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Description

FIELD

[0001] The present disclosure relates to a technical
field of communication devices, and more particularly, to
a blank assembly for a housing of a terminal, a housing
of a terminal, a manufacturing method for a housing of a
terminal and a terminal.

BACKGROUND

[0002] In the related art, in order to solve a performance
problem of an antenna, a mobile phone having an all-
metal frame may define one or more slits on the metal
frame for the most part. A tiny metal strip is filled in the
defined slit to form a micro-slit structure, and for the an-
tenna designed based on the micro-slit structure, influ-
ence on the antenna is generally great when hands or
other parts of a human body are in close contact with the
micro-slit strip, which greatly worsen the performance of
the antenna.
[0003] During the processing of the micro slit, a micro
antenna slit may be firstly processed by means of a CNC,
and the antenna slit may be filled by dispensing adhesive
to achieve the appearance.
[0004] CN106163157 discloses a mobile terminal, a
shell and a manufacture method thereof. The manufac-
ture method includes the following steps of: S10, provid-
ing a base material, forming a gap penetrating the base
material in a thickness direction on the base material,
and making the base material have a first enclosing seg-
ment and a second enclosing segment for enclosing both
ends of the gap; S20, removing the first enclosing seg-
ment so as to open one side of the gap; S30, embedding
a fixed member from the opening side of the gap; S40,
filling the gap with a filler; and S50, performing cutting so
as to form the shell, and dividing the shell into a plurality
of spacing regions by the gap, and the gap in the shell
will be fully filled by the filler.

SUMMARY

[0005] Embodiments of the present disclosure seek to
solve at least one of the problems existing in the related
art to at least some extent. For that reason, a blank as-
sembly for a housing of a terminal is provided by the
present disclosure. The blank assembly for the housing
of the terminal has advantages of a simple process and
a high yield.
[0006] A housing for a terminal is provided, the housing
for the terminal is formed by machining the above-men-
tioned blank assembly for the housing.
[0007] A terminal is provided, the terminal includes the
above-mentioned housing for the terminal.
[0008] A manufacturing method for a housing of a ter-
minal is further provided, the manufacturing method has
advantages of a simple process and a high yield.

[0009] The blank assembly for the housing of the ter-
minal according to embodiments of the present disclo-
sure comprises: a first blank, a slit along a thickness di-
rection of the first blank being formed in the first blank; a
second blank, wherein a part of the second blank is
adapted to extend into the slit; and a filler filled in the slit;
characterized in that an outer surface of the part of the
second blank extending into the slit is spaced apart from
an inner wall of the slit.
[0010] In the blank assembly for the housing of the
terminal according to embodiments of the present dis-
closure, the second blank partially extends into the slit
and the filler is used to fill the slit to connect the second
blank located in the slit with the first blank, the second
blank may be partially arranged in the slit in an embed-
ding manner. During the subsequent processing, the sec-
ond blank located outside the slit may be directly cut so
as to further form the housing, thus making it convenient
for the blank assembly to be processed into the housing
for the terminal, thereby simplifying the manufacturing
process of the housing, improving the yield of the housing
and reducing the production cost.
[0011] In some embodiments, the slit includes two first
straight segments, one second straight segment and two
vertical connecting segments, one of the two vertical con-
necting segments is connected between one of the two
first straight segments and the second straight segment,
and the other one of the two vertical connecting segments
is connected between the other one of the two first
straight segments and the second straight segment.
[0012] In some embodiments, each of the two first
straight segments is spaced apart from the second
straight segment.
[0013] In some embodiments, a right angle is formed
between a wall of each of the first straight segment facing
upwards and a corresponding vertical connecting seg-
ment.
[0014] In some embodiments, a rounded corner is
formed between a wall of each of the first straight seg-
ment facing downwards and a corresponding vertical
connecting segment.
[0015] In some embodiments, the part of the second
blank extending into the slit has the same shape with the
slit.
[0016] In some embodiments, a maximum length of
the part of the second blank extending into the slit is less
than a thickness of the first blank.
[0017] In some embodiments, the part of the second
blank extending into the slit and the first blank are con-
nected by means of adhering or riveting.
[0018] In some embodiments, the blank assembly in-
cludes one first blank and two second blanks, the first
blank includes two slits, and each of the two second
blanks is fitted with one of the two slits correspondingly.
[0019] In some embodiments, the two slits are sym-
metrically arranged with respect to a central axis of the
first blank in a length direction of the first blank.
[0020] A manufacturing method for a housing of a ter-
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minal includes:

providing a first blank, a slit being formed in the first
blank;
providing a second blank;
assembling the second blank with the first blank by
enabling a first part of the second blank to extend
into the slit;
filling a filler in the slit, the filler being provided be-
tween an outer surface of the part of the second blank
extending into the slit and an inner wall of the slit; and
removing a second part of the second blank located
outside the slit;
in which the outer surface of the first part of the sec-
ond blank is spaced apart from the inner wall of the
slit and the first part of the second blank is connected
with the first blank by means of the filler.

[0021] In some embodiments, the process for provid-
ing the first blank includes cutting the first blank to pro-
duce the slit.
[0022] In the manufacturing method for the housing of
the terminal according to embodiments of the present
disclosure, the second blank partially extends into the slit
and the filler is used to fill the slit to connect the second
blank located in the slit with the first blank, the second
blank may be partially arranged in the slit in the embed-
ding manner. During the subsequent processing, the sec-
ond blank located outside the slit may be directly cut so
as to further form the housing, thus making it convenient
for the blank assembly to be processed into the housing
for the terminal, thereby simplifying the manufacturing
process of the housing, improving the yield of the housing
and reducing the production cost.
[0023] In some embodiments, the process for assem-
bling the second blank with the first blank includes inject-
ing and molding the filler in the slit.
[0024] In some embodiments, the process for assem-
bling the second blank with the first blank includes inject-
ing and molding the filler in the slit.
[0025] The housing for the terminal according to em-
bodiments of the present disclosure is produced by the
above-mentioned blank assembly for the housing.
[0026] In the housing for the terminal according to em-
bodiments of the present disclosure, the second blank
partially extends into the slit and the filler is used to fill
the slit to connect the second blank located in the slit with
the first blank, the second blank may be partially arranged
in the slit in the embedding manner. During the subse-
quent processing, the second blank located outside the
slit may be directly cut so as to further form the housing,
thus making it convenient for the blank assembly to be
processed into the housing for the terminal, thereby sim-
plifying the manufacturing process of the housing, im-
proving the yield of the housing and reducing the produc-
tion cost.
[0027] The terminal according to embodiments of the
present disclosure includes the above-mentioned hous-

ing for the terminal.
[0028] In the terminal according to embodiments of the
present disclosure, the second blank partially extends
into the slit and the filler is used to fill the slit to connect
the second blank located in the slit with the first blank,
the second blank may be partially arranged in the slit in
the embedding manner. During the subsequent process-
ing, the second blank located outside the slit may be di-
rectly cut so as to further form the housing, thus making
it convenient for the blank assembly to be processed into
the housing for the terminal, thereby simplifying the man-
ufacturing process of the housing, improving the yield of
the housing and reducing the production cost.

BRIEF DESCRIPTION OF THE DRAWINGS

[0029]

Fig. 1 illustrates a schematic view of a first blank of
a blank assembly according to embodiments of the
present disclosure;
Fig. 2 illustrates a schematic view of a second blank
of a blank assembly according to embodiments of
the present disclosure;
Fig. 3 illustrates a left view of the second blank of
the blank assembly according to embodiments of the
present disclosure;
Fig. 4 illustrates a top view of the second blank of
the blank assembly according to embodiments of the
present disclosure;
Fig. 5 illustrates a schematic view of a blank assem-
bly according to embodiments of the present disclo-
sure;
Fig. 6 illustrates a right view of a blank assembly
according to embodiments of the present disclosure,
in which a slit is not filled with a filler;
Fig. 7 illustrates a right view of a blank assembly
according to embodiments of the present disclosure,
in which a slit is filled with a filler;
Fig. 8 illustrates a schematic view of a housing for a
terminal according to embodiments of the present
disclosure;
Fig. 9 illustrates a schematic view of a terminal ac-
cording to embodiments of the present disclosure.

Reference numerals:

[0030]

blank assembly 100;
first blank 110;
slit 111; first straight segment a; second straight seg-
ment b; vertical connecting segment c;
right angle d; rounded corner e; smooth-transition
connecting portion f;
second blank 120; body portion 121; protrusion por-
tion 122; first straight segment a’; second straight
segment b’; vertical connecting segment c’; right an-
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gle d’; rounded corner e’; smooth-transition connect-
ing portion f’;
filler 130;
housing 200;
terminal 300; display unit 310.

DETAILED DESCRIPTION

[0031] Reference will be made in detail to embodi-
ments of the present disclosure. The embodiments de-
scribed herein with reference to drawings are explana-
tory, illustrative, and used to generally understand the
present disclosure. The embodiments shall not be con-
strued to limit the present disclosure.
[0032] In the specification, it is to be understood that
terms such as "central," "longitudinal," "lateral," "length,"
"width," "thickness," "upper," "lower," "front," "rear," "left,"
"right," "vertical," "horizontal," "top," "bottom," "inner,"
"outer," "clockwise," and "counterclockwise" should be
construed to refer to the orientation as then described or
as illustrated in the drawings under discussion. These
relative terms are for convenience of description and do
not require that the present invention be constructed or
operated in a particular orientation.
[0033] In addition, terms such as "first" and "second"
are used herein for purposes of description and are not
intended to indicate or imply relative importance or sig-
nificance or to imply the number of indicated technical
features. Thus, the feature defined with "first" and "sec-
ond" may comprise one or more of this feature. In the
description of the present invention, the term "a plurality
of’ means two or more than two, unless specified other-
wise.
[0034] In the present invention, unless specified or lim-
ited otherwise, the terms "mounted," "connected," "cou-
pled," "fixed" and the like are used broadly, and may be,
for example, fixed connections, detachable connections,
or integral connections; may also be mechanical or elec-
trical connections; may also be direct connections or in-
direct connections via intervening structures; may also
be inner communications of two elements, which can be
understood by those skilled in the art according to specific
situations.
[0035] The blank assembly for the housing of the ter-
minal according to embodiments of the present disclo-
sure includes: a first blank, a slit along a thickness direc-
tion of the first blank being formed in the first blank; a
second blank, a part of the second blank extending into
the slit; and a filler filled in the slit; in which an outer sur-
face of the part of the second blank extending into the
slit is spaced apart from an inner wall of the slit.
[0036] A manufacturing method for a housing of a ter-
minal includes:

providing a first blank, a slit being formed in the first
blank;
providing a second blank;
assembling the second blank with the first blank by

enabling a first part of the second blank to extend
into the slit;
filling a filler in the slit, the filler being provided be-
tween an outer surface of the part of the second blank
extending into the slit and an inner wall of the slit; and
removing a second part of the second blank located
outside the slit;
in which the outer surface of the first part of the sec-
ond blank is spaced apart from the inner wall of the
slit and the first part of the second blank is connected
with the first blank by means of the filler.

[0037] The housing for the terminal according to em-
bodiments of the present disclosure is produced by the
above-mentioned blank assembly for the housing.
[0038] The terminal according to embodiments of the
present disclosure includes the above-mentioned hous-
ing for the terminal.
[0039] A blank assembly 100 for a housing 200 of a
terminal 300, the housing 200 for a terminal 300, a man-
ufacturing method for the housing 200 of the terminal 300
and the terminal 300 according to embodiments of the
present disclosure will be described in detail with refer-
ence to drawings in the following.
[0040] As illustrated in Fig. 7 the blank assembly 100
for the housing 200 of the terminal 300 according to em-
bodiments of the present disclosure includes a first blank
110, a second blank 120 and a filler 130.
[0041] Specifically, the first blank 110 is provided with
a slit 111 along a thickness direction of the first blank
110. For example, as illustrated in Figs. 1 and 6, the slit
111 generally extends along a left-right direction of the
first blank 110, and the slit 111 runs through the first blank
110 in a front-rear direction illustrated in Fig. 6, i.e., the
front-rear direction illustrated in Fig. 6 is the thickness
direction of the first blank 110. The second blank 120
partially extends into the slit 111, that is, part of the sec-
ond blank 120 is located in the slit 111 and the other part
of the second blank 120 is located outside the slit 111.
An outer surface of the second blank 120 located in the
slit 111 is apart from an inner wall of the slit 111, in other
words, a wall surface of the first blank 110 corresponding
to the slit 111 is not in contact with the part of the second
blank 120 located in the slit 111. In order to connect the
part of the second blank 120 located in the slit 111 with
the first blank 110, the filler 130 may be filled in the slit
111, such that the first blank 110 may be connected with
the part of the second blank 120 located in the slit 111.
It could be understood that, the filler 130 may have a
certain viscosity, and when the filler 130 is filled in the
slit 111, a filler surrounds at a periphery of the part of the
second blank 120 located in the slit 111 and is adhered
to the second blank 120, in the meanwhile the filler may
also be adhered to an inner wall surface of the slit 111,
such that the first blank 110 and the part of the second
blank 120 located in the slit 111 may be firmly connected
together.
[0042] In the blank assembly 100 for the housing 200
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of the terminal 300 according to embodiments of the
present disclosure, the second blank 120 partially ex-
tends into the slit 111 and the filler is filled in the slit 111
to connect the part of the second blank 120 located in
the slit 111 with the first blank 110, the second blank 120
may be partially arranged in the slit 111 in an embedding
manner. During the subsequent processing, the part of
the second blank 120 located outside the slit 111 may
be directly cut so as to further form the housing 200, thus
making it convenient for the blank assembly 100 to be
processed into the housing 200 for the terminal 300,
thereby simplifying the manufacturing process of the
housing 200, improving the yield of the housing 200 and
reducing the production cost.
[0043] According to an embodiment of the present dis-
closure, a width W of the slit 111 may be 0.3 to 0.5mm.
For example, as illustrated in Fig. 6, the width of the slit
111 may be a width of the slit 111 in an up-down direction
illustrated in Fig. 6. The slit 111 may separate the housing
200 into two parts, and part of the housing 200, the part
of the second blank 120 located in the slit 111 and the
slit 111 may be configured as a part of antenna of the
terminal 300, thus improving an anti-interference capa-
bility of the antenna, thereby improving the communica-
tion performance of the terminal 300. After verification
by experiments, when the width of the slit 111 is 0.3 to
0.5mm, the anti-interference capability of the antenna
and the communication performance of the terminal 300
are greater.
[0044] In an example of the present disclosure, as il-
lustrated in Fig. 6, a maximum length of the part of the
second blank 120 extending into the slit 111 is less than
a thickness of the first blank 110. For example, as illus-
trated in Fig. 6, the length of the second blank 120 ex-
tending into the slit 111 may be a length of the part of the
second blank 120 located in the slit 111 in the front-rear
direction, and the thickness of the first blank 110 may
refer to a thickness of the first blank 110 in the front-rear
direction. On one hand, a volume of the part of the second
blank 120 located in the slit 111 may be reduced, thus
increasing the amount of the filler, thereby improving a
connection strength between the second blank 120 and
the first blank 110. On the other hand, the anti-interfer-
ence capability of the antenna may be improved and the
communication performance of the terminal 300 may be
greater.
[0045] In order to conveniently process the second
blank 120, according to an embodiment of the present
disclosure, as illustrated in Figs. 3, the second blank 120
may include: a body portion 121 and a protrusion portion
122. Specifically, the protrusion portion 122 is provided
to the body portion 121, and at least part of the protrusion
portion 122 is located in the slit 111. The protrusion por-
tion 122 is fitted with the slit 111, such that the second
blank 120 may be easily fitted with the first blank 110.
During the subsequent processing, the housing 200 for
the terminal 300 may be formed after cutting the body
portion 121, thus facilitating the subsequent processing

of the blank assembly 100, thereby simplifying the man-
ufacturing process of the housing 200, improving the
yield of the housing 200, and reducing the production
cost. Certainly, in order to improve an accuracy of the
assembly between the first blank 110 and the second
blank 120, the protrusion portion 122 may completely
extend into the slit 111.
[0046] In order to make it convenient for the protrusion
portion 122 to be fitted with the slit 111, the slit 111 may
have the same shape that the protrusion portion 122 has.
For example, as illustrated in Fig. 1, the blank assembly
100 includes one first blank 110 and two second blanks
120, each the second blank 120 is provided with one
protrusion portion 122, two slits 111 being formed in the
first blank 110, each the protrusion portion 122 is corre-
sponding to and fitted with one slit 111. It should be noted
that, the two slits 111 may be symmetrical in the up-down
direction, and for easy description, the slit 111 located
above is taken as the example.
[0047] As illustrated in Fig. 1, the slit 111 may include
one second straight segment b, two first straight seg-
ments a and two vertical connecting segments c. The slit
111 generally extends along the left-right direction, the
first straight segments a and the second straight segment
b extend along a horizontal direction (the left-right direc-
tion illustrated in Fig. 1), the first straight segments a are
spaced apart from the second straight segment b in the
up-down direction (the up-down direction illustrated in
Fig. 1), and the two first straight segments a are located
at two ends of the second straight segment b along the
left-right direction. The vertical connecting segments c
extend along the up-down direction (the up-down direc-
tion illustrated in Fig. 1), one of the two vertical connecting
segments c is used to connect the first straight segment
a located at the left side to a left end of the second straight
segment b, the other one of the two vertical connecting
segments c is used to connect the first straight segment
a located at the right side to a right end of the second
straight segment b. A smooth-transition connecting por-
tion f is provided between the second straight segment
b and the corresponding vertical connecting segment c.
[0048] As illustrated in Fig. 1, a right angle d is formed
between a side wall surface of the first straight segment
a facing upwards and the corresponding vertical connect-
ing segment c. After verification by the experiments,
when the right angle d is formed between the side wall
surface of the first straight segment a facing upwards and
the corresponding vertical connecting segment c, the an-
ti-interference capacity of the signal of the antenna is
enhanced. A rounded corner e is formed between a side
wall surface of the first straight segment a facing down-
wards and the corresponding vertical connecting seg-
ment c. After verification by the experiments, when the
rounded corner e is formed between the side wall surface
of the first straight segment a facing downwards and the
corresponding vertical connecting segment c, the anti-
interference capacity of the signal of the antenna is en-
hanced.
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[0049] Correspondingly, the protrusion portion 122 has
the same shape that the slit 111 has. Specifically, as
illustrated in Fig. 2, the protrusion portion 122 may include
one second straight segment b’, two first straight seg-
ments a’ and two vertical connecting segments c’. The
protrusion portion 122 generally extends along the left-
right direction, the first straight segments a’ and the sec-
ond straight segment b’ extend along a horizontal direc-
tion (the left-right direction illustrated in Fig. 2), the first
straight segments a’ are spaced apart from the second
straight segment b’ in the up-down direction (the up-down
direction illustrated in Fig. 2), and the two first straight
segments a’ are located at two ends of the second
straight segment b’ along the left-right direction. The ver-
tical connecting segments c’ extend along the up-down
direction (the up-down direction illustrated in Fig. 2), one
of the two vertical connecting segments c’ is used to con-
nect the first straight segment a’ located at the left side
to a left end of the second straight segment b’, the other
one of the two vertical connecting segments c’ is used
to connect the first straight segment a’ located at the right
side to a right end of the second straight segment b’. A
smooth-transition connecting portion f’ is provided be-
tween the second straight segment b’ and the corre-
sponding vertical connecting segment c’.
[0050] As illustrated in Fig. 2, a right angle d’ is formed
between a side wall surface of the first straight segment
a’ facing upwards and the corresponding vertical con-
necting segment c’. After verification by the experiments,
when the right angle d’ is formed between the side wall
surface of the first straight segment a’ facing upwards
and the corresponding vertical connecting segment c’,
the anti-interference capacity of the signal of the antenna
is enhanced. A rounded corner e’ is formed between a
side wall surface of the first straight segment a’ facing
downwards and the corresponding vertical connecting
segment c’. After verification by the experiments, when
the rounded corner e’ is formed between the side wall
surface of the first straight segment a’ facing downwards
and the corresponding vertical connecting segment c’,
the anti-interference capacity of the signal of the antenna
is enhanced.
[0051] Furthermore, as illustrated in Figs. 3-4, the pro-
trusion portion 122 is located at one side of the body
portion 121 and is located in the middle of the body portion
121. For example, in the example illustrated in Fig. 3, the
protrusion portion 122 is located on a rear surface of the
body portion 121, and the protrusion portion 122 is locat-
ed in the middle of the body portion 121. To improve the
stability of connection between the first blank 110 and
the second blank 120, in an example of the present dis-
closure, the body portion 121 and the first blank 110 may
be connected by means of adhering or riveting. Accord-
ing to an embodiment of the present disclosure, a plurality
of slits 111 may be provided, and a plurality of second
blanks 120 may also be provided, the plurality of slits 111
are corresponding to the plurality of second blanks 120
one to one. Furthermore, as to the plurality of second

blanks 120, each the second blank 120 is provided with
one protrusion portion 122.
[0052] As illustrated in Figs. 1-8, the housing 200 for
the terminal 300 according to embodiments of the
present disclosure is produced by the above-mentioned
blank assembly 100 for the housing 200. It should be
noted that, the part of the second blank 120 located out-
side of the slit 111 is cut and the part of the second blank
120 located in the slit 111 is remained, such that the
second blank 120 may be arranged in the slit 111 in the
embedding manner.
[0053] In the housing 200 for the terminal 300 accord-
ing to embodiments of the present disclosure, the second
blank 120 partially extends into the slit 111 and the filler
is used to fill the slit 111 to connect the part of the second
blank 120 located in the slit 111 to the first blank 110, the
second blank 120 may be partially arranged in the slit
111 in the embedding manner. During the subsequent
processing, the part of the second blank 120 located out-
side the slit 111 may be directly cut so as to further form
the housing 200, thus making it convenient for the blank
assembly 100 to be processed into the housing 200 for
the terminal 300, thereby simplifying the manufacturing
process of the housing 200, improving the yield of the
housing 200 and reducing the production cost.
[0054] According to an embodiment of the present dis-
closure, as illustrated in Fig. 8, the second blank 120 is
provided with the protrusion portion 122, and the protru-
sion portion 122 extends into the slit 111. When the first
blank 110 is assembled with the second blank 120, the
second blank 120 may be cut, so as to cut off the part of
the second blank 120 located outside the slit 111 and
remain the protrusion portion 122 in the slit 111. A front
surface (a surface of the front side illustrated in Fig. 8)
of the protrusion portion 122 is flush with a front surface
(a surface of the front side illustrated in Fig. 8) of the first
blank 110, thus not only improving aesthetics of appear-
ance of the housing 200, but also improving performance
of the antenna and the anti-interference properties there-
of. Furthermore, a thickness of the protrusion portion 122
in the front-rear direction (the front-rear direction illustrat-
ed in Fig. 8) is less than the thickness of the first blank
110 in the front-rear direction (the front-rear direction il-
lustrated in Fig. 8). In other words, the protrusion portion
122 may extend into the slit 111 along the front-rear di-
rection, and as illustrated in Fig. 8, in the front-rear direc-
tion, the length of the protrusion portion 122 extending
into the slit 111 is less than the depth of the slit 111.
[0055] As illustrated in Fig. 9, the terminal 300 accord-
ing to embodiments of the present disclosure includes
the above-mentioned housing 200.
[0056] The "terminal" (or called as "communication ter-
minal" or "mobile terminal") used herein includes, but is
not limited to a device configured to be connected via a
wired connection (such as a public switched telephone
network (PSTN), a digital subscriber line (DSL), a digital
cable, a direct cable connection, and/or another data con-
nection/network) and/or receive/transmit a communica-
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tion signal via a wireless interface (e.g., for a cellular net-
work, a wireless local area network (WLAN), a digital
television network such as a DVB-H network, a satellite
network, an AM-FM broadcast transmitter, and/or anoth-
er communication terminal). The communication termi-
nal which is configured to communicate through the wire-
less interface may be called as a "wireless communica-
tion terminal", a "wireless terminal" and/or a "mobile ter-
minal". The example of the mobile terminal includes, but
is not limited to a satellite or cellular phone; a personal
communication system (PCS) terminal which may com-
bine a cellular radiotelephone with data processing, fac-
simile and data communication capacity; a PDA which
may include a radiotelephone, a pager, an internet/ in-
tranet access, a Web browser, a blotter, a calendar
and/or a global positioning system (GPS); and a regular
laptop and/or a handheld receiver or other electric devic-
es including a radiotelephone transceiver.
[0057] In the terminal 300 according to embodiments
of the present disclosure, the second blank 120 partially
extends into the slit 111 and the filler is used to fill the slit
111 to connect the second blank 120 located in the slit
111 to the first blank 110, the second blank 120 may be
partially arranged in the slit 111 in the embedding man-
ner. During the subsequent processing, the part of the
second blank 120 located outside the slit 111 may be
directly cut so as to further form the housing 200, thus
making it convenient for the blank assembly 100 to be
processed into the housing 200 for the terminal 300,
thereby simplifying the manufacturing process of the
housing 200, improving the yield of the housing 200 and
reducing the production cost.
[0058] In the embodiments of the present disclosure,
the terminal 300 may be a device capable of acquiring
data from the exterior and processing the data, or the
terminal 300 may be a device with a built-in battery and
capable of obtaining current from outside to charge the
battery, such as a mobile phone, a tablet PC, a computing
device or an information display device, etc..
[0059] The terminal 300 applicable in the present dis-
closure is explained by taking a mobile phone as an ex-
ample. In an embodiment of the present disclosure, the
mobile phone may include a radio frequency circuit, a
memory, an input unit, a wireless fidelity (WiFi) module,
a display unit 310, a sensor, an audio circuit, a processor,
a projecting unit, a camera unit, a battery or other com-
ponents.
[0060] The radio frequency circuit may be configured
to receive and send signals during an information receiv-
ing and sending process or a call. Particularly, the radio
frequency circuit receives downlink information from a
base station, then delivers the downlink information to
the processor for processing, and sends uplink data of
the mobile phone to the base station. Generally, the radio
frequency circuit includes, but is not limited to, an anten-
na, at least one amplifier, a transceiver, a coupler, a low
noise amplifier (LNA), and a duplexer. In addition, the
radio frequency circuit may also communicate with a net-

work and other devices by wireless communication. The
wireless communication may use any communication
standard or protocol, which includes, but is not limited to,
Global System for Mobile communications (GSM), Gen-
eral Packet Radio Service (GPRS), Code Division Mul-
tiple Access (CDMA), Wideband Code Division Multiple
Access (WCDMA), Long Term Evolution (LTE), e-mail,
Short Messaging Service (SMS), and the like.
[0061] The memory may be configured to store a soft-
ware program and modules. The processor runs the soft-
ware program and modules stored in the memory, to im-
plement various functional applications and data
processing of the mobile phone. The memory may mainly
include a program storage area and a data storage area.
The program storage area may store an operating sys-
tem, an application program required by at least one func-
tion (such as a sound playback function and an image
display function), and the like. The data storage area may
store data (such as audio data and an address book,
etc.) created according to use of the mobile phone, and
the like. In addition, the memory may include a high speed
random access memory, and may also include a non-
volatile memory such as at least one magnetic disk stor-
age device, a flash memory, or another volatile solid-
state storage device.
[0062] The input unit may be configured to receive in-
put digit or character information, and generate a key-
board signal related to the user setting and function con-
trol of the mobile phone. Specifically, the input unit may
include a touch panel and other input devices. The touch
panel, which may also be referred to as a touch screen,
may collect a touch operation made by a user on or near
the touch panel (such as an operation made by a user
on or near the touch-sensitive panel by using any suitable
object or accessory, such as a finger or a stylus), and
drive a corresponding connection apparatus according
to a preset program. Optionally, the touch panel may in-
clude two parts: a touch detection apparatus and a touch
controller. The touch detection apparatus detects a touch
position of the user, detects a signal generated by the
touch operation, and transfers the signal to the touch
controller. The touch controller receives the touch infor-
mation from the touch detection apparatus, converts the
touch information into touch point coordinates, and sends
the touch point coordinates to the processor. Moreover,
the touch controller can receive and execute a command
sent from the processor. In addition, the touch panel may
be a resistive, capacitive, infrared, or surface sound wave
type touch-sensitive panel. In addition to the touch-sen-
sitive panel, the input unit may further include other input
devices. Specifically, the other input devices may in-
clude, but are not limited to, one or more of a physical
keyboard, a functional key (such as a volume control key
or a switch key), a track ball, a mouse, and a joystick.
[0063] The display unit 310 may be configured to dis-
play information input by the user or information provided
for the user, and various menus of the mobile phone. The
display unit 310 may include a display panel. Optionally,
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the display panel may be configured by using a liquid
crystal display (LCD), an organic light-emitting diode
(OLED), or the like. Further, the touch panel may cover
the display panel. After detecting a touch operation on
or near the touch panel, the touch panel transfers the
touch operation to the processor, so as to determine the
type of the touch event. Then, the processor provides a
corresponding visual output on the display panel accord-
ing to the type of the touch event.
[0064] The region in the display panel displaying the
visual output which can be identified by human eyes may
be used as the after-mentioned "display area". The touch
panel and the display panel may be used as two sepa-
rated parts to realize the input and output function of the
mobile phone, or may be integrated to realize the input
and output function of the mobile phone.
[0065] In addition, the mobile phone may further in-
clude at least one sensor, such as an attitude sensor, an
optical sensor, and other sensors.
[0066] Specifically, the attitude sensor may also be re-
ferred to as the motion sensor. As one type of motion
sensor, a gravity sensor may be enumerated. The gravity
sensor may be made into a cantilever type shifter using
an elastic sensitive element, and drive an electric contact
using an energy storage spring made of an elastic sen-
sitive element, such that the gravity change may be con-
verted into the change of an electric signal.
[0067] As another type of motion sensor, an acceler-
ation sensor may be enumerated. The acceleration sen-
sor can detect magnitude of accelerations in various di-
rections (generally on three axes), may detect magnitude
and a direction of the gravity when static, and may be
applied to an application that recognizes the attitude of
the mobile phone (for example, switching between land-
scape orientation and portrait orientation, a related game,
and magnetometer attitude calibration), a function relat-
ed to vibration recognition (such as a pedometer and a
knock), and the like.
[0068] In an embodiment of the present disclosure, the
above mentioned motion sensor may be used as an el-
ement for acquiring the after-mentioned "attitude param-
eters", but the present disclosure is not limited thereto.
Other sensors able to acquire "attitude parameters" shall
fall within the scope of the present disclosure, such as a
gyroscope. The working principle and data processing
of the gyroscope may be similar to those in the related
art, the detailed explanations are omitted for simplicity.
[0069] In addition, in an embodiment of the present
disclosure, other sensors, such as a barometer, a hy-
grometer, a thermometer, and an infrared sensor can be
configured as the sensor, which are not further described
herein.
[0070] The optical sensor may include an ambient light
sensor and a proximity sensor. The ambient light sensor
can adjust luminance of the display panel according to
brightness of the ambient light. The proximity sensor may
switch off the display panel and/or backlight when the
mobile phone is moved to the ear.

[0071] The audio circuit, a loudspeaker, and a micro-
phone may provide audio interfaces between the user
and the mobile phone. The audio circuit may convert re-
ceived audio data into an electric signal and transmit the
electric signal to the loudspeaker. The loudspeaker con-
verts the electric signal into a sound signal for output. On
the other hand, the microphone converts a collected
sound signal into an electric signal. The audio circuit re-
ceives the electric signal and converts the electric signal
into audio data, and outputs the audio data to the proc-
essor for processing. Then, the processor sends the au-
dio data to, for example, another terminal device by using
the radio frequency circuit, or outputs the audio data to
the memory for further processing.
[0072] WiFi is a short distance wireless transmission
technology. The mobile phone may help, by using the
WiFi module, the user to receive and send e-mails,
browse a webpage, access streaming media, and so on,
which provides wireless broadband Internet access for
the user.
[0073] The processor is the control center of the mobile
phone, and is coupled with various parts of the mobile
phone by using various interfaces and lines. By running
or executing the software program and/or modules stored
in the memory, and invoking data stored in the memory,
the processor performs various functions and data
processing of the mobile phone, thereby performing over-
all monitoring on the mobile phone. Optionally, the proc-
essor may include one or more processing cores. Pref-
erably, the processor may integrate an application proc-
essor and a modem. The application processor mainly
processes an operating system, a user interface, an ap-
plication program, and the like. The modem mainly proc-
esses wireless communication.
[0074] It may be understood that the foregoing modem
may also not be integrated into the processor.
[0075] Moreover, the processor, used as an imple-
menting element of the above mentioned processor, may
perform same or similar functions as the processing
units.
[0076] The mobile phone further includes the power
supply (such as a battery) for supplying power to the com-
ponents.
[0077] Preferably, the power supply may be logically
coupled with the processor by using a power manage-
ment system, thereby implementing functions such as
charging, discharging and power consumption manage-
ment by using the power management system. Although
not illustrated in the figure, the mobile phone may further
include a Bluetooth module, and the like, which is not
further described herein.
[0078] It should be noted that, the mobile phone is
merely an example of the terminal 300, and the present
disclosure is not limited thereto. The present disclosure
may be applied in a mobile phone, a tablet, or other elec-
tronic device, which is not limited herein.
[0079] A manufacturing method for the housing 200
according to embodiments of the present disclosure in-
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cludes the following steps.
[0080] At S10: the first blank 110 is chosen, the slit 111
is formed in the first blank 110. Herein, one or more slits
111 may be provided. In the example illustrated in Fig.
1, two slits 111 are provided and the two slits 111 are
spaced apart from each other in the up-down direction.
For facilitating the processing, when a plurality of the slits
111 are provided, any two slits 111 have the same shape
and equal size.
[0081] At S20: the second blank 120 is chosen, the
second blank 120 has the protrusion portion 122. For
example, as illustrated in Figs. 2-4, the protrusion portion
122 is machined on the second blank 120, and the pro-
trusion portion 122 may has the same shape that the slit
111 has, thereby making it convenient for the protrusion
portion 122 to be fitted in the slit 111. In addition, for
facilitating the subsequent processing, the protrusion
portion 122 may be located at one side of the second
blank 120 and located in the middle of the second blank
120.
[0082] At S30: the second blank 120 is assembled with
the first blank 110, and the protrusion portion 122 extends
into the slit 111. As illustrated in Figs. 5-6, the second
blank 120 is assembled with the first blank 110, and the
protrusion portion 122 of the second blank 120 is fitted
in the slit 111 of the first blank 110.
[0083] At S40: the filler is filled in the slit 111, and the
filler is provided between the outer surface of the protru-
sion portion 122 and the inner wall of the slit 111. As
illustrated in Fig. 7, the filler and the protrusion portion
122 are located in the slit 111 and fill up the entire slit
111. In addition, in the slit 111, the outer surface of the
protrusion portion 122 is not in direct contact with the
inner wall of the slit 111, and the outer surface of the
protrusion portion 122 is adhered to the inner wall of the
slit 111 by means of the filler.
[0084] At S50: the part of the second blank 120 located
outside the slit 111 is removed to form the housing 200.
As illustrated in Fig. 8, the part of the second blank 120
located outside the slit 111 is removed, and the front sur-
face of the first blank 110 is flattened, thereby acquiring
the housing 200 for the terminal 300.
[0085] In the manufacturing method for the housing
200 of the terminal 300 according to embodiments of the
present disclosure, the second blank 120 partially ex-
tends into the slit 111 and the filler is used to fill the slit
111 to connect the second blank 120 located in the slit
111 to the first blank 110, the second blank 120 may be
partially arranged in the slit 111 in the embedding man-
ner. During the subsequent processing, the part of the
second blank 120 located outside the slit 111 may be
directly cut so as to form the housing 200, thus making
it convenient for the blank assembly 100 to be processed
into the housing 200 for the terminal 300, thereby sim-
plifying the manufacturing process of the housing 200,
improving the yield of the housing 200 and reducing the
production cost.
[0086] According to some embodiments of the present

disclosure, the manufacturing method includes the fol-
lowing steps.
[0087] At S10: the first blank 110 is chosen, and the
slit 111 is formed in the first blank 110 by cutting. For
example, as illustrated in Fig. 1, the slit 111 may be
formed in the first blank 110 by cutting, and one or more
slits 111 may be provided. In the example illustrated in
Fig. 1, two slits 111 are provided and the two slits 111
are spaced apart from each other in the up-down direc-
tion. For facilitating the processing, when a plurality of
the slits 111 are provided, any two slits 111 have the
same shape and equal size.
[0088] At S20: the second blank 120 is chosen, and
the second blank 120 is machined on the protrusion por-
tion 122 by cutting. For example, as illustrated in Figs.
2-4, the second blank 120 is machined on the protrusion
portion 122 by cutting, and the protrusion portion 122
may has the same shape that the slit 111 has, thereby
making it convenient for the protrusion portion 122 to be
fitted in the slit 111. In addition, for facilitating the subse-
quent processing, the protrusion portion 122 may be lo-
cated at one side of the second blank 120 and located
in the middle of the second blank 120.
[0089] At S30: the second blank 120 is assembled with
the first blank 110, and the protrusion portion 122 extends
into the slit 111. As illustrated in Figs. 5-6, the second
blank 120 is assembled with the first blank 110, and the
protrusion portion 122 of the second blank 120 is fitted
in the slit 111 of the first blank 110.
[0090] At S40: the filler is injected and molded in the
slit 111, and the filler is provided between the outer sur-
face of the protrusion portion 122 and the inner wall of
the slit 111. As illustrated in Fig. 7, the filler and the pro-
trusion portion 122 are located in the slit 111 and fill up
the entire slit 111. In addition, in the slit 111, the outer
surface of the protrusion portion 122 is not in direct con-
tact with the inner wall of the slit 111, and the outer surface
of the protrusion portion 122 is adhered to the inner wall
of the slit 111 by means of the filler.
[0091] At S50: the part of the second blank 120 apart
from the protrusion portion 122 is cut off, to form the hous-
ing 200. As illustrated in Fig. 8, the part of the second
blank 120 located outside the slit 111 is cut off, and the
front surface of the first blank 110 is flattened, thereby
acquiring the housing 200 for the terminal 300.
[0092] Reference throughout this specification to "an
embodiment," "some embodiments," "one embodiment",
"another example," "an example," "a specific example,"
or "some examples," means that a particular feature,
structure, material, or characteristic described in connec-
tion with the embodiment or example is included in at
least one embodiment or example of the present disclo-
sure. Thus, the appearances of the phrases such as "in
some embodiments," "in one embodiment", "in an em-
bodiment", "in another example," "in an example," "in a
specific example," or "in some examples," in various plac-
es throughout this specification are not necessarily re-
ferring to the same embodiment or example of the
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present disclosure. Furthermore, the particular features,
structures, materials, or characteristics may be com-
bined in any suitable manner in one or more embodi-
ments or examples.

Claims

1. A blank assembly (100) for a housing (200) of a ter-
minal (300) comprising:

a first blank (110), a slit (111) along a thickness
direction of the first blank (110) being formed in
the first blank (110);
a second blank (120), wherein a part of the sec-
ond blank (120) is adapted to extend into the slit
(111); and
a filler (130) filled in the slit (111);
characterized in that an outer surface of the
part of the second blank (120) extending into the
slit (111) is spaced apart from an inner wall of
the slit (111).

2. The blank assembly (100) according to claim 1,
wherein the slit (111) comprises two first straight seg-
ments (a), one second straight segment (b) and two
vertical connecting segments (c), one of the two ver-
tical connecting segments (c) is connected between
one of the two first straight segments (a) and the
second straight segment (b), and the other one of
the two vertical connecting segments (c) is connect-
ed between the other one of the two first straight
segments (a) and the second straight segment (b).

3. The blank assembly (100) according to claim 2,
wherein each of the two first straight segments (a)
is spaced apart from the second straight segment
(b).

4. The blank assembly (100) according to claim 2 or 3,
wherein a right angle (d) is formed between a wall
of each of the first straight segment (a) facing up-
wards and a corresponding vertical connecting seg-
ment (c).

5. The blank assembly (100) according to any one of
claims 2 to 3, wherein a rounded corner (e) is formed
between a wall of each of the first straight segment
(a) facing downwards and a corresponding vertical
connecting segment (c).

6. The blank assembly (100) according to any one of
claims 1 to 5, wherein the part of the second blank
(120) extending into the slit (111) has the same
shape with the slit (111).

7. The blank assembly (100) according to any one of
claims 1 to 6, wherein a maximum length of the part

of the second blank (120) extending into the slit (111)
is less than a thickness of the first blank (110).

8. The blank assembly (100) according to any one of
claims 1 or 7, wherein the part of the second blank
(120) extending into the slit (111) and the first blank
(110) are connected by means of adhering or rivet-
ing.

9. The blank assembly (100) according to any one of
claims 1 to 8, wherein the blank assembly (100) com-
prises one first blank (110) and two second blanks
(120), the first blank (110) comprises two slits (111),
and each of the two second blanks (120) is fitted with
one of the two slits (111) correspondingly.

10. The blank assembly (100) according to claim 9,
wherein the two slits (111) are symmetrically ar-
ranged with respect to a central axis of the first blank
(110) in a length direction of the first blank (110).

11. A manufacturing method for a housing (200) of a
terminal (300), comprising:’

providing a first blank (110), a slit (111) being
formed in the first blank (110);
providing a second blank (120);
assembling the second blank (120) with the first
blank (110) by enabling a first part of the second
blank (120) to extend into the slit (111);
filling a filler (130) in the slit (111), the filler (130)
being provided between an outer surface of the
part of the second blank (120) extending into the
slit (111) and an inner wall of the slit (111); and
removing a second part of the second blank
(120) located outside the slit (111);
characterized in that the outer surface of the
first part of the second blank (120) is spaced
apart from the inner wall of the slit (111) and the
first part of the second blank (120) is connected
with the first blank (110) by means of the filler
(130).

12. The manufacturing method according to claim 11,
wherein the process for providing the first blank (110)
comprises cutting the first blank (110) to produce the
slit (111).

13. The manufacturing method according to claim 11,
wherein the process for assembling the second
blank (120) with the first blank (110) comprises in-
jecting and molding the filler (130) in the slit (111).

14. A housing (200) for a terminal (300), characterized
in that the housing (200) for the terminal (300) is
produced by applying the manufacturing method for
the housing (200) of the terminal (300) according to
any one claims 11 to 13.
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15. A terminal (300), characterized in that the terminal
(300) comprises the housing (200) according to
claim 14.

Patentansprüche

1. Rohlinganordnung (100) für ein Gehäuse (200) ei-
nes Endgeräts (300), umfassend:

einen ersten Rohling (110), einen in dem ersten
Rohling (110) in einer Dickenrichtung des ersten
Rohlings (110) ausgebildeten Schlitz (111);
einen zweiten Rohling (120), wobei ein Teil des
zweiten Rohlings (120) ausgelegt ist, um sich in
den Schlitz (111) zu erstrecken; und
ein in den Schlitz (111) gefülltes Füllmaterial
(130);
dadurch gekennzeichnet, dass eine Außen-
fläche des sich in den Schlitz (111) erstrecken-
den Teils des zweiten Rohlings (120) von einer
Innenwand des Schlitzes (111) beabstandet ist.

2. Rohlinganordnung (100) nach Anspruch 1, wobei
der Schlitz (111) zwei erste gerade Segmente (a),
ein zweites gerades Segment (b) und zwei vertikale
Verbindungssegmente (c) umfasst, eines der zwei
vertikalen Verbindungssegmente (c) zwischen ei-
nem der zwei ersten geraden Segmente (a) und dem
zweiten geraden Segment (b) verbunden ist und das
andere der zwei vertikalen Verbindungssegmente
(c) zwischen dem anderen der zwei ersten geraden
Segmente (a) und dem zweiten geraden Segment
(b) verbunden ist.

3. Rohlinganordnung (100) nach Anspruch 2, wobei je-
des der zwei ersten geraden Segmente (a) von dem
zweiten geraden Segment (b) beabstandet ist.

4. Rohlinganordnung (100) nach Anspruch 2 oder 3,
wobei zwischen einer nach oben gewandten Wand
jedes ersten geraden Segments (a) und einem ent-
sprechenden vertikalen Verbindungssegment (c)
ein rechter Winkel (d) ausgebildet ist.

5. Rohlinganordnung (100) nach einem der Ansprüche
2 bis 3, wobei zwischen einer nach unten gewandten
Wand jedes ersten geraden Segments (a) und einem
entsprechenden vertikalen Verbindungssegment (c)
eine abgerundete Ecke (e) ausgebildet ist.

6. Rohlinganordnung (100) nach einem der Ansprüche
1 bis 5, wobei der sich in den Schlitz (111) erstre-
ckende Teil des zweiten Rohlings (120) dieselbe
Form wie der Schlitz (111) aufweist.

7. Rohlinganordnung (100) nach einem der Ansprüche
1 bis 6, wobei eine Maximallänge des sich in den

Schlitz (111) erstreckenden Teils des zweiten Roh-
lings (120) kleiner als eine Dicke des ersten Rohlings
(110) ist.

8. Rohlinganordnung (100) nach einem der Ansprüche
1 bis 7, wobei der sich in den Schlitz (111) erstre-
ckende Teil des zweiten Rohlings (120) und der erste
Rohling (110) mittels Kleben oder Vernieten mitein-
ander verbunden sind.

9. Rohlinganordnung (100) nach einem der Ansprüche
1 bis 8, wobei die Rohlinganordnung (100) einen ers-
ten Rohling (110) und zwei zweite Rohlinge (120)
umfasst, wobei der erste Rohling (110) zwei Schlitze
(111) umfasst und jeder der zwei zweiten Rohlinge
(120) entsprechend mit einem der zwei Schlitze
(111) versehen ist.

10. Rohlinganordnung (100) nach Anspruch 9, wobei die
zwei Schlitze (111) in Bezug auf eine Mittelachse
des ersten Rohlings (110) in einer Längsrichtung des
ersten Rohlings (110) symmetrisch angeordnet sind.

11. Herstellungsverfahren für ein Gehäuse (200) eines
Endgeräts (300), umfassend:

Bereitstellen eines ersten Rohlings (110), wobei
ein Schlitz (111) in dem ersten Rohling (110)
ausgebildet ist;
Bereitstellen eines zweiten Rohlings (120);
Zusammensetzen des zweiten Rohlings (120)
mit dem ersten Rohling (110) durch Ermögli-
chen, dass sich ein erster Teil des zweiten Roh-
lings (120) in den Schlitz (111) erstreckt;
Einfüllen eines Füllmaterials (130) in den Schlitz
(111), wobei das Füllmaterial (130) zwischen ei-
ner Außenfläche des sich in den Schlitz (111)
erstreckenden Teils des zweiten Rohlings (120)
und einer Innenwand des Schlitzes (111) bereit-
gestellt wird; und
Entfernen eines außerhalb des Schlitzes (111)
angeordneten zweiten Teils des zweiten Roh-
lings (120);
dadurch gekennzeichnet, dass die Außenflä-
che des ersten Teils des zweiten Rohlings (120)
von der Innenwand des Schlitzes (111) beab-
standet ist und der erste Teil des zweiten Roh-
lings (120) durch das Füllmaterial (130) mit dem
ersten Rohling (110) verbunden wird.

12. Herstellungsverfahren nach Anspruch 11, wobei das
Verfahren zum Bereitstellen des ersten Rohlings
(110) das Schneiden des ersten Rohlings (110) zum
Herstellen des Schlitzes (111) umfasst.

13. Herstellungsverfahren nach Anspruch 11, wobei das
Verfahren zum Zusammensetzen des zweiten Roh-
lings (120) mit dem ersten Rohling (110) ein Einsprit-
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zen und Formpressen des Füllmaterials (130) in den
Schlitz (111) umfasst

14. Gehäuse (200) für ein Endgerät (300), dadurch ge-
kennzeichnet, dass das Gehäuse (200) für das
Endgerät (300) durch Anwendung des Herstellungs-
verfahrens für das Gehäuse (200) des Endgeräts
(300) nach einem der Ansprüche 11 bis 13 herge-
stellt wird.

15. Endgerät (300), dadurch gekennzeichnet, dass
das Endgerät (300) das Gehäuse (200) nach An-
spruch 14 umfasst.

Revendications

1. Ensemble d’ébauches (100) pour un boîtier (200)
d’une borne (300) comprenant :

une première ébauche (110), une fente (111) le
long d’une direction d’épaisseur de la première
ébauche (110) étant formée dans la première
ébauche (110) ;
une seconde ébauche (120), dans laquelle une
partie de la seconde ébauche (120) est adaptée
pour s’étendre dans la fente (111) ; et
une charge (130) versée dans la fente (111) ;
caractérisé en ce qu’une surface extérieure de
la partie de la seconde ébauche (120) s’éten-
dant dans la fente (111) est espacée d’une paroi
intérieure de la fente (111).

2. Ensemble d’ébauches (100) selon la revendication
1, dans lequel la fente (111) comprend deux pre-
miers segments droits (a), un deuxième segment
droit (b) et deux segments de connexion verticaux
(c), un premier des deux segments de connexion
verticaux (c) est connecté entre un premier des deux
premiers segments droits (a) et le deuxième seg-
ment droit (b), et l’autre des deux segments de con-
nexion verticaux (c) est connecté entre l’autre des
deux premiers segments droits (a) et le deuxième
segment droit (b).

3. Ensemble d’ébauches (100) selon la revendication
2, dans lequel chacun des deux premiers segments
droits (a) est espacé du deuxième segment droit (b).

4. Ensemble d’ébauches (100) selon la revendication
2 ou 3, dans lequel un angle droit (d) est formé entre
une paroi de chacun des premiers segments droits
(a) tournée vers le haut et un segment de connexion
vertical correspondant (c).

5. Ensemble d’ébauches (100) selon l’une quelconque
des revendications 2 à 3, dans lequel un coin arrondi
(e) est formé entre une paroi de chacun des premiers

segments droits (a) tournée vers le bas et un seg-
ment de connexion vertical correspondant (c).

6. Ensemble d’ébauches (100) selon l’une quelconque
des revendications 1 à 5, dans lequel la partie de la
seconde ébauche (120) s’étendant jusque dans la
fente (111) a la même forme que la fente (111).

7. Ensemble d’ébauches (100) selon l’une quelconque
des revendications 1 à 6, dans lequel une longueur
maximale de la partie de la seconde ébauche (120)
s’étendant dans la fente (111) est inférieure à une
épaisseur de la première ébauche (110).

8. Ensemble d’ébauches (100) selon l’une quelconque
des revendications 1 ou 7, dans lequel la partie de
la seconde ébauche (120) s’étendant jusque dans
la fente (111) et la première ébauche (110) sont re-
liées au moyen d’une mise en adhérence ou d’un
rivetage.

9. Ensemble d’ébauches (100) selon l’une quelconque
des revendications 1 à 8, dans lequel l’ensemble
d’ébauches (100) comprend une première ébauche
(110) et deux deuxièmes ébauches (120), la premiè-
re ébauche (110) comprend deux fentes (111), et
chacun des deux secondes ébauches (120) est équi-
pée d’une des deux fentes (111) de manière corres-
pondante.

10. Ensemble d’ébauches (100) selon la revendication
9, dans lequel les deux fentes (111) sont agencées
de manière symétrique par rapport à un axe central
de la première ébauche (110) dans une direction de
longueur de la première ébauche

11. Procédé de fabrication d’un boîtier (200) d’une borne
(300), comprenant les étapes consistant à :

fournir une première ébauche (110), une fente
(111) étant formée dans la première ébauche
(110) ;
fournir une seconde ébauche (120) ;
assembler la seconde ébauche (120) avec la
première ébauche (110) en autorisant une pre-
mière partie de la seconde ébauche (120) à
s’étendre jusque dans la fente (111) ;
verser une charge (130) dans la fente (111), la
charge (130) étant prévue entre une surface ex-
térieure de la partie de la seconde ébauche
(120) s’étendant jusque dans la fente (111) et
une paroi intérieure de la fente (111) ; et
retirer une seconde partie de la seconde ébau-
che (120) située à l’extérieur de la fente (111) ;
caractérisé en ce que la surface extérieure de
la première partie de la seconde ébauche (120)
est espacée de la paroi intérieure de la fente
(111) et la première partie de la seconde ébau-
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che (120) est connectée avec la première ébau-
che (110) au moyen de la charge (130).

12. Procédé de fabrication selon la revendication 11,
dans lequel le procédé pour fournir la première ébau-
che (110) comprend la découpe de la première ébau-
che (110) pour produire la fente (111).

13. Procédé de fabrication selon la revendication 11,
dans lequel le processus d’assemblage de la secon-
de ébauche (120) avec la première ébauche (110)
comprend l’injection et le moulage de la charge (130)
dans la fente (111).

14. Boîtier (200) pour un terminal (300), caractérisé en
ce que le boîtier (200) pour le terminal (300) est pro-
duit en appliquant le procédé de fabrication pour le
boîtier (200) du terminal (300) selon l’une quelcon-
que des revendications 11 à 13.

15. Borne (300), caractérisée en ce que la borne (300)
comprend le boîtier (200) selon la revendication 14.
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