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New Waterproofing Technology of Insert Molding : Heatpin-draw Molding

Technique.
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In the field of automotive parts, demand for products with waterproof structure is increasing along

with the multi-functioning and downsizing of products. Our company has been aiming to abolish the

additional waterproofing process (Potting, O-ring, etc.), and has engaged in a new molding technology

to form both waterproof structure and overshell of the product at the same time. This paper reports

the completion of that new molding technology and overcoming the weakness of this process, that is

preciseness of inserted ports.
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Fig.1 Pin-draw molding technique
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Fig.4 Resin temperature transition near die and center
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Fig.3 Resin temperature transition by FEM analysis
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Fig.5 Outline of heatpin-draw molding
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Fig.11 Applying example: ABS speed sensor

OO00O00O00000000Fig.12000000
coobooooobooboooobooo,ooooo

a

s B

OCO0O0O0000a000O00DO0C0ObLOOOODOOO
oboboobobooodobobaObOOoOoboobooogon
obooobooooooocoboooobooOonann
ooooooooooobocoooboooboooo
ooooooooooobocoooboooboooo
O000OD0b=0000O0OD0O000001000000
OO0oO0ooO0oboboad010mmbOOO00O00O0O0O0OO
b=00000000000000O0

O00o0o0oo0oo0o0oo0oBo0o0oo0O0b=0
ooooooooooboooosoobooooonon
ooboooobooogbab10mmOOoOonDOoOoOn
OOoO0O00Ob=00O000O0OOO0ODOCOOOODOOOO
oobooDoosbO3oooonooOoOn

O00OFrg.B3O00O0O0O0OOOOOODOOOOOOO

coboooooobobooooooboooooboooboon

oobooooooooobocooobooboooboooon
oboooooooooboboooooooooogon
ooboooooooooboocooboboooboooo
oooooooo

Heating Mon-Heating

Fig.13 Observation result of cross section photoglaph
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Fig.12 Test result of mass producing condition
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Fig.14 Crank position sensor (MRE sensor)
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Fig.15 Outline of test die structure
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Fig.18 Result of heatpin-draw molding test



Fig.19 Observation result of cross section photograph
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