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(54) RADAR COVER PRODUCTION METHOD AND RADAR COVER

(57) A method of manufacturing a radar cover that
covers a radar unit configured to determine surrounding
conditions of a vehicle, the method includes: forming a
transparent layer including a recessed portion; forming
a fitting section including a protruding portion to be fitted
into the recessed portion; forming a shiny film to be dis-
posed between the protruding portion of the fitting section

and the recessed portion of the transparent layer and
formed of a discontinuous shiny film containing chrome;
and fixing the transparent layer and the fitting section to
each other in a state where the shiny film comes into
directly contact with an inner surface of the recessed por-
tion.
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Description

Technical Field

[0001] The present invention relates to a method of
manufacturing a radar cover, and a radar cover.
[0002] Priority is claimed on Japanese Patent Applica-
tion No. 2015-170082, filed August 31, 2015, the content
of which is incorporated herein by reference.

Background Art

[0003] In recent years, a radar unit configured to detect
an obstacle or the like around a vehicle using a radio
wave such as a millimeter wave or the like is mounted
on the vehicle. Such a radar unit is disposed inside a
radiator grille or an emblem installed on a front surface
of the vehicle, and performs transmission and reception
of a radio wave passing through the radiator grille. For
this reason, in the vehicle including the above-mentioned
radar unit, the radiator grille or the emblem needs to be
formed to allow transmission of a radio wave while min-
imizing attenuation of the radio wave.
[0004] Meanwhile, the radiator grille or the emblem is
an extremely important portion in view of the design of
the vehicle since it is disposed on a front surface of the
vehicle, and metallic shininess is frequently provided to
improve the luxuriousness or texture. In a related art,
when plating processing is generally performed to pro-
vide metallic shininess, radio waves are not transmitted
through a plated layer. For this reason, in recent years,
in order to enable transmission of radio waves while pro-
viding metallic shininess, a technology of forming a dep-
osition layer of indium (In) or aluminum (Al) through which
radio waves can be transmitted is used (see Patent Doc-
ument 1).

Document of Related Art

Patent Document

[0005] [Patent Document 1]
Japanese Unexamined Patent Application, First Publica-
tion No. 2011-46183

Summary of Invention

Technical Problem

[0006] Incidentally, an indium (In) or aluminum (Al)
deposition layer is likely to be oxidized. For this reason,
a top coat layer needs to be formed to overlap the dep-
osition layer. Such a top coat layer is formed by clear
coating using a transparent thermoplastic synthetic resin.
[0007] Meanwhile, in recent years, as disclosed in Pat-
ent Document 1, a method of forming a recessed portion
in a back surface side of a transparent member disposed
outside a vehicle, fitting a shiny member having a surface

on which shining processing is performed into the re-
cessed portion, and forming a base member to be fixed
to the back surface of the transparent member has been
proposed.
[0008] In such a manufacturing method, the shiny
member is disposed in the recessed portion by forming
the deposition layer and the top coat layer on the surface
of the shiny member and causing the top coat layer to
abut an inner surface of the recessed portion of the trans-
parent member. However, the top coat layer may be dis-
torted due to heat when the base member is formed, and
therefore, visibility of a shiny region from the outside of
the vehicle may be affected by the distortion.
[0009] In consideration of the above-mentioned prob-
lems, the present invention is directed to provide a radar
cover for a vehicle having transmissivity of radio waves
and capable of preventing the occurrence of a bad influ-
ence on visibility of a shiny region due to heat during
manufacture.

Solution to Problem

[0010] As means for solving the above-mentioned
problems, the present invention employs the following
configurations.
[0011] A method of manufacturing a radar cover ac-
cording to a first aspect of the present invention is a meth-
od of manufacturing a radar cover that covers a radar
unit configured to determine surrounding conditions of a
vehicle, the method including: forming a transparent layer
including a recessed portion (a transparent layer forming
process); forming a fitting section including a protruding
portion to be fitted into the recessed portion (a fitting sec-
tion forming process); forming a shiny film to be disposed
between the protruding portion of the fitting section and
the recessed portion of the transparent layer and formed
of a discontinuous shiny film containing chrome (a shiny
film forming process); and fixing the transparent layer
and the fitting section to each other in a state where the
shiny film comes into directly contact with an inner sur-
face of the recessed portion (a fixing process).
[0012] In the first aspect, when the shiny film is formed,
the shiny film may be formed of pure chrome by sputter-
ing.
[0013] In the first aspect, when the shiny film is formed,
the shiny film may be formed directly on a surface of the
protruding portion.
[0014] In the first aspect, when the transparent layer
and the fitting section are fixed, when the transparent
layer and the fitting section are fixed, insert molding may
be used for the transparent layer in which the fitting sec-
tion is fitted into the recessed portion such that the fitting
section is covered with the resin layer..
[0015] A radar cover according to a second aspect of
the present invention is a radar cover that covers a radar
unit configured to determine surrounding conditions of a
vehicle, the radar including: a transparent layer including
a recessed portion; a fitting section including a protruding
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portion fitted into the recessed portion and fixed to the
transparent layer; and a shiny film formed to cover the
protruding portion, coming into directly contact with an
inner surface of the recessed portion, and formed of a
discontinuous shiny film containing chrome.

Effects of Invention

[0016] According to aspects of the present invention,
a shiny film is formed of a discontinuous shiny film con-
taining chrome. Since such a shiny film contains chrome
and has high corrosion resistance, it is not necessary for
a top coat layer to be formed. Further, the shiny film
comes into directly contact with an inner surface of a
recessed portion of a transparent layer without the top
coat layer interposed therebetween. For this reason, it is
possible to prevent an influence on visibility of a shiny
region caused by distortion of the top coat layer due to
heat during manufacture. Accordingly, according to the
aspects of the present invention, in a radar cover for a
vehicle having radio wave transmissivity, it is possible to
prevent the occurrence of a bad influence on visibility of
the shiny region due to heat during manufacture.

Brief Description of Drawings

[0017]

Fig. 1 is a front view of a radiator grille including an
emblem according to a first embodiment of the
present invention.
Fig. 2 is an enlarged front view of the emblem ac-
cording to the first embodiment of the present inven-
tion.
Fig. 3A is a cross-sectional view of the emblem ac-
cording to the first embodiment of the present inven-
tion.
Fig. 3B is a cross-sectional view of an inner emblem
included in the emblem according to the first embod-
iment of the present invention.
Fig. 4A is a schematic view for explaining a process
of manufacturing the emblem according to the first
embodiment of the present invention.
Fig. 4B is a schematic view for explaining the process
of manufacturing the emblem according to the first
embodiment of the present invention.
Fig. 4C is a schematic view for explaining the process
of manufacturing the emblem according to the first
embodiment of the present invention.
Fig. 4D is a schematic view for explaining the process
of manufacturing the emblem according to the first
embodiment of the present invention.
Fig. 4E is a schematic view for explaining the process
of manufacturing the emblem according to the first
embodiment of the present invention.
Fig. 5A is a cross-sectional view of an emblem ac-
cording to a second embodiment of the present in-
vention.

Fig. 5B is a cross-sectional view of an inner emblem
included in the emblem according to the second em-
bodiment of the present invention.
Fig. 6A is a schematic view for explaining a process
of manufacturing the emblem according to the sec-
ond embodiment of the present invention.
Fig. 6B is a schematic view for explaining the process
of manufacturing the emblem according to the sec-
ond embodiment of the present invention.
Fig. 6C is a schematic view for explaining the process
of manufacturing the emblem according to the sec-
ond embodiment of the present invention.
Fig. 6D is a schematic view for explaining the process
of manufacturing the emblem according to the sec-
ond embodiment of the present invention.

Description of Embodiments

[0018] Hereinafter, an embodiment of a method of
manufacturing a radar cover and a radar cover according
to the present invention will be described with reference
to the accompanying drawings. Further, in the following
description, in order to exaggerate members to recog-
nizable sizes, the scales of the members may be appro-
priately varied.

(First embodiment)

[0019] Fig. 1 is a front view of a radiator grille 1 including
an emblem 10 constituted by a radar cover according to
a first embodiment of the present invention. In addition,
Fig. 2 is an enlarged front view of the emblem 10 accord-
ing to the first embodiment of the present invention. In
addition, Fig. 3A is a cross-sectional view of the emblem
10 according to the first embodiment of the present in-
vention. Fig. 3B is a cross-sectional view of an inner em-
blem 12 included in the emblem 10 according to the first
embodiment of the present invention.
[0020] The radiator grille 1 is provided on a front sur-
face of a vehicle to cover an opening in communication
with an engine compartment of the vehicle. The radiator
grille 1 prevents entrance of foreign substances into the
engine compartment while securing ventilation to the en-
gine compartment. The emblem 10 is installed at a center
of the radiator grille 1 to face a radar unit R disposed in
the engine compartment. The radar unit R (see Fig. 3A)
has a transmitting unit configured to emit, for example,
a millimeter wave, a receiving unit configured to receive
a reflected wave, a computing unit configured to perform
computation processing, and the like. The radar unit R
performs transmission and reception of radio waves
passing through the emblem 10, and determines sur-
rounding conditions of the vehicle on the basis of the
received radio waves. For example, the radar unit R cal-
culates and outputs the distance to an obstacle, the rel-
ative speed of the obstacle, or the like.
[0021] The emblem 10 is disposed to cover the radar
unit R when seen from a front side of the vehicle. As
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shown in Fig. 2, the emblem 10 is a part having a shiny
region 10A showing a figure, a character, or the like that
represents an emblem of a vehicle manufacturer, and a
black region 10B that improves visibility of the shiny re-
gion 10A when seen from the front side of the vehicle.
As shown in Fig. 3A, the emblem 10 includes a transpar-
ent member 11 (a transparent layer), the inner emblem
12, and a base member 13 (a resin layer).
[0022] The transparent member 11 is a portion dis-
posed at the outermost side of the vehicle and formed of
a transparent material having a substantially rectangular
shape. The transparent member 11 has a smooth front
side surface (a smooth surface) in order to increase vis-
ibility of the inner emblem 12 from the outside of the ve-
hicle. In addition, a recessed portion 11a in which the
inner emblem 12 is disposed is formed on a surface of a
back side of the transparent member 11. In addition, a
region in the surface of the back side of the transparent
member 11 in which the recessed portion 11a is not
formed is a surface attached to the base member 13.
[0023] The recessed portion 11a is a portion config-
ured to accommodate the inner emblem 12, and enables
the accommodated inner emblem 12 to be three-dimen-
sionally seen from the front side of the vehicle. The re-
cessed portion 11a is formed along a shape of a figure,
a character, and the like, of the emblem or the like of the
vehicle manufacturer. As the inner emblem 12 is accom-
modated in the recessed portion 11a, the above-de-
scribed shiny region 10A is formed.
[0024] The transparent member 11 is formed of a
transparent synthetic resin such as polycarbonate (PC),
polymethyl methacrylate resin (PMMA), or the like which
is colorless, and has a thickness of about 1.5 mm to 10
mm. In addition, hard coat processing for preventing
scratches or clear coat processing of a urethane-based
paint is performed on the surface of the front side of the
transparent member 11, if necessary. Further, if the ma-
terial is a transparent synthetic resin having a scratch
resistance, scratch prevention processing of the material
is not needed.
[0025] As shown in Fig. 3B, the inner emblem 12 in-
cludes a base 12a (a fitting section) and a shiny film 12b.
The base 12a is formed by injection molding or the like,
and, for example, is formed of a synthetic resin such as
ABS, PC, PET, or the like. The base 12a has a protruding
shape filling the recessed portion 11a of the transparent
member 11 and fitted into the recessed portion 11a of
the transparent member 11. That is, in the embodiment,
the base 12a is formed from the protruding portion itself
fitted into the recessed portion 11a of the transparent
member 11. The base 12a has a shape configured to
bring the shiny film 12b formed on the surface thereof
into contact with an inner surface of the recessed portion
11a.
[0026] The shiny film 12b is a layer having metallic
shininess which is formed on the surface of the front side
of the base 12a (the surface of the transparent member
11 side) and is disposed to cover the base 12a. The shiny

film 12b is a metal thin film formed of pure chrome (Cr)
and having a film thickness of several hundred nm. The
shiny film 12b is a discontinuous film having a plurality
of cracks (gaps), and configured so that radio waves can
pass through these cracks. In addition, the shiny film 12b
has extremely high corrosion resistance when compared
with a thin film formed of indium (In) or aluminum (Al)
because the shiny film 12b is formed of pure chrome (Cr).
The shiny film 12b is formed by sputtering using a target
formed of, for example, pure chrome (Cr). For example,
the base 12a is formed of PC, and a thin film formed of
pure chrome (Cr) by sputtering and having a film thick-
ness of 100 to 300 nm (preferably 200 nm) is formed on
a surface of the base 12a. The cracks are formed by
internal stress remaining in the film during film formation,
and the shiny film 12b having radio wave transmissivity
is formed by such cracks being formed. In addition, a
larger number of cracks can be generated in the thin film
due to a difference in heat characteristics (for example,
a linear expansion coefficient) between the base 12a and
the thin film by cooling the base 12a on which the thin
film is formed together with the thin film.
[0027] The shiny film 12b has extremely high corrosion
resistance, as described above. For this reason, in the
embodiment, no coat layer is formed on both sides of the
front surface (a surface in contact with the transparent
member 11) side of the shiny film 12b and a back surface
(a surface in contact with the base 12a) side of the blight
film 12b. That is, in the embodiment, a top coat layer and
an under coat layer in contact with the shiny film 12b are
not provided, and the front surface of the shiny film 12b
comes into directly contact with the inner surface of the
recessed portion 11a of the transparent member 11 and
a back surface of the shiny film 12b comes into directly
contact with the base 12a.
[0028] Further, in the embodiment, a forming material
of the shiny film 12b may not be pure chrome (Cr). For
example, the forming material of the shiny film 12b may
be an alloy containing chrome (Cr). In addition, in the
embodiment, it is essential to provide a configuration in
which the top coat layer is not formed on the front surface
(the surface of the transparent member 11 side) side of
the shiny film 12b. However, the embodiment does not
exclude formation of the under coat layer on the back
surface (the surface of the base 12a side) side of the
shiny film 12b.
[0029] The base member 13 is a portion fixed to the
back side of the transparent member 11 and formed of
a black resin material. The base member 13 has an en-
gaging section 13a protruding toward the engine com-
partment. The engaging section 13a has a tip portion
formed in a claw shape, and the tip portion is locked to,
for example, a radiator grille main body. The base mem-
ber 13 fixed to the surface of the back side of the trans-
parent member 11 in this way can be seen from the out-
side of the transparent member 11, and the base member
13 forms the above-mentioned black region 10B. In the
base member 13, a region except for the shiny region
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10A is visible as a black color, and visibility of the shiny
region 10A is relatively improved.
[0030] The base member 13 is formed of a synthetic
resin such as anacrylonitrile-butadiene-styrene (ABS)
copolymer synthetic resin, an acrylonitrile-ethylene-sty-
rene (AES) copolymer synthetic resin, acrylonitrile-sty-
rene-acrylate (ASA), polybutylene terephthalate (PBT),
colored PC, polyethylene terephthalate (PET), or the like,
and a composite resin thereof, and has a thickness of
about 0.5 mm to 10 mm.
[0031] Next, a method of manufacturing the emblem
10 according to the embodiment will be described with
reference to Fig. 4.
[0032] Figs. 4A to 4E are schematic views for explain-
ing the method of manufacturing the emblem 10 accord-
ing to the embodiment.
[0033] In addition, as shown in Fig. 4A, the transparent
member 11 is formed. A process shown in Fig. 4A cor-
responds to a process of forming a transparent layer of
the embodiment. For example, the transparent member
11 is formed by injection molding. The transparent mem-
ber 11 having the recessed portion 11a can be formed
by injection molding. For this reason, it is not necessary
to form the recessed portion 11a by a subsequent proc-
ess. Further, according to necessity, hard coat process-
ing may be performed on the surface side (a surface fac-
ing the outside of the vehicle) or the entire surface of the
transparent member 11 to improve durability or the like.
[0034] Next, as shown in Fig. 4B, the base 12a of the
inner emblem 12 is formed. A process shown in Fig. 4B
corresponds to a process of forming the fitting section of
the embodiment. For example, the base 12a is formed
by injection molding. Next, as shown in Fig. 4C, the shiny
film 12b is formed on the surface of the base 12a. The
process shown in Fig. 4C corresponds to a process of
forming a shiny film of the embodiment. The shiny film
12b is formed to have a film thickness in which a plurality
of cracks are generated by sputtering in which a thin film
formed of pure chrome (Cr) is formed, as described
above. The shiny film 12b has radio wave transmissivity
because the shiny film 12b has the plurality of cracks. In
addition, the shiny film 12b has extremely high corrosion
resistance because the shiny film 12b is formed of pure
chrome (Cr).
[0035] The inner emblem 12 is formed by the process
of forming the base 12a shown in Fig. 4B and the process
of forming the shiny film 12b shown in Fig. 4C. Further,
it is not necessary to perform the process of forming the
base 12a shown in Fig. 4B and the process of forming
the shiny film 12b shown in Fig. 4C to wait for the process
of forming the transparent member 11 shown in Fig. 4A.
A manufacturing time of the emblem 10 can be reduced
by forming the inner emblem 12 in parallel with the proc-
ess of forming the transparent member 11 shown in Fig.
4A.
[0036] Next, as shown in Fig. 4D, the inner emblem 12
is fitted into the recessed portion 11a of the transparent
member 11. Here, a top coat layer is not formed on the

surface of the shiny film 12b of the inner emblem 12. For
this reason, the shiny film 12b directly comes into contact
with the inner surface of the recessed portion 11a.
[0037] Next, the base member 13 is formed as shown
in Fig. 4E. The process shown in Fig. 4E corresponds to
the fixing process of the embodiment. Here, the base
member 13 is formed by disposing the transparent mem-
ber 11, in which the inner emblem 12 is installed in the
recessed portion 11a, inside a mold for injection molding,
and performing insert molding in which a melted resin is
injected toward a back surface side of the transparent
member 11 (an insert molding process). The base mem-
ber 13 is welded to the transparent member 11 by heat
during the insert molding and is disposed to cover the
inner emblem 12. Accordingly, the shiny film 12b of the
inner emblem 12 is fixed to the transparent member 11
together with base 12a in a state in which the shiny film
12b comes into directly contact with the inner surface of
the recessed portion 11a.
[0038] In the above-mentioned processes, the emblem
10 according to the embodiment is manufactured. Ac-
cording to the method of manufacturing the emblem 10
and the emblem 10 according to the embodiment, the
shiny film 12b formed of a discontinuous shiny film con-
taining chrome (Cr) is formed. Since the shiny film 12b
contains chrome (Cr) and has high corrosion resistance,
it is not necessary to form the top coat layer. Further, the
shiny film 12b comes into directly contact with the inner
surface of the recessed portion 11a of the transparent
member 11 without the top coat layer therebetween. For
this reason, it is possible to prevent an influence on vis-
ibility of the shiny region 10A caused by distortion of the
top coat layer due to heat during manufacture. Accord-
ingly, according to the method of manufacturing the em-
blem 10 according to the present embodiment, it is pos-
sible to prevent the occurrence of a bad influence on
visibility of the shiny region 10A due to heat during man-
ufacture, and improvement of a yield can be achieved.
[0039] Further, according to the method of manufac-
turing the emblem 10 of the embodiment, the process of
forming the top coat layer can be omitted. Formation of
the top coat layer is time-consuming because it is nec-
essary to apply a coat liquid and further wait for the coat
liquid to dry. According to the method of manufacturing
the emblem 10 of the present invention, since the process
of forming the top coat layer can be omitted, it is possible
to form the emblem 10 in a short time with a low cost.
[0040] In addition, in the method of manufacturing the
emblem 10 of the embodiment, the shiny film 12b is
formed of pure chrome (Cr) by sputtering. For this reason,
the shiny film 12b having extremely high corrosion resist-
ance can be easily formed. In addition, in a case where
the shiny film 12b is formed of pure chrome (Cr) by sput-
tering, a plurality of cracks can be formed in the film by
appropriately controlling a thickness of the formed film
without performing post-processing. The film thickness
of the shiny film 12b is, for example, about 200 nm. For
this reason, according to the method of manufacturing
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the emblem 10 of the present embodiment, the shiny film
12b having radio wave transmissivity can be easily
formed.
[0041] In addition, in the method of manufacturing the
emblem 10 according to the embodiment, the shiny film
12b is directly formed on the surface of the base 12a
having a protruding portion. For this reason, the process
of forming the under coat layer on the surface of the base
12a can be omitted, and the emblem 10 can be manu-
factured in a shorter amount of time.
[0042] In addition, in the method of manufacturing the
emblem 10 according to the embodiment, insert molding
is performed for the transparent layer in which the fitting
section is fitted into the recessed portion such that the
fitting section is covered with the resin layer. Accordingly,
the inner emblem 12 is fixed to the transparent member
11. For this reason, the inner emblem 12 can be fixed to
the transparent member 11 without using an adhesive
agent or the like. Further, in the embodiment, since the
top coat layer is not formed between the shiny film 12b
and the transparent member 11, an influence on visibility
of the shiny region 10A due to heat during insert molding
does not occur.
[0043] Further, in the embodiment, the configuration
in which the inner emblem 12 is configured separately
from the base member 13 has been employed. However,
the embodiment is not limited thereto, and the inner em-
blem 12 and the base member 13 may be integrally
formed. For example, the inner emblem 12 and the base
member 13 can be integrated by forming the protruding
portion to have the same shape as the base 12a with
regard to the base member 13 and forming the shiny film
12b on the surface of the protruding portion. In this case,
for example, the radar cover may be manufactured by
welding the base member 13 on which the inner emblem
12 is formed to the transparent member 11.

(Second embodiment)

[0044] Next, a second embodiment of the present in-
vention will be described. Further, in a description of the
above-mentioned embodiment, descriptions of the same
parts as the above-mentioned first embodiment will be
omitted or simplified.
[0045] Fig. 5A is a cross-sectional view of an emblem
20 according to the embodiment. Fig. 5B is a cross-sec-
tional view of an inner emblem 22 included in the emblem
20 according to the embodiment. As shown in Fig. 5A,
the emblem 20 of the embodiment includes a base sec-
tion 21 and the inner emblem 22. The base section 21
includes a transparent section 21a (a transparent layer)
and a black section 21b.
[0046] The transparent section 21a is formed of the
same material to have the same shape as the transparent
member 11 of the first embodiment. A recessed portion
21a1 in which the inner emblem 22 is disposed is formed
on a back side of the transparent section 21a. In addition,
a region of a surface of the back side of the transparent

section 21a in which the recessed portion 21a1 is not
formed is a surface in contact with the black section 21b.
The recessed portion 21a1 is a portion configured to ac-
commodate the inner emblem 22 such that the accom-
modated inner emblem 22 can be three-dimensionally
seen from the front side of the vehicle. The recessed
portion 21a1 is formed in a figure, a character, and the
like, of an emblem or the like of a vehicle manufacturer,
like the recessed portion 11a of the first embodiment.
[0047] The black section 21b is a layer disposed to be
stacked on a surface of the back side of the transparent
section 21a, and is a portion that is formed of a black
resin material. As shown in Figs. 5A and 5B, the black
section 21b is stacked on the transparent section 21a to
avoid the recessed portion 21a1. That is, the black sec-
tion 21b has an opening 21b1 so that the recessed portion
21a1 is exposed. Further, the black section 21b is
stacked on the back side of the transparent section 21a
such that the opening 21b1 overlaps the recessed portion
21a1. In addition, a step portion 21b3 is formed on an
edge portion of the opening 21b1 in the black section
21b. The step portion 21b3 is formed by forming a region
of the black section 21b along the opening 21b1 to be
thinned with respect to the other region. The step portion
21b3 is a portion to which a flange 22b (to be described
below) of the inner emblem 22 is fixed. In addition, the
black section 21b has engaging sections 21b2 protruding
toward an engine compartment. Each of the engaging
sections 21b2 has a tip portion formed in a claw shape,
and the tip portion is locked to, for example, a radiator
grille main body. The black section 21b disposed to be
stacked on the surface of the back side of the transparent
section 21a in this way can be seen from the outside of
the transparent section 21a, and forms the above-de-
scribed black region 10B. That is, a region of the black
section 21b except for the shiny region 10A is recognized
as a black color, and visibility of the shiny region 10A is
relatively improved.
[0048] The black section 21b is formed of a synthetic
resin such as an acrylonitrile-butadiene-styrene (ABS)
copolymer synthetic resin, an acrylonitrile-ethylene-sty-
rene (AES) copolymer synthetic resin, acrylonitrile-sty-
rene-acrylate (ASA), polybutylene terephthalate (PBT),
colored PC, polyethylene terephthalate (PET), or the like,
or a composite resin thereof, and has a thickness of about
0.5 mm to 10 mm.
[0049] The base section 21 having the transparent sec-
tion 21a and the black section 21b is formed through two
color molding. For example, the transparent section 21a
is formed in advance, and the black section 21b is formed
on the surface of the back side of the transparent section
21a formed in advance to avoid the recessed portion
21a1. The base section 21 in which the transparent sec-
tion 21a and the black section 21b are integrated can be
easily formed through two color molding. However, the
method of forming the base section 21 is not limited to
the two color molding. For example, the base section 21
can also be formed by separately forming the transparent
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section 21a and the black section 21b through injection
molding, and fixing the transparent section 21a and the
black section 21b, which are separated from each other,
using an adhesive agent or through welding.
[0050] As shown in Fig. 5B, the inner emblem 22 in-
cludes a base 22a, the flange 22b, and a shiny film 22c.
The base 22a and the flange 22b are integrally formed
by injection molding or the like, and, for example, are
formed of a synthetic resin such as ABS, PC, PET, or
the like. The base 22a is a protruding portion disposed
in the recessed portion 21a1 and configured to fill the
recessed portion 21a1. The base 22a has a shape con-
figured to bring the shiny film 22c formed on the surface
in contact with an inner wall surface of the recessed por-
tion 21a1. The flange 22b is formed to surround the base
22a and forms an edge portion of the inner emblem 22.
The flange 22b is a portion that comes into contact with
the step portion 21b3 formed on the black section 21b.
Further, as shown in Fig. 5B, the base 22a is formed to
protrude closer to the transparent section 21a than the
flange 22b. Further, in the embodiment, a fitting section
is formed by the base 22a and the flange 22b, and the
base 22a corresponds to the protruding portion.
[0051] The shiny film 22c is a layer formed on a surface
of a front side (a surface of the transparent section 21a
side) of the base 22a and having metallic shininess. The
shiny film 22c is a metal thin film formed of pure chrome
(Cr) and having a film thickness of several hundred nm,
like the shiny film 12b of the first embodiment. That is,
the shiny film 22c is a discontinuous film having a plurality
of cracks (gaps), and has a configuration such that radio
wave can pass through these cracks. In addition, since
the shiny film 22c is formed of pure chrome (Cr), corrosion
resistance is extremely high when compared with a thin
film formed of indium (In) or aluminum (Al). The shiny
film 22c may be formed through sputtering using a target
formed of, for example, pure chrome (Cr), like the shiny
film 12b of the first embodiment.
[0052] The shiny film 22c has extremely high corrosion
resistance, as described above, and no coat layer is
formed on both surfaces of the front surface (the surface
in contact with the transparent section 21a) and the back
surface (the surface in contact with the base 22a) of the
shiny film 22c. That is, in the embodiment, neither the
top coat layer nor the under coat layer in contact with the
shiny film 22c is formed. For this reason, the front surface
of the shiny film 22c comes into directly contact with the
inner surface of the recessed portion 21a1 of the trans-
parent section 21a, and the back surface of the shiny film
22c comes into directly contact with the base 22a.
[0053] Further, in the embodiment, a forming material
of the shiny film 22c may not be pure chrome (Cr). For
example, the forming material of the shiny film 22c may
be an alloy containing chrome (Cr). In addition, in the
embodiment, the configuration in which the top coat layer
is not formed on the front surface (the surface of the trans-
parent section 21a side) side of the shiny film 22c is nec-
essary. However, the embodiment does not exclude for-

mation of the under coat layer on the back surface (the
surface of the base 22a side) side of the shiny film 22c.
[0054] Next, a method of manufacturing the emblem
20 according to the embodiment will be described. Figs.
6A to 6D are views schematically showing a process of
manufacturing the emblem 20 according to the embodi-
ment. First, as shown in Fig. 6A, formation of the base
section 21 is performed. For example, first, the transpar-
ent section 21a is formed using a first mold (not shown)
through injection molding, and the black section 21b is
then stacked on the transparent section 21a using a sec-
ond mold (not shown) through injection molding. That is,
the transparent section 21a formed of a resin material
and the black section 21b formed of a resin material hav-
ing a different color from the transparent section 21a are
integrally formed through two color molding. Here, when
the transparent section 21a is formed by the first mold,
the recessed portion 21a1 is formed in the transparent
section 21a. In addition, when the black section 21b is
formed by the second mold, the black section 21b is
formed to avoid the recessed portion 21a1. Further, in
the embodiment, the process of forming the transparent
section 21a corresponds to the process of forming the
transparent layer.
[0055] Next, as shown in Fig. 6B, the base 22a and
the flange 22b of the inner emblem 22 are integrally
formed through injection molding. The process shown in
Fig. 6B corresponds to the process of forming the fitting
section. Here, for example, a welding rib (a protrusion
formed of a resin) may be formed on a surface of the
flange 22b coming into contact with the transparent sec-
tion 21a. The welding rib is a portion formed, for example,
in an annular shape to surround the base 22a, and is
melted to weld the transparent section 21a and the flange
22b in a subsequent process.
[0056] Next, as shown in Fig. 6C, the shiny film 22c is
formed on a surface of the front side of the base 22a. A
process shown in Fig. 6C corresponds to a process of
forming a shiny film. Further, since a surface of a front
side of the flange 22b (a surface of a front side of the
vehicle) comes into contact with the black section 21b,
the flange 22b cannot be seen from the outside through
the transparent section 21a. For this reason, it is not nec-
essary to form the shiny film 22c on the surface of the
front side of the flange 22b. Accordingly, when the shiny
film 22c is formed, the surface of the flange 22b may be
masked. However, the shiny film 22c is thin and delam-
inated due to heat in a subsequent process in which the
transparent section 21a and the flange 22b are welded.
Accordingly, it is convenient to also form the shiny film
22c on the surface of the front side of the flange 22b
without performing the masking.
[0057] The inner emblem 22 is formed by the process
of forming the base 22a and the flange 22b shown in Fig.
6B and the process of forming the shiny film 22c shown
in Fig. 6C. Further, it is not necessary to perform the
process of forming the base 22a and the flange 22b
shown in Fig. 6B and the process of forming the shiny
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film 22c shown in Fig. 6C to wait for the process of forming
the base section 21 shown in Fig. 6A. A manufacturing
time of the emblem 20 can be reduced by forming the
inner emblem 22 in parallel with the process of forming
the base section 21 shown in Fig. 6A.
[0058] Next, as shown in Fig. 6D, the inner emblem 22
is disposed to be accommodated in the recessed portion
21a1 of the base section 21. Here, as shown in Fig. 6D,
the inner emblem 22 is disposed in the recessed portion
21a1 such that the flange 22b of the inner emblem 22
comes into contact with the step portion 21b3 provided
in the black section 21b of the base section 21. Next, the
surface of the flange 22b is melted, and the inner emblem
22 is welded to the black section 21b.
[0059] Here, for example, the inner emblem 22 is weld-
ed to the black section 21b through an ultrasonic welding
method, a laser transmission welding method, or the like.
When the ultrasonic welding method is used, for exam-
ple, ultrasonic vibrations are applied to the inner emblem
22. Frictional heat is generated at an interface between
the flange 22b and the black section 21b due to the vi-
brations, and a surface layer of the flange 22b is melted
by the frictional heat. Then, the inner emblem 22 is weld-
ed to the black section 21b by being cooled. In addition,
in the laser transmission welding method, for example,
the inner emblem 22 is formed of a material through which
a laser beam passes. Further, a surface layer of the
flange 22b is melted by irradiating the surface of the
flange 22b with a laser beam from the back side of the
inner emblem 22. Then, the inner emblem 22 is welded
to the black section 21b by being cooled.
[0060] The shiny film 22c of the inner emblem 22 is
fixed to the transparent section 21a while in direct contact
with the inner surface of the recessed portion 21a1 by
welding the flange 22b of the inner emblem 22 to the
base section 21. That is, in the embodiment, the process
of fixing the inner emblem 22 to the base section 21
shown in Fig. 6D corresponds to a fixing process.
[0061] After that, the emblem 20 according to the em-
bodiment is completed by performing hard coat process-
ing on the surface of the transparent section 21a if need-
ed. According to the method of manufacturing the em-
blem 20 and the emblem 20 of the embodiment, the shiny
film 22c having a discontinuous shiny film containing
chrome (Cr) is formed. Since the shiny film 22c contains
chrome (Cr) and has high corrosion resistance, it is not
necessary to form the top coat layer. Further, the shiny
film 22c directly comes into contact with the inner surface
of the recessed portion 21a1 of the transparent section
21a without the top coat layer therebetween. For this rea-
son, it is possible to prevent an influence on visibility of
the shiny region 10A caused by distortion of the top coat
layer due to heat during manufacture. Accordingly, ac-
cording to the method of manufacturing the emblem 20
of the embodiment, like the first embodiment, it is possible
to prevent the occurrence of a bad influence on visibility
of the shiny region 10A due to heat during manufacture,
and improvement of yield can be achieved.

[0062] Further, according to the method of manufac-
turing the emblem 20 according to the embodiment, the
black section 21b is stacked on the transparent section
21a to avoid the recessed portion 21a1 of the transparent
section 21a. For this reason, after the black section 21b
is stacked on the transparent section 21a, the inner em-
blem 22 can be disposed in the recessed portion 21a1.
Accordingly, it is not necessary to provide the inner em-
blem 22 to be sandwiched between the transparent sec-
tion 21a and the black section 21b, and it is not necessary
to perform insert molding. In addition, fixing of the inner
emblem 22 to the black section 21b can be performed
through a welding method by ultrasonic waves or laser
beams. According to these methods, since only a local
heat input to only the fixed place is necessary, a thermal
load to the inner emblem 22 can be largely reduced when
compared with the case in which the insert molding is
performed. Accordingly, according to the method of man-
ufacturing the emblem 20 of the embodiment, a thermal
load to the inner emblem 22 is largely reduced, deterio-
ration of the inner emblem 22 due to exposure to a high
temperature is suppressed, and improvement of yield of
the emblem 20 can be achieved.
[0063] Hereinabove, while the preferred embodiments
of the present invention have been described with refer-
ence to the accompanying drawings, it is needless to say
that the present invention is not limited to the above-men-
tioned embodiments. All shapes, combinations, and the
like of the components described in the above-mentioned
embodiments are exemplary, and various modifications
may be made thereto on the basis of design requirements
without departing from the scope of the present invention.
[0064] For example, in the first embodiment, the con-
figuration in which, after the shiny film 12b is formed on
the surface of the base 12a during manufacture of the
emblem 10, the base 12a is fitted into the recessed por-
tion 11a has been described. However, the present in-
vention is not limited thereto, and may include a config-
uration in which the shiny film 12b may be formed on the
inner surface of the recessed portion 11a and the base
12a is then fitted thereinto.
[0065] In addition, in the second embodiment, the con-
figuration in which, after the shiny film 22c is formed on
the surface of the base 22a during manufacture of the
emblem 20, the base 22a is fitted into the recessed por-
tion 21a1 has been described. However, the present in-
vention is not limited thereto, and may also employ a
configuration in which the shiny film 22c is formed on the
inner surface of the recessed portion 21a1 and the base
22a is then fitted thereinto.

Description of Reference Signs

[0066]

10 Emblem (radar cover)
10A Shiny region
10B Black region
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11 Transparent member (transparent layer)
11a Recessed portion
12 Inner emblem
12a Base (protruding portion)
12b Shiny film
13 Base member
13a Engaging section
20 Emblem (radar cover)
21 Base section
21a Transparent section (transparent layer)
21a1 Recessed portion
21b Black section
21b1 Opening
21b2 Engaging section
21b3 Step portion
22 Inner emblem
22a Base (protruding portion)
22b Flange
22c Shiny film

Claims

1. A method of manufacturing a radar cover that covers
a radar unit configured to determine surrounding
conditions of a vehicle, the method comprising:

forming a transparent layer including a recessed
portion;
forming a fitting section including a protruding
portion to be fitted into the recessed portion;
forming a shiny film to be disposed between the
protruding portion of the fitting section and the
recessed portion of the transparent layer and
formed of a discontinuous shiny film containing
chrome; and
fixing the transparent layer and the fitting section
to each other in a state where the shiny film
comes into directly contact with an inner surface
of the recessed portion.

2. The method of manufacturing a radar cover accord-
ing to claim 1, wherein
when the shiny film is formed, the shiny film is formed
of pure chrome by sputtering.

3. The method of manufacturing a radar cover accord-
ing to claim 1 or 2, wherein
when the shiny film is formed, the shiny film is formed
directly on a surface of the protruding portion.

4. The method of manufacturing a radar cover accord-
ing to any one of claims 1 to 3, wherein
when the transparent layer and the fitting section are
fixed, insert molding is used for the transparent layer
in which the fitting section is fitted into the recessed
portion such that the fitting section is covered with
the resin layer.

5. A radar cover that covers a radar unit configured to
determine surrounding conditions of a vehicle, the
radar comprising:

a transparent layer including a recessed portion;
a fitting section including a protruding portion
fitted into the recessed portion and fixed to the
transparent layer; and
a shiny film formed to cover the protruding por-
tion, coming into directly contact with an inner
surface of the recessed portion, and formed of
a discontinuous shiny film containing chrome.
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