more.
[0029] Further, it is preferable that the hydrogenated styrene-based block copolymer is composed of one or more
selected from a group of a styrene-ethylene-butylene-styrene block copolymer, a styrene-ethylene-propylene-styrene
block copolymer, a styrene-ethylene-propylene block copolymer, a styrene-ethylene-ethylene-propylene-styrene block
copolymer, and a styrene-butylene-butadiene-styrene block copolymer.
[0030] Further, it may be preferable that the hydrocarbon-based adhesive resin is obtained by hydrogenating hydro-
carbon-based resin including a styrene-based monomer and a polycyclic aromatic monomer as repeat units. As a detailed
example, the styrene-based monomer may be styrene or methyl styrene and the polycyclic aromatic monomer may be
indene. For example, hydrogenated hydrocarbon-based resin obtained by hydrogenating methyl styrene and indene
copolymer resin is preferable.
[0031] The hot-melt adhesive composed of those constituents has not only excellent adhesion and excellent resistance
against water, thereby suppressing separation between the outshell or the lining and the polyurethane membrane glove
due to deterioration of adhesive when it is exposed to water.
[0032] Further, the softening point of the hot-melt adhesive composite is 110 to 130°C. Since the hot-melt adhesive
used in the present disclosure has a softening point in this range, as compared with that the softening point of hot-melt
adhesive composites used in the related art is high as 150 to 250°C, a bonding process can be performed by melting
the hot-melt adhesive at a relatively low temperature, so it is possible to prevent damage to the outshell or the lining
and the polyurethane membrane glove.
[0033] Further, the hot-melt adhesive may further contain one or more of selected from a group of well-known lubricant,
wax, plasticizer, and antioxidant.
[0034] The lubricant may be paraffin-based oil or naphthene-based oil. The lubricant may be included by 1 to 30
percent by weight, preferably, 10 to 30 percent by weight for the total weight of the hot-melt adhesive.
[0035] The wax may be paraffin wax. The wax may be included by 1 to 10 percent by weight, preferably, 2 to 8 percent
by weight for the total weight of the hot-melt adhesive composite.
[0036] Further, the plasticizer may be glycerin, glycerin diacetate, pentaerythritol, sorbitol, and ethylene glycol and
may be included by 1 to 10 percent by weight for the total weight of the hot-melt adhesive composite.
[0037] Further, the antioxidant may be thioester, phosphate, aromatic amine, hindered phenol, tetrakis(methylene-
3-(3’,5’-di-t-butyl-4’-hydroxyphenyl)propionate)methane, 2,2’-ethylidenebis (4,6-di-tert-butyl phenol), 1,1-tris(2-methyl-
4-hydroxy--t-butyl phenyl) butane, 1,3,5-trimethyl-2,4,6-tris(3,5-tert-butyl-4-hydroxybenzyl)benzene, dilauryl thiodipro-
pionate, pentaerythritol tetrakis(β-lauryl thiodipropionate) polyphosphate, and thiophosphite, and may be included by 1
to 5 percent by weight for the total weight of the hot-melt adhesive composite.
[0038] The lining glove inserting step (S103) is a step of inserting a lining glove into the polyurethane membrane glove
manufactured through the membrane glove manufacturing step (S101), in which the material of the lining glove is not
specifically limited and may be made of any material as long as it is a component that can be bonded to the polyurethane
membrane glove by the hot-melt adhesive, but it is preferable the lining glove may have a smaller internal space than
the polyurethane membrane glove to be able to seated in the polyurethane membrane glove manufactured through the
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membrane glove manufacturing step.
[0039] The membrane glove inserting step (S105) is a step of inserting the membrane glove with the lining glove
inserted therein through the lining glove inserting step (S103) into the outshell glove, in which the material of the outshell
glove is not specifically limited and may be made of any material as long as it is a component that can be bonded to the
polyurethane membrane glove by the hot-melt adhesive, but it is preferable the lining glove may have a larger internal
space than the polyurethane membrane glove such that the polyurethane membrane glove manufactured through the
membrane glove manufacturing step can be seated therein.
[0040] The thermal bonding step (S107) is a step of bonding the lining glove, the membrane glove, and the outshell
glove by heating the outshell glove with the membrane glove inserted through the membrane glove inserting step (S105),
and is composed of processes of putting the outshell glove with the membrane glove inserted through the membrane
glove inserting step (S105) on a hand-shaped mold, as shown in FIGS. 4 and 5, heating the mold at temperature of 110
to 130°C for 5 to 10 minutes, and then cooling it to the room temperature.
[0041] When the glove is heated at temperature of 110 to 130°C through this process, the hot-melt adhesive applied
in a dot type on both sides of the membrane glove is melted, thereby binding the outshell glove and the lining glove.
[0042] Hereafter, the manufacturing method of a waterproof groove according to the present disclosure and the prop-
erties of a waterproof glove manufactured by the manufacturing method are described with reference to embodiments.

<Manufacturing example 1> Manufacturing of hot-melt adhesive

[0043] A hot-melt adhesive was manufactured by mixing olefin-based resin (metallocene polypropylene) including a
propylene repeat unit having a melting point of 95°C of 100 part by weight, hydrogenated styrene-based block copolymer
(styrene-ethylene-butylene-styrene block copolymer) of 250 part by weight, and hydrocarbon-based adhesive resin
(methyl styrene and indene copolymer resin) of 600 part by eight.

<Manufacturing example 2> Manufacturing of polyurethane membrane sheet

[0044] A membrane sheet having a thickness of 20mm was manufactured by manufacturing a polyurethane solution
by mixing and heating polyurethane of 12.5 part by weight to a solvent(N,N-dimethylformamide and tetrahydrofuran at
1:1 part by weight) of 100 part by weight, and then performing electrospinning on the manufactured polyurethane solution.

<Manufacturing example 3> Manufacturing of polyurethane membrane glove

[0045] A polyurethane membrane glove was manufactured by coating the hot-melt adhesive manufactured through
the manufacturing example 1 on both sides of the polyurethane membrane sheet manufactured to the manufacturing
example 2 in a dot type, stacking and cutting two polyurethane membrane sheets applied with the hot-melt adhesive in
a hand shape, and then thermally bonding the edge of the stack of cut membrane sheets except for the portion in which
the lining glove is inserted.

<Manufacturing example 4> Manufacturing of polyurethane membrane glove

[0046] A polyurethane membrane glove was manufactured by performing the process of the manufacturing example
3 and coating the hot-melt adhesive manufactured through the manufacturing example 1 on the front surface of the
polyurethane membrane sheet manufactured to the manufacturing example 2.

<Manufacturing example 5>

[0047] A polyurethane membrane glove was manufactured by stacking and then cutting two polyurethane membrane
sheets manufactured to the manufacturing example 2 and then thermally bonding the edge of the stack of cut membrane
sheets except for the portion in which the lining glove is inserted.

<Embodiment 1>

[0048] A waterproof glove was manufactured by inserting a lining glove made of polyurethane inside the polyurethane
membrane glove manufactured through the manufacturing example 3, inserting the polyurethane membrane glove with
the lining glove inserted therein into an outshell glove made of polyurethane, putting the outshell glove, in which the
polyurethane membrane glove with the lining glove inserted therein is inserted, on a hand-shaped mold, heating the
hand-shaped mold at 120°C for 8 minutes, separating the glove from the mold, and the cooling the mold to the room
temperature.
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<Comparative example 1>

[0049] A waterproof glove was manufactured by performing the process of the embodiment 1 and using the poly-
urethane membrane glove manufactured through the manufacturing example 4.

<Comparative example 2>

[0050] A waterproof glove was manufactured by inserting a lining glove made of polyurethane inside the polyurethane
membrane glove manufactured through the manufacturing example 5, and then inserting the polyurethane membrane
glove with the lining glove inserted therein into an outshell glove.
[0051] Waterproof performance, separation strength, and flexibility of the waterproof gloves manufactured through
the embodiment 1 and comparative examples 1 and 2 were manufactured and shown in the following Table 1.
[0052] {However, a method of checking whether water permeates into the gloves manufactured through the embod-
iment 1 and comparative examples 1 and 2 after immersing the gloves in water for 1 minutes under the condition that
water does not permeate into the portion in which a hand is inserted was used, separation strength was manufactured
at 25°C using a tensile strength tester, the tensile strength between the polyurethane membrane gloves and the outshell
gloves was measured, and separation strength was measured 10 times by pulling the polyurethane membrane gloves
at a speed of 300 mm/min with the outshell glove fixed to a jig at a side of the tensile strength tester and was shown as
an average value.
[0053] Further, the degrees of flexibility were observed out of 10 after 50 examinees wore the gloves and repeated
folding/unfolding fingers, and were shown as an average value, in which 0~3 points were shown by 3, 4~7 points were
shown by n, and 8~10 points were shown by +.

[0054] As shown in Table 1, the waterproofness and separation strength of the waterproof glove manufactured through
the embodiment 1 of the present disclosure were excellent and the flexibility was also excellent. However, as for the
glove manufactured through the comparative example 1, waterproofness was secured because water did not permeate
into the lining glove in the waterproofness test process, but there was a problem that a space existed between the
outshell glove and the polyurethane membrane glove, so water permeated into the space.
[0055] Accordingly, the manufacturing method of a waterproof glove according to the present disclosure provides a
waterproof glove that has excellent fit because a membrane sheet applied with a hot melt adhesive is applied, that shows
excellent waterproofness and humidity discharge performance because a lining and an outshell are in close contact with
each other, of which the lining or the outshell is not separated when the glove is taken off, and of which the manufacturing
time and manufacturing cost are low because the manufacturing process is simplified.

Claims

1. A manufacturing method of a waterproof glove, the manufacturing method comprising:

a membrane glove manufacturing step (S101) of manufacturing a glove using a membrane sheet applied with
a hot-melt adhesive;
a lining glove inserting step (S103) of inserting a lining glove into the membrane glove manufactured to the
membrane glove manufacturing step;
a membrane glove inserting step (S105) of inserting the membrane glove with the lining glove inserted through
the lining glove inserting step into an outshell glove; and
a thermal bonding step (S107) of bonding the lining glove, the membrane glove, and the outshell glove by
heating the outshell glove with the membrane glove inserted through the membrane glove inserting step,
wherein the hot-melt adhesive is applied in a dot type characterized in that the membrane sheet is a poly-
urethane membrane sheet and in that the hot-melt adhesive is composed of olefin-based resin of 100 part by

<Table 1>

Items Waterproofness Separation strength (g/25mm) Flexibility

Embodiment 1 s 173 s

Comparative example 1 s 201 Δ

Comparative example 2 s - s
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weight including a propylene repeat unit having a melting point of 70 to 120°C, hydrogenated styrene-based
block copolymer of 50 to 400 part by weight, and hydrocarbon-based adhesive resin of 400 to 800 part by weight,
the membrane glove manufacturing step is performed by applying a hot-melt adhesive to both sides of a poly-
urethane membrane sheet, stacking two polyurethane membrane sheets applied with a hot-melt adhesive and
then cutting the sheets into a hand shape, and thermally bonding the edge of the stack of cut membrane sheets
except for the portion in which the lining glove is inserted,
the thermal bonding step is performed by putting the outshell glove with the membrane glove inserted through
the membrane glove inserting step on a hand-shaped mold, and then heating the mold at temperature of 110
to 130°C.

2. The manufacturing method of claim 1, wherein the polyurethane membrane sheet is manufactured by performing
electrospinning on a polyurethane solution,

the polyurethane solution is produced by mixing and heating polyurethane of 10 to 15 part by weight with a
solvent of 100 part by weight, and
the solvent is produced by mixing N,N-dimethylformamide and tetrahydrofuran at 1:1 part by weight.

3. The manufacturing method of claim 1, wherein the hydrogenated styrene-based block copolymer is composed of
one or more selected from a group of a styrene-ethylene-butylene-styrene block copolymer, a styrene-ethylene-
propylene-styrene block copolymer, a styrene-ethylene-propylene block copolymer, a styrene-ethylene-ethylene-
propylene-styrene block copolymer, and a styrene-butylene-butadiene-styrene block copolymer.

Patentansprüche

1. Herstellungsverfahren für einen wasserfesten Handschuh, wobei das Herstellungsverfahren Folgendes umfasst:

einen Membranhandschuh-Herstellungsschritt (S101) zum Herstellen eines Handschuhs unter Verwendung
einer Membranfolie, auf die ein Schmelzklebstoff aufgetragen worden ist;
einen Futterhandschuh-Einsetzschritt (S103) zum Einsetzen eines Futterhandschuhs in den Membranhand-
schuh, der im Membranhandschuh-Herstellungsschritt hergestellt worden ist;
einen Membranhandschuh-Einsetzschritt (S105) zum Einsetzen des Membranhandschuhs zusammen mit dem
Futterhandschuh, der durch den Futterhandschuh-Einsetzschritt eingesetzt worden ist, in einen Außenhüllen-
handschuh; und
einen Schritt (S107) des thermischen Verbindens zum Verbinden des Futterhandschuhs, des Membranhand-
schuhs und des Außenhüllenhandschuhs durch Erwärmen des Außenhüllenhandschuhs zusammen mit dem
Membranhandschuh, der durch den Membranhandschuh-Einsetzschritt eingesetzt worden ist,
wobei der Schmelzklebstoff in einer Punktform aufgetragen wird,
dadurch gekennzeichnet, dass die Membranfolie eine Polyurethan-Membranfolie ist und dass der Schmelz-
klebstoff aus einem Harz auf Olefin-Basis mit 100 Gewichtsanteilen, das eine Propylen-Reproduktionseinheit
mit einem Schmelzpunkt im Bereich von 70 bis 120°C, einen hydrierten Block-Copolymer auf Styrol-Basis im
Bereich von 50 bis 400 Gewichtsanteilen und ein Klebstoffharz auf Kohlenwasserstoffbasis im Bereich von 400
bis 800 Gewichtsanteilen enthält, gebildet ist,
der Membranhandschuh-Herstellungsschritt durchgeführt wird, indem ein Schmelzklebstoff auf beide Seiten
einer Polyurethan-Membranfolie aufgetragen wird, zwei Polyurethan-Membranfolien, auf die ein Schmelzkleb-
stoff aufgetragen worden ist, gestapelt werden und daraufhin die Folien in eine Handform geschnitten werden
und die Kante des Stapels der geschnittenen Membranfolien mit Ausnahme des Abschnitts, in den der Futter-
handschuh eingesetzt wird, thermisch verbunden wird,
der thermische Verbindungsschritt durchgeführt wird, indem der Außenhüllenhandschuh mit dem Membran-
handschuh, der durch den Membranhandschuh-Einsetzschritt eingesetzt worden ist, auf einer handförmigen
Form eingesetzt wird und anschließend die Form auf eine Temperatur im Bereich von 110 bis 130 °C erwärmt
wird.

2. Herstellungsverfahren nach Anspruch 1, wobei die Polyurethan-Membranfolie durch Durchführen von Elektrospin-
nen auf einer Polyurethan-Lösung hergestellt wird,

die Polyurethan-Lösung durch Mischen und Erwärmen von Polyurethan im Bereich von 10 bis 15 Gewichtsan-
teilen mit einem Lösungsmittel mit 100 Gewichtsanteilen erzeugt wird, und
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das Lösungsmittel durch Mischen von N,N-Dimethylformamid und Tetrahydrofuran im Verhältnis von 1 : 1
Gewichtsanteilen erzeugt wird.

3. Herstellungsverfahren nach Anspruch 1, wobei der hydrierte Block-Copolymer auf Styrol-Basis aus einem oder
mehreren Elementen zusammengesetzt ist, die aus einer Gruppe eines Styrol-Ethylen-Buten-Styrol-Block-Copoly-
mers, eines Styrol-Ethylen-Propylen-Styrol-Block-Copolymers, eines Styrol-Ethylen-Propylen-Block-Copolymers,
eines Styrol-Ethylen-Ethylen-Propylen-Styrol-Block-Copolymers und eines Styrol-Buten-Butadien-Styrol-Block-Co-
polymers ausgewählt werden.

Revendications

1. Procédé de fabrication d’un gant imperméable à l’eau, le procédé de fabrication comportant :

une étape de fabrication d’un gant de membrane (S101) consistant à fabriquer un gant en utilisant une feuille
de membrane appliquée avec un adhésif thermofusible ;
une étape d’insertion d’un gant de doublure (S103) consistant à insérer un gant de doublure dans le gant de
membrane fabriqué à l’étape de fabrication d’un gant de membrane ;
une étape d’insertion du gant de membrane (S105) consistant à insérer le gant de membrane avec le gant de
doublure inséré à l’étape d’insertion d’un gant de doublure dans un gant de couche extérieure ; et
une étape d’assemblage thermique (S107) consistant à assembler le gant de doublure, le gant de membrane
et le gant de couche extérieure en chauffant le gant de couche extérieure avec le gant de membrane inséré à
l’étape d’insertion du gant de membrane,
dans lequel l’adhésif thermofusible est appliqué par point,
caractérisé en ce que la feuille de membrane est une feuille de membrane en polyuréthane et en ce que
l’adhésif thermofusible est composé de 100 parties en poids d’une résine à base d’oléfine incluant un motif
répété de propylène ayant un point de fusion de 70 à 120 °C, de 50 à 400 parties en poids d’un copolymère
séquencé à base de styrène hydrogéné, et de 400 à 800 parties en poids d’une résine adhésive à base d’hy-
drocarbure,
l’étape de fabrication d’un gant de membrane est réalisée en appliquant un adhésif thermofusible sur les deux
faces d’une feuille de membrane en polyuréthane, en empilant deux feuilles de membrane en polyuréthane
appliquées avec un adhésif thermofusible et en coupant ensuite les feuilles en forme de main, et en assemblant
thermiquement le bord de la pile de feuilles de membrane coupées à l’exception de la partie dans laquelle le
gant de doublure est inséré,
l’étape d’assemblage thermique est réalisée en plaçant le gant de couche extérieure avec le gant de membrane
inséré à l’étape d’insertion du gant de membrane sur un moule en forme de main, et en chauffant ensuite le
moule à une température de 110 à 130 °C.

2. Procédé de fabrication selon la revendication 1, dans lequel la feuille de membrane en polyuréthane est fabriquée
en réalisant un électrofilage sur une solution de polyuréthane,

la solution de polyuréthane est produite en mélangeant et en chauffant de 10 à 15 parties en poids de polyu-
réthane avec 100 parties en poids d’un solvant, et
le solvant est produit en mélangeant du N,N-diméthylformamide et du tétrahydrofurane à 1:1 partie en poids.

3. Procédé de fabrication selon la revendication 1, dans lequel le copolymère séquencé à base de styrène hydrogéné
est composé d’un ou plusieurs éléments choisis parmi un groupe constitué d’un copolymère séquencé de styrène-
éthylène-butylène-styrène, d’un copolymère séquencé de styrène-éthylène-propylène-styrène, d’un copolymère
séquencé de styrène-éthylène-propylène, d’un copolymère séquencé de styrène-éthylène-éthylène-propylène-sty-
rène et d’un copolymère séquencé de styrène-butylène-butadiène-styrène.
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