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arucles by the sequential injection of two
materials into a mould. If, however, it is

15 -necessaty to produce an injection moulded
article having a core of a certain material and
surface layers of a different material, mixing

¢ . of the two materials may be reduced if they -

are injected sequentially from one port into
20 the mould. In this way the materxalp(f)ormng
the surface layers of the article is the first to
be injected in to the mould and is then forced
to the extremities of the mould by the pres-
sure due to the injection of the core forming
25 material thus ensuring that the surface layer
material does in fact provide the whole of the
surface. To ensure that there is a sharp dis-
tinction between the two materials it is desir-
_, able that they should be preventéd from mix-
-30 mg befote ﬂ;'ey are injected into the mould,
Accordmg to the present invention we -pro-
vnde in’an injection -moulding machine for
: synthetxc resinous mateérials in which material
is introduced to the mould from at least two
35 separate sources along a single sprue a valve
adapted to permit only material from one of
_ said sources to enter said sprue at any one
instant of time and ‘that only allows the
total amount of inaterial required from that
40 sprue in the production of one moulding to
pas;e therethrough during one moulding
cyc!

* Throughout the present descnpuon and
claims- the term “sprue ™ is used to describe
45 . the channel connectmg the valve to the mould

cavity.
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injection moulding machine having two' in-
jection barrels both of which introduce
thermoplastic material into a single sprue
from whence the material is injected into the
mould. Thus, using an injection moulding

|§e‘1 %{e& # cfoamgble BPSltﬂ ,foamln t he

hgg forced
tires of the
moul d byna ?@8 res- face skin of theeninty dee. an@ls\nenitentddy it hese

60

machine according to the present invention .

the valve is first opened to the -source of un-
foamable material and the desired amount of
unfoamable material introduced into the sprue
and mould cavity; the valve is then closed to
the unfoamable material and opened to the
source of foamable material and the required
amount of foamable material allowed to pass
through the valve and into the mould. The
foamable material is then allowed to foam
within the mould; this foaming may be per-
mitted by injecting only an amount of
material into the mould so that the mould will
be filled when foaming has -taken place.
Alternatively the mould cavity may be en-
larged subsequent to the injection to provide
room for the foamable material to expand. The
mould may be enlarged mechanically or by
the pressure generated by the decomposition
of the blowing agent as is convenient. The
valve should be closed to all the sources of
material after the required amounts of
material have been injected into the sprue and
the mould by turning the valve to the off
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position to prevent further material from

dribbling from the sources into ‘the sprue
and to prevent material being forced back
through the 'valve due to the pressures
generated by the foaming of the fuamable
material within. the mould
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