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(57) ABSTRACT 

A physical barrier having a carrier device and a Sealer 
material applied to the carrier device. The Sealer material is 
configured to expand when it is activated. In its pre-activa 
tion State, the Sealer material is flowable. The Sealer material 
is applied directly to the carrier in its pre-activation State 
through a dispensing orifice without being previously 
molded. 
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SYSTEMAND METHOD FOR MANUFACTURING 
PHYSICAL BARRIERS 

FIELD OF THE INVENTION 

0001. This invention relates to the field of physical bar 
riers used to Seal openings in panel members or other 
objects. 

BACKGROUND OF THE INVENTION 

0002 Physical barriers are commonly used to seal open 
ings in certain objects, Such as panel members in motor 
vehicles, buildings, household appliances, etc. These barri 
erS normally are used to prevent physical materials, fluids, 
and gases Such as environmental contaminants, fumes, dirt, 
dust moisture, water, etc., from passing through the opening 
in the object. For example, an automotive panel member, 
Such as a door panel, typically has Several openings in the 
sheet metal, which are created for various reasons during 
manufacturing. Further, various Structural components of 
automobile bodies have a variety of orifices, hollow posts, 
cavities, passages and openings (collectively, “openings’) 
that can allow contaminants into the passenger compart 
ment. These openings are preferably Sealed before the 
vehicle is delivered to the end customer. 

0.003 Known physical barriers usually include a sealer 
material applied to a carrier device, which typically com 
prises a molded-plastic component. Heretofore, the Sealer 
has been molded into a relatively rigid component, the shape 
of which being adapted to fit on or within predetermined 
areas, i.e., "placement areas’, on the carrier. Each Sealer/ 
carrier combination has been designed (in shape and size) to 
match a particular opening (having a similar shape and size) 
in a given panel member. The carrier is generally adapted to 
fill the majority of the opening, while the Sealer is adapted 
to Seal around the interface between the carrier and the 
perimeter of the opening. Many times, the Sealer comprises 
a material that can be activated to expand and Seal the 
interface between the carrier and the edges of the panel 
member that define the opening. Such Sealers can be acti 
Vated in a variety of ways, including by a temperature 
change (usually the application of heat) or by the introduc 
tion of a chemical agent. For example, one common method 
of activating heat-activated Sealers used on automobiles is to 
allow the elevated temperatures applied to the vehicle during 
the coating and/or painting processes to activate the Sealers 
and cause them to expand, thereby creating a complete Seal 
around the openings. 
0004. A significant drawback to known barriers is that 
they are labor-intensive to manufacture. Known methods of 
manufacture involve specifically molding the Sealer material 
into a rigid component whose shape matches that of its 
corresponding position on or within the carrier. Then, the 
molded Sealer component has been manually installed onto 
or into the carrier. The manual installation of the molded 
Sealer component is particularly difficult because the 
allowed WorkSpace for workers to perform this function is 
typically very limited, and the task requires good fine motor 
control. In effect, the Steps of molding the Sealer material 
into a rigid shape and manually placing the molded Sealer 
material into or onto a carrier are significant components in 
the Overall cost and time required to manufacture physical 
barriers of this type. 
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0005 Consequently, the inventors hereof have recog 
nized a need for an improved System and method of manu 
facturing physical barriers. 

SUMMARY OF THE INVENTION 

0006 The present invention relates to an improved physi 
cal barrier and a System and method for manufacturing the 
improved barrier. The inventive system includes a flowable, 
pre-activation, expandable Sealer material and a dispensing 
orifice configured to dispense the Sealer material directly 
onto a carrier. 

BRIEF DESCRIPTION OF THE DRAWINGS 

0007 FIG. 1 shows a cut away view of an illustrative 
physical barrier installed on a panel member with a Sealer 
material in a pre-activation State. 
0008 FIG. 2 shows a perspective view of a physical 
barrier according to an embodiment of the present invention. 
0009 FIG. 3 shows a cross-sectional view of a physical 
barrier according to an embodiment of the present invention. 
0010 FIG. 4 shows a top view of an embodiment of a 
System used to implement the present invention. 
0011 FIG. 5 shows a top view of an embodiment of a 
System used to implement the present invention. 
0012 FIG. 6 shows a top view of an embodiment of a 
System used to implement the present invention. 

DETAILED DESCRIPTION OF A PREFERRED 
EMBODIMENT 

0013 To illustrate a sample environment in which physi 
cal barriers are used to Seal openings, cavities and other 
openings, FIG. 1 shows a panel member 2, Such as an 
automobile door panel, in which a barrier 10 has been 
inserted into an opening 4. AS Seen in the cut away, barrier 
10 includes a pre-activation Sealer material 12 and a carrier 
14. After activation of the sealer material, the barrier 10 acts 
to Seal the opening and to prevent air, water, Sound, dirt, and 
other particles from passing through the opening. 
0014 FIGS. 2 and 3 show different magnified views of 
a physical barrier 10 for Sealing an opening according to an 
embodiment of the present invention, wherein like elements 
are identified by like numerals. Barrier 10 comprises a 
carrier device 14 and a Sealer material 12 applied thereto. 
The carrier 14 can be designed to be of any shape that is 
appropriate to fill an opening or a cavity. The Sealer material 
12 is an expandable Sealer that expands upon being acti 
vated. Further, the sealer material 12 is flowable (liquid) in 
its pre-activation State. The Sealer material 12 is applied to 
the carrier 14 from a dispenser device (not shown in FIGS. 
2 and 3) during manufacture of the barrier 10. The sealer 
material 12 is applied during manufacture of the barrier 10 
in its pre-activation, liquid state. As shown in FIG. 3, the 
carrier 14 preferably includes a Sealer placement area 16, 
Such as a ledge, where the flowable Sealer material 12 is 
applied and Supported by the carrier 14. The placement area 
16 can also be in the form of troughs or wells 19 on a surface 
of carrier 14, as shown in FIG. 2. Further, the carrier 14 
preferably includes handling structures 15 that facilitate 
engagement with a movement device that can be used to 
position the carrier 14 relative to a dispensing device (not 
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shown) to receive the Sealer material 12. For example, the 
movement device could be a robot arm that engages the 
handling structure 15 to move the carrier 14 from one 
location to another. The handling structures 15 can be of 
Virtually any shape or construction, provided that they are 
engagable with a movement device to position and manipu 
late the carrier during the manufacture process. Finally, the 
carrier 14 also preferably includes installation structures 17, 
which facilitate the final installation of the carrier 14 into an 
opening or cavity. 
0.015 Sealer material 12 can comprise a variety of seal 
ers, but it is preferably one that expands upon activation, 
Such as in response to a change in temperature or an 
introduction of a chemical compound. In one embodiment of 
the invention, the Sealer material 12 is a heat-activated 
expanding foam Sealer. The Sealer material 12 should be 
flowable prior to being activated. That is, prior to being 
expanded, the Sealer material 12 should have a Viscosity that 
is sufficiently low to allow the material to flow through a 
dispensing device and allow the Sealer material 12 to take on 
various shapes defined by the carrier 14. On the other hand, 
the Viscosity of the pre-activation Sealer material 12 should 
be Sufficiently high Such that the Sealer material remains 
essentially Stationary once it is applied to the carrier 14. 
Preferred sealer materials include those described in U.S. 
Pat. Nos. 5,266,133; 6,150,428; 6,368,438; and 6,387,470, 
the disclosures of which being incorporated herein by ref 
erence. More preferred Sealer materials include those that 
are commercially-available from Sika Corporation under the 
marks, SikaBaffle(R) and SikaReinforcer(R). The most pre 
ferred Sealer material is commercially-available Sika 
Baffle(E240. 

0016. The carrier 14 may be manufactured from a variety 
of conventional materials, provided that the shape of the 
carrier 14 remains Substantially unchanged in response to 
the Stimulus used to activate the Sealer materials 12. For 
example, when physical barriers manufactured according to 
the present invention are used to Seal openings in automotive 
door panels, the carrier 14 should be made of a material 
capable of withstanding the elevated temperatures associ 
ated with the coating and painting Steps of the automobile 
manufacturing process, which is typically used to activate 
the sealer material. While the carrier 14 can be made from 
a variety of materials (including Several metals), it is pre 
ferred that the carrier 14 is manufactured from plastic due to 
the reduced weight and lower force required to install the 
carrier into an opening. Nylon is the preferred plastic 
material for manufacturing carriers 14. 
0.017. A physical barrier 10 of the present invention is 
preferably manufactured according to the following proce 
dure and system. The physical barrier 10 is preferably 
manufactured using an automated assembly line or Station of 
a type known in the art. Generally, a collection of blank 
carrier devices 14 (without Sealer material) are stored or 
Stacked at the beginning of the assembly line or Station. In 
Succession, the blank carrier devices are automatically posi 
tioned relative to a dispensing device Such that the dispens 
ing device can apply the flowable, expandable, pre-activa 
tion sealer material 12 to the carrier device 14. The pre 
activation Sealer material is applied to the placement area(s) 
on the carrier 14. AS described above, the placement area(s) 
may comprise a variety of areas, Such as a ledge 16, a trough 
or a well 19. The amount of sealer applied to the placement 
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area can be varied to customize the Sound characteristics of 
the panel device. For example, additional Sealer material can 
be applied to decrease the Sound transmission through the 
panel device, and leSS Sealer can be applied to increase the 
Sound transmission through the panel device. Typically, after 
being manufactured, the barrier (with the pre-activation 
Sealer) is provided to a third party, who installs the barrier 
into the panel member requiring Sealing and later causes the 
Sealer to be activated. 

0018 Since the sealer material 12 is applied to the carrier 
14 in its flowable State, no Separate molding Step is required 
to form rigid Sealer components whose shapes match those 
of corresponding placement areas on the carriers 14. Further, 
this method of applying the flowable Sealer material elimi 
nates the prior art Step of manually inserting the rigid Sealer 
elements into the carrier. Additionally, this method makes it 
easy to change the amount of pre-activation material applied 
to the carrier 14-thereby customizing the Sound character 
istics of the panel member-without creating new molds and 
otherwise creating new pre-formed rigid Sealer components. 

0019. The dispensing device may comprise a variety of 
known nozzles capable of dispensing a flowable, expandable 
Sealer material. The dispensing device may be moveable or 
Stationary. Typically, if the dispensing device is Stationary, 
the manufacturing process includes moving the barrier 10 
relative to the dispensing device So that the dispensing 
device can apply the flowable Sealer material 12. If, on the 
other hand, the dispensing device is moveable, the process 
normally includes maintaining the barrier 10 Stationary 
while the sealer material 12 is applied. While many embodi 
ments of the dispensing device may be employed, it is 
preferred that the dispensing device include a movable robot 
arm with a dispensing orifice (nozzle) mounted thereon. The 
dispensing device may also include pumps, motors, meter 
ing devices, and holding tanks, as are known in the art, to 
facilitate the dispensing of Sealer material 12 onto the carrier 
14. 

0020 While the automated assembly line or station used 
to manufacture physical barriers according to the present 
invention can comprise a variety of known systems, FIGS. 
4, 5, and 6 illustrate three exemplary Systems that can be 
used. Referring first to FIG. 4, an automated system 18 
includes trays 24 and 26 and reciprocating tables 28 and 30. 
TrayS 24 and 26 are each adapted to hold a single carrier 14. 
The trays 24 and 26 rest on respective tables 28 and 30. 
Tables 28 and 30 are configured to be automatically moved 
in a reciprocal fashion back and forth from a dispensing 
device 32 (as shown by arrows 33 and 35). Dispensing 
device 32 includes movable robotic dispensing arm 36, 
which is mounted to dispensing device 32 at an elevated 
position (relative to the dispensing device 32) at axis point 
38. The dispensing arm 36 is mounted Sufficiently high so as 
to allow the reciprocating tables 28, 30 to pass below the 
dispensing arm 36. The dispensing arm 36 includes a 
dispensing outlet 34, which is configured to dispense the 
flowable sealer material 12 onto a carrier device 14. An 
electronic controller (not shown) is generally used to control 
the movement of the various components of the System, as 
well as the application of Sealer material 12 through the 
dispensing orifice 34. 

0021. The system shown in FIG. 4 operates as follows. A 
blank carrier device 14 is taken from a blank parts Storage 



US 2004/001 1282 A1 

area 42 and placed on tray 24. The reciprocating table 20 
moves So as to position the tray 24 within range of the 
movable arm 36. The arm 36 rotates about the pivot axis 38 
So that the dispensing orifice 34 passes over the carrier 14. 
The dispensing orifice 34 dispenses the pre-activation flow 
able sealer material 12 onto the carrier 14. The combination 
of the arc path traveled by the arm 36 and the linear motion 
of the table 20 allows the dispensing device 32 to control the 
application of the Sealer material So as to cover any portion 
of the carrier 14. When the sealer material 12 has been fully 
applied to the carrier 14, the table 20 is retrieved from the 
dispensing device 32 and the carrier 14 (now having Sealer 
12 applied to it) is taken from tray 24 and stored in finished 
parts Storage area 40. 

0022 While the blank carrier 14 on tray 24 is being 
moved to within range of the arm 36, the table 30 is moved 
away from the dispensing device 32, where it is prepared to 
receive its own blank carrier device 14 from the parts Storage 
area 42. When table 20 is retrieved from the dispensing 
device 32, table 30 is moved into range of the arm 36, which 
is rotated about its connection axis 38 So as to be positioned 
over the table 20. Then, sealer material is applied to the 
carrier positioned on table 30, as described above. 

0023 FIG. 5 illustrates another embodiment of a system 
that could be employed to perform the present invention. 
The system shown in FIG. 5 includes a conveyor belt 48 and 
multiple trays 50. Each tray 50 is configured to hold a blank 
carrier device 14. The conveyor belt 48 is generally arc 
shaped and carries multiple trays 50 from a blank parts area 
54, toward a dispensing device 52, as shown by arrow 55. 
The dispensing device 52 is configured to apply Sealer 
material 12 onto the carriers 14 passing by it. The dispensing 
device 52 may accomplish this function in a variety of ways. 
For example, the dispensing device 52 may have a moveable 
arm (not shown) as described above that is configured to 
pass over the trayS 55 as they pass by and dispense the Sealer 
material 12. Alternatively, the conveyor belt 48 may be 
configured to pass the trays 55 into the dispensing device, 
where the carriers 14 are passed under a Stationary dispens 
ing orifice that applies the Sealer material 12. Regardless of 
the method employed by dispensing device 52, after the 
Sealer material 12 is applied to the carriers 14, they are 
transported to the finished parts area 56 by conveyor belt 48, 
as shown by arrow 59. 

0024 FIG. 6 illustrates yet another embodiment of a 
System that could be employed to implement the present 
invention. The system shown in FIG. 6 includes a turntable 
62, upon which multiple trays 64 are positioned. Each of the 
trays is configured to hold a carrier device 14. The turntable 
62 is configured to rotate about its center in the direction, for 
example, shown by arrowS 63. AS each tray 64 passes by 
blank parts Storage area 68, a blank carrier 14 is placed in the 
tray 64. The turntable 62 causes the tray (now holding a 
blank carrier 14) to be passed by or through a dispensing 
device 66. The dispensing device 66 includes a dispensing 
orifice 72, which is configured to dispense Sealer material 12 
and apply the Sealer material to a blank carrier 14. AS in 
previously-described embodiments, the dispensing orifice 
72 may be positioned at the end of a moveable or stationary 
arm mounted Such that blank carriers can be moved beneath 
the dispensing orifice 72. When a blank carrier 14 is passed 
under the dispensing orifice 72, the Sealer material 12 is 
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applied to the blank carrier 14. Then, the carrier 14 is moved 
to a finished parts area 74 by the turntable 62. 
0025. While the invention hereof has been specifically 
described in connection with certain Specific embodiments 
thereof, one skilled in the art will recognize that various 
modifications could be made to those embodiments and still 
be within the scope of the invention. For example, while it 
is preferable to apply the flowable Sealer material to a 
“placement area', Such as a trough, well or ledge, the 
flowable Sealer material can actually be applied to Virtually 
any Surface of the carrier and Still function appropriately. 
Further, while the present invention has been described in 
connection with different embodiments of automated Sys 
tems that could be used to implement the present invention, 
one skilled in the art will recognize other Systems that could 
be used equally advantageously. For example, the dispens 
ing orifice may be embodied in a robot arm that can be 
moved in one, two, or three dimensions. Alternatively, the 
dispensing orifice can be held Stationary, while the carrier 
devices are moved relative to the dispensing orifice. Accord 
ingly, the Specific embodiments described herein are for 
purposes of illustration only and not of limitation, and the 
Scope of the appended claims should be construed as broadly 
as the prior art will permit. 

What is claimed is: 
1. A barrier-manufacturing System comprising: 

a flowable, pre-activation, expandable Sealer material; 
and 

a dispensing orifice configured to dispense Said Sealer 
material onto a carrier, Said carrier being configured to 
be installed on an object having an opening. 

2. The System of claim 1, wherein Said dispensing orifice 
is positioned on a robot arm. 

3. The System of claim 1, further comprising a movement 
device configured to position said carrier relative to Said 
dispensing orifice prior to Said dispensing orifice dispensing 
Said Sealer material. 

4. The system of claim 3, wherein said movement device 
is Selected from a group consisting of a conveyor belt, a 
reciprocating table, and a turntable. 

5. The system of claim 1, wherein said sealer material is 
heat-activated. 

6. The System of claim 1, wherein Said Sealer material is 
chemically-activated. 

7. The System of claim 1, wherein Said dispensing orifice 
is configured to apply an amount of Said Sealer material to 
Said carrier corresponding to a desired Sound transmission 
level through the barrier. 

8. A method of manufacturing a physical barrier, com 
prising the Steps: 

changing a relative physical positioning between a dis 
pensing orifice and a carrier, Said carrier being adapted 
to be installed on an object having an opening, and 

applying a flowable, pre-activation, expandable Sealer 
material to Said carrier from a dispensing orifice. 

9. The method of claim 8, further comprising the steps: 

determining a desired Sound transmission characteristic of 
the physical barrier; and 
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applying an amount of Said flowable, pre-activation, 
expandable Sealer material corresponding to Said deter 
mined desired Sound transmission characteristic. 

10. The method of claim 8, wherein said changing step 
comprises holding Said carrier Stationary and moving Said 
dispensing orifice. 

11. The method of claim 8, wherein Said changing Step 
comprises holding Said dispensing orifice Stationary and 
moving Said carrier. 

12. The method of claim 8, wherein Said changing Step 
comprises moving Said dispensing orifice and Said carrier 
Simultaneously. 

13. A physical barrier, comprising 
a carrier device configured to be installed on an object 

having an opening; and 
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a pre-activation, non-molded, expandable Sealer material 
applied to Said carrier. 

14. The physical barrier of claim 13, wherein an amount 
of Said Sealer applied to the carrier corresponds to a desired 
Sound transmission characteristic of the barrier. 

15. The physical barrier of claim 13, wherein said sealer 
is applied to a placement area on Said carrier, Said placement 
area being chosen from a group of a ledge, a trough, and a 
well. 

16. The physical barrier of claim 15, wherein said sealer 
material is heat-activated. 

17. The physical barrier of claim 15, wherein said sealer 
material is chemically-activated. 

k k k k k 


