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ABSTRACT OF THE DISCLOSURE

A method of manufacturing a connector unit which in
use constitutes one part of a plug and socket connector,
including the steps of placing a plurality of conductive
pins in a mould, injecting synthetic resin around the pins,
and allowing the resin to set, is characterised in that each
pin is formed by shaping a conductive blank so that the
two opposite edges of the blank are in mutual contact,
and the blank forms an open ended tube, inserting a lead
into one end of the tube, and deforming said one end of
the tube so as to simultaneously connect the tube to the
lead, and close said one end of the tube, thereby mini-
mising loss of synthetic resin through the pins during the
moulding operation.

This invention relates to a method of manufacturing
connector units which in use constitute one part of a
plug and socket connector.

A method according to the invention comprises plac-
ing a plurality of pins in a mould, injecting synthetic resin
around the pins, and allowing the resin to set, charac-
terised in that each pin is formed by shaping a conductive
blank so that two opposite edges of the blank are in
mutual contact and the blank forms an open-ended tube,
inserting a lead into one end of the tube, and deforming
said one end of the tube so as to simultaneously connect
the tube to the lead and close said one end of the tube,
thereby minimising loss of synthetic resin through the
pins.

In the accompanying drawings FIG. 1 is a plan view of
a blank which is utilized to form a conductive pin in one
example of a method according to the invention, FIG. 2
is a perspective view of a pin formed from the blank
shown in FIG. 1, FIG. 3 is a perspective view of a con-
nector unit manuactured in accordance with said one
example of a method according to the invention, for use
in a plug and socket connector, and FIG. 4 is a view sim-
ilar to FIG. 3 showing a modified form of connector unit.

Referring first to FIGS. 1 and 2 a plurality of pins are
formed from a sheet of metal by stamping from the sheet
a series of generally rectangular blanks 10. The blanks 10
are then rolled and shaped to engage a pair of long sides
10 of the blank together along their whole length so
that they constitute hollow substantially cylindrical pins
11. ‘As the pins 11 are rolled, each has a respective lead
12 secured thereto. One end of each lead 12 is stripped
of insulation and one end of the respective pin is crimped
to electrically interconnect the pin 11 and lead 12, the
stripped portion of the lead 12 extending through the
crimped portion of the respective pin to ensure that the
crimped portion of the pin 11 is sealed. Each pin is formed
at said one with a pair of deformable tags 17 which in use
are bent to grip the insulating cover of the lead 12. It
will be appreciated that the pins so formed are hollow
but are substantially closed with the exception of a small
hole at the end of each pin remote from its respective
lead 12. Between the tags 17 and the body of each pin
there is defined a tapering portion 18. Prior to rolling
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the pin the edges of the blank which constitute the portion
18 are chamfered so that when the pin is rolled the
chamfered edges will overlap slightly thereby ensuring
that the portion 18 is closed.

A plurality of pins so formed are then secured in a
mould together with a plurality of hollow conductive
socket members 14, the axial passages of the members 14
being closed by posts integral with the mould. The leads
12 of the pins and the leads 15 of the members 14 extend
from one side of the mould while the free ends of the
pins 11 extend from the opposite side of the mould.
Synthetic resin is now introduced into the mould and
allowed to solidify to form a flexible body 16, the mould
being such that the pins 11 and the socket members 14
will be engaged in the mould body 16 (FIG. 3). The
other ends of the pins 11 and socket members 14 extend
from one end of the body 16 while their respective leads
12, 15 extend from the opposite end of the body, the
exterior projecting parts of the socket members 14 being
encased in respective synthetic resin sleeves 19. The posts
integral with the mould are of sufficient axial length to
close the passages of the members 14 throughout their
length so that substantially no synthetic resin enters the
members 14.

It will be appreciated that since each pin 11 is closed
except for the hole 13 in its end remote from its respective
lead 12, and the members 14 are closed by posts integral
with the mould, there will be no loss of synthetic resin
from the mould through the pins 11 or the members 14
during the moulding operation.

A suitable synthetic resin material for moulding the
flexible body 16 is polyvinylchloride.

Since the socket members 14 project from the body 16
and are encased only by their respective individual syn-
thetic resin sleeves 19, the members 14 can be moved
relative to one another, which would not be possible if
the socket members were set into a block of synthetic
resin material. The freedom of movement of the socket
members 14 relative to one another facilitates engage-
ment with the connector unit of a corresponding con-
nector unit wherein the pins of the corresponding unit,
which engages the members 14, are misaligned with re-
spect to one another,

In the modified form of connector unit shown in FIG.
4 the spacing between the socket members has been re-
duced to a level wherein the respective sleeves 19 of the
members 14 are connected at points on their peripheries
of the sleeves of adjacent members 14. It should be noted
however that the members 14 can still be moved relative
to one another as permitted by deformation of their
respective synthetic resin sleeves.

Having thus described my invention what I claim as
new and desire to secure by Letters Patent is:

1. Ina method of manufacturing a connector unit form-
ing part of a plug and socket connector, comprising,

placing a plurality of pins in a mould,

injecting synthetic resin around the pins, and,

allowing the resin to set, the improvements comprising

forming each pin by, .

forming a conductive blank having two edges, at
least a portion of each of which is chamfered,
shaping said conductive blank so that said two
edges of the blank are in mutual contact and
the blank constitutes an open ended tube with
said chamfered portions overlapping slightly,

inserting a lead into one end of the tube, and,

deforming said one end of the tube so as to si-
multaneously connect the tube to the lead and
close said one end of the tube, thereby minimis-
ing loss of synthetic resin through pins during
the moulding operation.



8,564,709

2. A method as claimed in claim 1 including the step
of placing at least one conductive socket member in the
mould with the pins so that the resultant connector unit
includes pins and at least one socket.

3. A method as claimed in claim 1 wherein said syn-
thetic resin material is polyvinylchloride.
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