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(57) Abstract: A method of manufacturing a tube of an injector having a cylindrical part with an excellent roundness and capable of
preventing deformation and warpage from occurring thereon, comprising the steps of injecting molten resin (R) into the cavity (17)
of a metal mold (11) comprising a fixed mold (13) having a hole part (12) formed along the outer shape of the injector outer tube (1)
provided therein, a movable mold (14) closing the hole part (12), and a core (15) inserted into the hole part (12), injecting the molten
resin (R) into a cylindrical hollow part (21) communicating with the flange formed part (20) of the hole part (12) from a spool (22)
and a runner (23) through a submarine gate (24) to lead the molten resin (R) into the cavity (17), force-feeding the resin inside the
cylindrical hollow part (21) into the cavity (17) by a push pin (25) installed in the cylindrical hollow part (21) when the molten resin
comes into semi-molten state, and when the molten resin (R) is not filled sufficiently into the cavity (17), the wait position of the
push pin (25) is changed in the direction of moving apart from the connection part of the submarine gate (24) and the molten resin
(R) is injected to re-fill the insufficient resin into the cavity (17).

[RER]

WO 03/004244 A1l



resin (R) into a cylindrical

formed part (20) of the hole part (12) froma spool (22) and a runner (

(177 orco- faedi ng the rwey 0370i2440A by! (MIERHTAD bl ubol i
Wmmmmjmmm

t he cavi

(21) when the nolten resin cones into sem-nolten state, and when the

nolten resin (R) is not filled sufficiently into the cavity (17),
position of the

fromthe connection part of the submarine gate (24) and the nolten resin
(R) isinjected to re-fill the insufficient resin into the cavity (17).

hol | ow part (21) conmunicating with the flange

23)
ty
nt o
rt

the wait
push pin (25) is changed in the direction of noving apart

(57) Ef#8:

MESrEN~EMNER2EA. 4. ROSEOREEZHLETEZIEHE
ABOBEEFERRETE., ENBAE1IOABICHIBROREL 2
FRUAEER 13, A1 22zHETHIAHE 14 &, RE1 212
BAZIHNDZBFLISENOADSB]I 1OFYETF A — 1 7TICHEMHEE
REFHETZ, RB120T75>TERF20CERT SAFRERR
21 %A, AT NV—22, S>F—23m5. ¥TIIUHF—Hr24
ENALT. ABRZERS2 LICHAMEIEREZFEL. BEMERZF v

Fyqy4—171C8ATS, OAERERE2 1Ty yr2a 8256272 KA.

BRI ML ARREEEo R EE T, Ty aB 25X DA/R
ZHEEH2 1NOMIEEZFYETFA— 1 TRIKEAT 5. AEMERSF
Y EFA4—1TIEHLTEERREER > REEIL, Ty abll250
BBUBEY IV LY — b2 A0BERERRT A 2FACERELTHE
BEIEREZHEL, FrEFA— 1 TRRARTOHIEEHHAT S,



