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Process integration for the sealing of plastic parts

Mould and seal on
a space-saving 24m°

In collaboration with Engel, Sonderhoff presented, at this year’s sym-
posium in 5t Valentin, Austria, Mold'n 5eal, a particularly sophisti-
cated integration solution, which in terms of efficiency and product
quality combines the two previously separate processes of injection
moulding and foam gasketing (see also polymotive 7+8/2012). Thus
pre-produced injection moulded parts and intermediate storage can

be eliminated.

2n an Engel victory 13507300 cech
senes tydraulic injection mowlding machine,
housings for  moisture-proof  luminaires
from Zumeobel Lighting were injected and
then provided with a Senderhoff polyure-
rhane {PLI} sealing bead immediaely there-
after. Short curing times of 2 to 3min for the
gasketing material supplied by Sonderhoff
Chemicals enable fasterfurther processing of
the components. Only one rebot is required
for the parts handling of both procedures:
injeccion moulding and foam gasketing. This
results in a reduced space requirement of
just 24m?,
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In the injection moulding process, the
application of foam gaskets is determined
by the injection moulding oile or oule
time. Within a 335 per injection moulding
cycle, in an Bh uninterrupred shift, a coral of
323 luminaire housings could be injection
miatlded, remeved from the mould, foamed
and placed on a discharge belt for curing
and further processing. In cthis specific appli-
cation, e Mold'n Seal process was appro-
priately adapted to the injection moulded
part as follows: the housing of the moisture-
proofluminaires is taken out of the injecion
moulding system by an Engel "Easix™ robot
and placed in a waiting and cooling posi-
tien. Then the rebot arm grasps an already
cagled component, guides it past an joni-
sing station w the MK 800 mixing head of
the Sonderhoff mixing and deosing system,
and positions the grocwe of the luminaire
housing direcdy below the midng head

dosing needle. The multi-zds robot is pro-
grammed so thac it moves the mixing head,
accurately tracking the groowe contour of
the component; che dosing needle of the ME
600 precisely applies the gasketing mate-
rial an the base of the groove which is only
a few millimecres thick. The output rate of
the mixing head is 0.45g/s. After placement
on the discharge belt the injection moulded
part cools and the foam gasket hardens
within 2 to 3min. Thus, furcher processing
is possible after just & short dme. The spe-
cially developed fast reacting, two-compo-
nent gasket material from the Fermapor K31
product line of Sonderhoff Chemicals can
bridge a mixing head standby tme of 25s.
Wichin this dme, the robot am takes a new
part cut of the injection mould, places it in
the cooling position, removes a part chat
has already been placed there, guides it past
the iznising station, and when the part is
positioned under the mixng head, starts the
sealing applicarion again.

baold'n seal inling procsssing
{photm Sondarhoff)

Forsonderhoff, che challenge in develop-
ing the procedure was to formulate a gasket
marterial with which the reaction of the wo
material components can be adapred o
each specified injection meulding gcle, and
with which the sealed part can be quickly
further processed. 5o the sealing specialist,
SonderhofT Chemicals in Cologne, Germany,
deseloped new formulagons for fast-reacting
foam gasket sysvems, the so-called Fast-Cure
gaskers from the Fermapor K31 product line
that are said to enable in-line processing in
the injection moulding oscle.
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