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Method of connecting a housing part of an iron to a water tank of the iron. 

The invenlion relates to a· method of connecting a housing part of an iron 

to a water tank of the iron, said water tank comprising a top part and a bottom part, and the 

method including a watertight connection between a peripheral edge of the top part and a 

peripheral edge of the bottom part of the water tank and a connection between an edge of the 

5 housing part and the water tank. 

Such a method is known from an iron marketed under the trade name 

Calor Aquagliss 200. In this known method, first the top part of the water tank is moulded. 

10 This top part remains in the mould and subsequently the housing part is moulded so as to 

obtain an intimate connection between the matching parts. The matching parts are an edge of 

the housing part and an edge of the top part. This method is called 'double shot moulding'. 

Then, in another process step, the peripheral edge of the top part is sealed to a peripheral 

edge of a bottom part of the water tank. This means that the method of interconnecting these 

15 parts comprises two process steps: in the first step two parts are moulded together and in the 

second step the third part is sealed to the other two parts. The two process steps make the 

iron more expensive. 

20 An object of the invention is to find a simple and inexpensive method of 

interconnecting a housing part, a top part and a bottom part of the water tank of an iron. 

According to the invention, the method is characterised in that the edge of 

25 the housing part, the edge of the top part of the water tank and the edge of the bottom part 

of the water tank are connected to each other in a single process step by means of mirror 

welding. 

Mirror welding, also referred to as fusion bonding, is a known method of interconnecting 

plastic parts. Often plastic parts are too complex to be fabricated by means of available 
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moulding equipment. Therefo!e, a number of plastic sub-parts are moulded first and then 

welded to form an integral structure by fusion bonding. The sub-parts are introduced into 

holding devices to support said sub-parts. To plasticize the edged of opposite parts, the 

holding devices press these edges against a heating platen until the edges are plasticized to a 

5 predetermined depth. The holding devices open and the heating platen is withdrawn 

subsequently, the holding devices close again, forcir.J the two edges together under pressure, 

and allowing the melted material to cool and bond together. This method is described e.g. in 

Machine Design I November 13, 1986, p. 40-48, under the heading 'Joining Plastic'. In the 

case of the above-described iron, the edges of the housing parts and both water tank parts are 

10 bonded together in a single manufacturing step. The result is a strong complex part, even if a 

sub-part is weak and flexible. -

These and other aspects of the invention will be apparent and elucidated 

15 with reference to the embodiments described hereinafter. 

In the drawings: 

Fig.1 is a perspective view of an iron in which the method in accordance 

20 with the invention is used, 

25 

Fig.2 is a cross-sectional view, taken on the line I-I of Fig.1 during the 

welding process, and 

Fig.3 is a cross-sectional view, taken on the line I-I of Fig.l, of the 

finished product. 

The iron comprises the following main parts: an upper housing or 

handgrip part 1, a water tank 2 having a top part 3 and a bottom part 4, of which only the 

top part 3 is visible in Fig.1, a lower housing part 5 and a sole plate 6. The method concerns 

30 the bonding or welding together of the housing/handgrip part 1 and the top and bottom parts 

3,4 of the water tank 2. The cross-sectional view of Fig:2 shows how these parts are bonded 

together. The water tank bottom part 4 has a peripheral wall portion 7 with an upper edge 8 

and the water tank top part 3 has a peripheral wall portion 9 with a peripheral lower edge 

10. The housing/handgrip part 1 has a small strip-shaped portion 11 at both sides, linking a 
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front portion 12 to a rear portion 13 of the housing/handgrip part. This strip-shaped portion 

is rather flexible. The inner side of the strip-shaped portion is provided with a wall portion 

14 having a lower edge 15. The top part 3 of the water tank and the housing/handgrip part 1 

are supported by an upper holding device (not shown) in such a way that the lower edge 10 

5 of the water tank top part 4 and· the lower edge 15 of the housing/handgrip part 1 are at the 

same level. The bottom part 4 of the water tank is supported by a lower t.:>lding device (not 

shown). The holding devices are so positioned relative to each other so that the lower edges 

10, 15 are opposite the upper edge 8. This requires a correct alignment and movement of the 

holding devices. A heating platen 16 in the form of a closed metal strip whose shape 

10 corresponds to the shape of the peripheral edges 10, 15 is introduced between the opposite 

edges, and subsequently the holding devices press the edges against the heating_ platen. The 

edges melt until a predetemined melting depth is reached. The holding devices open and the 

heating platen 16 is removed. Next, the holding devices are moved towards each other again, 

so as to press the opposite edges 8 and 10,15 against each other for a short period of time, 

15 thus allowing the edges to c~ol down and bond together, as shown in Fig.3. The water tank 

parts 3 and 4 are sealed together in a watertight manner. The housing/handgrip part 1 is 

firmly fixed to the water tank, thereby giving the flexible strip-shaped portion 11 a good 

rigidity. By means of this method, a simple, good and inexpensive·connection between the 

housing/handgrip part and the water tank is obtained. 
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CLA.IM: 

Method of connecting a housing part of an iron to a water tank of the 

iron, said water tank comprising a top part and a bottom part, and the method including a 

watertight connection between a peripheral edge of the top part and a peripheral edge of the 

bottom part of the water tank and a connection between an edge of the housing part and the 

5 water tank, characterised in that, the edge of the housing part, the edge of the top part of the 

water tank and the edge of the bottom part of the water tank are connected to ~ch other. in a 

single process step by means of mirror welding. . 
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