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(57) In the syringe barrel (12), an inner peripheral
portion (26) of the barrel portion (18) includes, in a main
area in an axial direction, a tapered portion (28) having
an inner diameter gradually increased toward a distal end
from a proximal end. A injection molding mold (50) in-
cludes: a female mold (52) having a cavity (53) that is a
recessed portion adapted to mold an outer surface of the
syringe barrel (12); and a male mold having a core (65)
provided with a barrel portion molding section (66) to
mold the inner peripheral portion (26) of the barrel portion
(18). The barrel portion molding section (66) of the core
(65) includes, in a main area in an axial direction, a ta-
pered molding section (67) having an outer diameter
gradually increased from a proximal end to a distal end.
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Description

Technical Field

[0001] The present invention relates to a syringe barrel
and a injection molding mold.

Background Art

[0002] Generally, a syringe barrel made of plastic is
manufactured by an injection molding process (refer to
JP 7-323085 A, for example). In the case of manufactur-
ing a syringe barrel by the injection molding process, a
injection molding mold is used, and the mold includes a
female mold (outer mold) formed with a cavity to form an
outer surface shape of the syringe barrel and a male mold
(core) to mold an inner surface shape of the syringe bar-
rel. A molten resin is injected into a gap formed between
the female mold and the male mold, and after solidifica-
tion of the resin, the syringe barrel, namely, a molded
object is removed from the mold. Thus, the syringe barrel
molded in a predetermined shape can be obtained.

Summary of Invention

[0003] Meanwhile, in the case of removing a syringe
barrel, namely, a molded object from a injection molding
mold, it is necessary to leave the molded object remaining
on a male mold side by relatively moving a female mold
and the male mold in an axial direction, and separate
(remove) the molded object from a cavity of the female
mold. However, in the case where fitting force between
the male mold and the molded object is weaker than fitting
force between the female mold and the molded object,
there may be a problem in which the molded object can-
not be removed from the cavity and the molded object
may remain on the female mold side, namely, in the cavity
instead of the male mold side as a result.
[0004] The present invention is achieved in consider-
ation of the above-described problem, and directed to
providing a syringe barrel and a injection molding mold
capable of preventing a molded object from remaining in
a cavity of the female mold at the time of removing the
syringe barrel, namely, the molded object from the inside
of the mold in manufacturing the syringe barrel by injec-
tion molding.
[0005] To achieve the above object, the present inven-
tion provides a syringe barrel comprising a hollow barrel
portion that has a proximal-end opening at a proximal
end thereof and is configured such that a gasket is in-
sertable from the proximal-end opening. An inner periph-
eral portion of the barrel portion includes, in a main area
thereof in an axial direction, a tapered portion having an
inner diameter that gradually increases toward a distal
end from a proximal end thereof.
[0006] According to this syringe barrel, the inner pe-
ripheral portion of the barrel portion includes the tapered
portion (reversed taper) having the inner diameter grad-

ually increased toward the distal end. Therefore, the
molded object is prevented from remaining in the cavity
of the female mold at the time of mold separation in in-
jection molding. More specifically, the molded object is
fitted to the core with appropriate force by a function of
the reversed taper at the time of mold separation by mov-
ing the female mold relative to the male mold adapted to
mold the inner peripheral surface of the syringe barrel.
Therefore, the molded object can be surely separated
from the cavity of the female mold and made to remain
on the male mold side. Further, the syringe manufactured
by using the syringe barrel provided with such a reversed
taper provides excellent operability because sliding re-
sistance is reduced when the gasket is moved forward
at the time of use.
[0007] In the above-described syringe barrel, 50% or
more of a length of the barrel portion in the inner periph-
eral portion of the barrel portion may be the tapered por-
tion. With this structure, the molded object can be effec-
tively prevented from remaining in the cavity of the outer
mold at the time of mold separation in injection molding.
[0008] In the above-described syringe barrel, a sub-
stantially entire area of the barrel portion in the axial di-
rection of the inner peripheral portion may be the tapered
portion. With this structure, the molded object can be
surely prevented from remaining in the cavity of the fe-
male mold at the time of mold separation in injection
molding.
[0009] In the above-described syringe barrel, a differ-
ence between an inner diameter at the proximal end of
the tapered portion and an inner diameter at the distal
end of the tapered portion may be in a range of 0.01 to
0.07 mm. With this structure, the molded object can be
effectively prevented from remaining in the cavity of the
female mold at the time of injection molding without hav-
ing any trouble in separating the molded object from the
male mold.
[0010] In the above-described syringe barrel, an axial
length of the barrel portion may be 50 to 60 mm, and the
difference between the inner diameter at the proximal
end of the tapered portion and the inner diameter at the
distal end of the tapered portion may be in a range of
0.02 to 0.05 mm. With this structure, it is possible to obtain
a syringe capable of preventing the molded object from
remaining in the cavity in injection molding and having
volume of about 1 mL.
[0011] In the above-described syringe barrel, a curved
portion may be provided on a distal end side of the ta-
pered portion at the inner peripheral portion of the barrel
portion via a distal-end side straight portion having a con-
stant inner diameter. With this structure, even in the case
of providing the curved portion (portion R) on the distal
end side of the tapered portion, dimensional accuracy is
easily achieved due to presence of the distal-end side
straight portion.
[0012] In the above-described syringe barrel, a curved
portion may be provided on a proximal end side of the
tapered portion at the inner peripheral portion of the barrel
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portion via a proximal-end side straight portion having a
constant inner diameter. With this structure, even in the
case of providing the curved portion (portion R) on the
proximal end side of the tapered portion, dimensional
accuracy is easily achieved due to presence of the prox-
imal-end side straight portion.
[0013] In the above-described syringe barrel, the sy-
ringe barrel is formed of a cyclic olefin polymer or a cyclic
olefin copolymer. Since these resins belong to a hard
type as the resin, when an undercut is locally provided
at the barrel portion, there may be possibility that the
barrel portion is cracked at the time of mold separation.
However, according to the present invention, occurrence
of such a crack at the time of mold separation can be
prevented because the reversed taper is provided in a
wide range.
[0014] Further, the present invention provides a injec-
tion molding mold adapted to mold a syringe barrel by
injection molding. The syringe barrel comprises a hollow
barrel portion that has a proximal-end opening at a prox-
imal end thereof and is configured such that a gasket is
insertable from the proximal-end opening. The injection
molding mold includes: a female mold having a recessed
portion to mold an outer surface of the syringe barrel;
and a male mold having a core provided with a barrel
portion molding section to mold an inner peripheral sur-
face of the barrel portion. The barrel portion molding sec-
tion of the core includes: an opening molding section to
mold the proximal-end opening at the proximal end; and
a tapered molding section having, in a main area thereof
in an axial direction, an outer diameter that gradually in-
creases toward a distal end from a proximal end thereof.
[0015] According to the syringe barrel and the injection
molding mold in the present invention, the molded object
can be prevented from remaining in the cavity of the fe-
male mold at the time of removing the syringe barrel that
is the molded object from the inside of the mold in man-
ufacturing the syringe barrel by injection molding.

Brief Description of Drawings

[0016]

Fig. 1 is a perspective view illustrating a syringe in-
cluding a syringe barrel according to a first embod-
iment of the present invention.
Fig. 2 is a longitudinal sectional view illustrating the
syringe barrel illustrated in Fig. 1.
Fig. 3A is an enlarged view illustrating a distal end
side of the syringe barrel illustrated in Fig. 2, and Fig.
3B is an enlarged view illustrating a proximal end
side of the syringe barrel illustrated in Fig. 2.
Fig. 4 is a longitudinal sectional view illustrating a
injection molding mold in order to mold the syringe
barrel illustrated in Fig. 1.
Fig. 5 is a longitudinal sectional view illustrating a
syringe including a syringe barrel according to a sec-
ond embodiment of the present invention.

Fig. 6A is an enlarged view illustrating a distal end
side of the syringe barrel illustrated in Fig. 5, and Fig.
6B is an enlarged view illustrating a proximal end
side of the syringe barrel illustrated in Fig. 5.
Fig. 7 is a longitudinal sectional view illustrating a
injection molding mold in order to mold the syringe
barrel illustrated in Fig. 5.
Fig. 8 is a longitudinal sectional view illustrating a
syringe including a syringe barrel according to a third
embodiment of the present invention.
Fig. 9A is an enlarged view illustrating a distal end
side of the syringe barrel illustrated in Fig. 8, and Fig.
9B is an enlarged view illustrating a proximal end
side of the syringe barrel illustrated in Fig. 8.
Fig. 10 is a longitudinal sectional view illustrating a
injection molding mold to mold the syringe barrel il-
lustrated in Fig. 8.

Description of Embodiments

[0017] In the following, some preferred embodiments
of a syringe barrel and a injection molding mold according
to the present invention will be described with reference
to the attached drawings.

First Embodiment

[0018] Fig. 1 is a perspective view illustrating a syringe
10 including a syringe barrel 12 according to a first em-
bodiment of the present invention.
[0019] The syringe 10 includes, as main components,
the syringe barrel 12, a cap 14 to seal a distal end opening
of the syringe barrel 12, a gasket 16 capable of liquid-
tightly sliding inside the syringe barrel 12, and a drug M
filled in a filling chamber 13 formed inside the syringe
barrel 12. The syringe 10 is formed as a prefilled syringe
preliminarily filled with the drug M.
[0020] When the syringe 10 is used, the syringe 10 is
connected with a separate prefilled syringe having a male
lure and filled with medical liquid (liquid for dilution or
dissolution). Further, in the connected state, intended
medicinal solution is prepared by suctioning the drug in-
side the syringe 10 into the separate prefilled syringe
filled with the medical liquid and mixing the drug M with
the medical liquid inside the separate prefilled syringe.
[0021] As illustrated in Fig. 2, the syringe barrel 12 in-
cludes a hollow barrel portion 18 constituting a main por-
tion thereof, a hollow cylinder tip portion 20 provided at
a distal end of the barrel portion 18, and a flange 22
formed in a manner projecting radially outward from a
proximal end of the barrel portion 18.
[0022] The barrel portion 18 is a hollow cylindrical
shaped portion into which the gasket 16 is inserted in a
manner slidable at an inner peripheral portion 26 thereof.
An axial length L1 of the barrel portion 18 is set to, for
example, 45 to 160 mm although the length may be varied
by volume of the syringe 10. In the case where the syringe
barrel 12 is formed to have volume of 1 mL, the axial
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length L1 of the barrel portion 18 is set to, for example,
50 to 60 mm.
[0023] The inner peripheral portion 26 of the barrel por-
tion 18 includes, in a main area in an axial direction, a
tapered portion 28 having an inner diameter gradually
increased toward the distal end from the proximal end.
An axial length L2 of the tapered portion 28 is set to, for
example, 50% or more of the axial length L1 of the barrel
portion 18. Otherwise, the tapered portion 28 may be
provided in a substantially entire area in an axial direction
of the inner peripheral portion 26 of the barrel portion 18.
In this case, the length L2 of the tapered portion 28 is set
to 70% or more of the length L1 of the barrel portion 18,
more preferably, 80% or more thereof.
[0024] Since the inner diameter of the tapered portion
28 is thus gradually increased toward the distal end from
the proximal end, an inner diameter of the tapered portion
28 becomes largest at the distal end and smallest at the
proximal end. In other words, an inner diameter d1 at the
distal end of the tapered portion 28 is larger than an inner
diameter d2 at the proximal end.
[0025] In Fig. 2, a gradient of the tapered portion 28 is
illustrated in an exaggerative manner for easy under-
standing for presence of the tapered portion 28, but pref-
erably the gradient of the tapered portion 28 is slight rel-
ative to an axial line of the syringe barrel 12. In other
words, a difference between the inner diameter d2 at the
proximal end and the inner diameter d1 at the distal end
(d2 - d1) is very small. Therefore, the difference between
the inner diameter d2 at the proximal end and the inner
diameter d1 at the distal end of the tapered portion 28 is
set to, for example, 0.01 to 0.07 mm. In the case where
the syringe barrel 12 is formed to have volume of 1 mL,
the difference between the inner diameter d2 at the prox-
imal end and the inner diameter d1 at the distal end of
the tapered portion 28 is set to, for example, 0.02 to 0.05
mm.
[0026] Note that an outer diameter of the barrel portion
18 (not including the flange 22 portion) is axially constant,
or gradually reduced toward the distal end from the prox-
imal end.
[0027] As illustrated in Fig. 3A, in the inner peripheral
portion 26 of the barrel portion 18, a distal-end side
straight portion 30 having an axially constant inner diam-
eter is provided continuous to the distal end side of the
tapered portion 28. The inner diameter of the distal-end
side straight portion 30 is same as the inner diameter d1
at the distal end of the tapered portion 28 (refer to Fig.
2). An axial length L3 of the distal-end side straight portion
30 may be short and is set to, for example, 0.1 to 5 mm.
[0028] Further, a distal-end side tapered portion 36
having an inner diameter gradually reduced in the distal
end direction is provided on the distal end side of the
distal-end side straight portion 30 via a curved portion 34
(portion R). Since the distal-end side straight portion 30
is thus interposed between the tapered portion 28 and
the curved portion 34, dimensional accuracy is easily
achieved by injection molding for the diameter at the dis-

tal end of the tapered portion 28.
[0029] As illustrated in Fig. 3B, in the inner peripheral
portion 26 of the barrel portion 18, a proximal-end side
straight portion 32 having an axially constant inner diam-
eter is provided continuous to the proximal end side of
the tapered portion 28. The inner diameter of the proxi-
mal-end side straight portion 32 is same as the inner
diameter d2 at the proximal end of the tapered portion
28 (refer to Fig. 2). An axial length L4 of the proximal-
end side straight portion 32 may be short and is set to,
for example, 0.1 to 5 mm.
[0030] Further, on the proximal end side of the proxi-
mal-end side straight portion 32, a proximal-end opening
38 is provided as a proximal-end side tapered portion
having an inner diameter reduced in the distal end direc-
tion via a curved portion 40 (portion R). Since the proxi-
mal-end side straight portion 32 is thus interposed be-
tween the tapered portion 28 and the curved portion 40,
dimensional accuracy is easily achieved by injection
molding for the diameter at the proximal end of the ta-
pered portion 28.
[0031] In Fig. 2, the cylinder tip portion 20 projects in
the distal end direction from the distal end portion of the
syringe barrel 12 while having the reduced diameter rel-
ative to the syringe barrel 12. The cylinder tip portion 20
includes a tapered inner surface 20b in which a female
lure 21 into which the male lure can be inserted and con-
nected, and an inner diameter is increased in the distal
end direction.
[0032] A fixing portion 24 adapted to detachably fix the
cap 14 illustrated in Fig. 1 is provided at a distal-end outer
peripheral portion of the cylinder tip portion 20. According
to the present embodiment, the fixing portion 24 is a
screw portion (male screw) that can be screwed with the
cap 14. More specifically, in the present example illus-
trated, the fixing portion 24 is formed of two engagement
projections 25 projecting in directions opposing to each
other based on the axial line of the syringe barrel 12.
[0033] The volume of the syringe barrel 12 is not limited
to specific volume and can be set in a range of, for ex-
ample, 0.5 to 100 mL. Further, in this case, the volume
of the syringe barrel 12 may be set to respective volume
of, for example, 0.5 mL, 1 mL, 5 mL, 10 mL, 20 mL, 30
mL, 50 mL, and 100 mL.
[0034] Materials constituting the syringe barrel 12 may
be various kinds of resins such as polypropylene, poly-
ethylene, polystyrene, polyamide, polycarbonate, poly-
vinyl chloride, poly-(4-methyl pentene-1), an acrylic res-
in, an acrylonitrile-butadiene-styrene copolymer, polyes-
ter like polyethylene terephthalate, a cyclic olefin poly-
mer, and a cyclic olefin copolymer. Among them, the res-
ins such as the polypropylene, cyclic olefin polymer, and
cyclic olefin copolymer are preferable because these res-
ins are easily molded and have heat resistance.
[0035] The cap 14 illustrated in Fig. 1 includes a sealing
member (not illustrated) formed of an elastic member
that seals a distal end opening 20a of the cylinder tip
portion 20 (refer to Fig. 2), and a cylindrical main body
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15 that supports the seal member. An inner peripheral
portion of the main body 15 is provided with a female
screw (not illustrated) to be screwed with the fixing portion
24 (engagement projection 25) provided at the cylinder
tip portion 20. In a pre-use state in which the cap 14 is
attached to the cylinder tip portion 20, the distal end open-
ing 20a is liquid-tightly sealed by the cap 14 and the drug
M is prevented from leaking out from the distal end open-
ing 20a.
[0036] Note that an engagement structure (fixing struc-
ture) between the cap 14 and the cylinder tip portion 20
is not limited to the above-described screw fitting. For
example, there may be a structure in which an engage-
ment projection is provided at an outer peripheral surface
of the cylinder tip portion 20 and further an engagement
projection is provided at an inner peripheral surface of
the main body 15 of the cap 14, and these engagement
projections are hooked each other. In this case, when
the cap 14 is pulled in the distal end direction, the main
body is elastically deformed, and the engagement pro-
jection on the main body 15 side moves over the engage-
ment projection on the cylinder tip portion 20 side, thereby
achieving removal of the cap 14 from the cylinder tip por-
tion 20.
[0037] The gasket 16 is inserted into the syringe barrel
12. A distal end surface 16a of the gasket 16 has a ta-
pered shape that is tapered toward the distal end. A plu-
rality of ring-shaped sealing projections 16b is formed at
intervals in the axial direction at an outer peripheral por-
tion of the gasket 16 (two sealing projections are formed
in the drawing). The sealing projections 16b closely con-
tacts the inner peripheral surface of the syringe barrel 12
(barrel portion 18) in a state that the gasket 16 is inserted
into the syringe barrel 12. This enables the gasket 16 to
liquid-tightly slide inside the syringe barrel 12.
[0038] The gasket 16 is provided with a fitting recessed
portion opened to the proximal end side and formed with
a female screw at an inner peripheral portion (refer to
gasket 96 in Fig. 5). If necessary, the fitting recessed
portion can be screwed with a distal end portion of a
pusher not illustrated.
[0039] Materials constituting the gasket 16 may be, for
example, various kinds of rubber materials such as nat-
ural rubber, butyl rubber, isoprene rubber, butadiene rub-
ber, styrene-butadiene rubber, and silicone rubber, var-
ious kinds of thermoplastic elastomer such as poly-
urethane-based, polyester-based, polyamide-based,
olefin-based and styrene-based thermoplastic elas-
tomer, mixtures thereof, and so on.
[0040] The drug M may be any of a powder drug, a
freeze-dried drug, a solid drug, a liquid drug, and so on.
As examples of such drugs, for example, following drugs
can be listed: protein preparation, an antitumor drug, vi-
tamin preparation (multivitamin preparation), various
kinds of amino acids, antithrombotic agents such as
heparin, insulin, antibiotics, antitumor agents, painkiller,
cardiotonic agents, intravenous anesthetics, medical
drugs, antiperkinson agents, anti-ulcer agents, adrenal

cortex hormones, corticosteroid, antiarrhythmic agents,
and so on.
[0041] Meanwhile, in the syringe 10, a gasket stopper
44 is detachably attached to the proximal end portion
(flange 22) of the syringe barrel 12 in order to prevent
the gasket 16 from coming off from the syringe barrel 12
in the proximal end direction. The gasket stopper 44 in-
cludes a stopper plate 48 contacting a proximal end sur-
face of the flange 22, and a semicircle engagement plate
46 in which a side to be engaged with the flange 22 of
the syringe barrel 12 opened. The barrel portion 18 of
the syringe barrel 12 is inserted into the inside of the
engagement plate 46, and further the gasket stopper 44
is attached to the proximal end portion of the syringe
barrel 12 by inserting the flange 22 between the stopper
plate 48 and the engagement plate 46.
[0042] Next, a injection molding mold 50 in order to
mold the above-described syringe barrel 12 by injection
molding will be described with reference to Fig. 4.
[0043] The injection molding mold 50 includes a female
mold 52 (outer mold) having a cavity 53 that is a recessed
portion to mold an outer surface shape of the syringe
barrel 12, and a male mold 54 to mold an inner surface
shape of the syringe barrel 12. In a state that a later-
described core 65 of the male mold 54 is disposed inside
the female mold 52, a gap 55 corresponding to a shape
of the syringe barrel 12 to be molded is formed between
the female mold 52 and the male mold 54.
[0044] The female mold 52 includes: a first mold 56
formed with molding sections 56a, 56b to mold respective
outer surface shapes of the barrel portion 18 and the
flange 22 of the syringe barrel 12: second and third molds
60, 62 respectively formed with molding sections 61, 63
to mold an outer surface shape of the cylinder tip portion
20; and a fourth mold 80 formed with a female lure mold-
ing section 82 to mold an inner surface of the cylinder tip
portion 20. In the female mold 52, the cavity 53 is formed
of the molding sections 56a, 56b, 61, 63 and the female
lure molding section 82.
[0045] The first mold 56 is provided with an injection
passage 57 in order to inject a molten resin into the gap
55. The injection passage 57 is in communication with
the gap 55. The female lure molding section 82 of the
fourth mold 80 has a gradient equal to a gradient of the
inner surface 20b of the cylinder tip portion 20.
[0046] In the syringe barrel 12 according to the present
embodiment, the fixing portion 24 projecting outward is
provided at the cylinder tip portion 20. Therefore, a mold
cannot be separated by relatively moving the cylinder tip
portion 20 and the mold adapted to mold the outer surface
shape of the cylinder tip portion 20 in the axial direction
at the time of mold separation in injection molding. There-
fore, the mold to mold the outer surface shape of the
cylinder tip portion 20 is divided into the second mold 60
and the third mold 62 in order to enable mold separation
after molding.
[0047] The molding section 61 of the second mold 60
is a unit to mold a half of the outer surface shape (cir-
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cumferentially half) of the cylinder tip portion 20, and is
a groove portion having a cross-section formed in a sub-
stantially circular arc. The molding section 63 of the third
mold 62 is a unit to mold the other half of the outer surface
shape of the cylinder tip portion 20, and is a groove por-
tion having a cross-section formed in a substantially cir-
cular arc. An entire length and entire circumference of
the outer surface shape of the cylinder tip portion 20 are
molded by the second mold 60 and the third mold 62.
[0048] The male mold 54 includes: the core 65 to mold
the inner surface (inner peripheral portion 26) of the barrel
portion 18 and the proximal-end opening 38; and a hold-
ing mold 58 provided with an insertion through-hole 58a
through which the core 65 is inserted. More specifically,
the core 65 includes a barrel portion molding section 66
to form the inner surface of the barrel portion 18 and an
opening molding section 68 to mold the proximal-end
opening 38. Further, the holding mold 58 includes a mold-
ing section 59 to mold a proximal end surface of the flange
22.
[0049] The barrel portion molding section 66 includes,
in the main area in the axial direction, a tapered molding
section 67 having an outer diameter gradually increased
toward the distal end from the proximal end. The tapered
molding section 67 is a unit to mold the tapered portion
28 in the syringe barrel 12 and is provided in a range
indicated by an arrow A in Fig. 4. The tapered molding
section 67 has a gradient equal to the gradient of the
tapered portion 28 (inclination relative to the axial line of
the syringe barrel 12).
[0050] As illustrated in Fig. 4, in the barrel portion mold-
ing section 66, the a distal-end side straight molding sec-
tion 70 having an outer diameter constant in the axial
direction is provided continuous to the distal end side of
the tapered molding section 67. The distal-end side
straight molding section 70 is a unit to mold the distal-
end side straight portion 30 in the syringe barrel 12, and
is provided in a range indicated by an arrow B in Fig. 4.
The distal-end side straight molding section 70 has an
inner diameter equal to the outer diameter at the distal
end of the tapered molding section 67.
[0051] Further, a distal-end side tapered molding sec-
tion 74 having an outer diameter reduced in the distal
end direction is provided on the distal end side of the
distal-end side straight molding section 70 via a curve
molding section 75 (R molding section). The curve mold-
ing section 75 is a unit to mold the curved portion 34 in
the syringe barrel 12 (refer to Fig. 3A). The distal-end
side tapered molding section 74 is a unit to mold the
distal-end side tapered portion 36 in the syringe barrel 12.
[0052] As illustrated in Fig. 4, in the barrel portion mold-
ing section 66, a proximal-end side straight molding sec-
tion 72 having an outer diameter constant in the axial
direction is provided continuous to the proximal end side
of the tapered molding section 67. The proximal-end side
straight molding section 72 is a unit to mold the proximal-
end side straight portion 32 in the syringe barrel 12, and
is provided in a range indicated by an arrow C in Fig. 4.

The proximal-end side straight molding section 72 has
an outer diameter equal to the outer diameter at the prox-
imal end of the tapered molding section 67.
[0053] Further, the opening molding section 68 is pro-
vided on the proximal end side of the proximal-end side
straight molding section 72 as a proximal-end side ta-
pered molding section having an outer diameter reduced
in the distal end direction via a curve molding section 78
(R molding section). The curve molding section 78 is a
unit to mold the curved portion 40 in the syringe barrel
12 (refer to Fig. 3B).
[0054] The syringe barrel 12 and the injection molding
mold 50 according to the present embodiment basically
have the above-described structure, and functions and
effects thereof will be described below.
[0055] First, the injection molding mold 50 is set in a
state illustrated in Fig. 4 in order to mold the syringe barrel
12 by using the above-described injection molding mold
50. More specifically, the core 65 of the male mold 54 is
inserted into the female mold 52, and the gap 55 having
a shape corresponding to the syringe barrel 12 is formed
between the female mold 52 and the male mold 54. Next,
the molten resin is injected into the gap 55 via the injection
passage 57. Then, after the resin is solidified, the syringe
barrel 12, namely, the molded object is removed from
the injection molding mold 50 (removal process).
[0056] In the removal process, first the fourth mold 80
is pulled out from the cylinder tip portion 20 by moving
the fourth mold 80 in an X-direction in Fig. 4. Almost at
the same time, the second mold 60 and the third mold
62 are moved in a direction separating from each other
(vertical direction in Fig. 4), thereby separating the sec-
ond mold 60 and the third mold 62 from the cylinder tip
portion 20.
[0057] Next, the first mold 56 is separated from the
syringe barrel 12 by axially moving the first mold 56 rel-
ative to the male mold 54. More specifically, the first mold
56 is separated from the syringe barrel 12 by moving the
first mold 56 in the X-direction while keeping the position
of the male mold 54. In this case, the tapered molding
section 67 having the outer diameter gradually increased
toward the distal end is provided at the core 65, and the
tapered portion 28 having the inner diameter gradually
increased toward the distal end is formed at the inner
peripheral portion 26 of the barrel portion 18 of the syringe
barrel 12 (refer to Fig. 2). Therefore, fitting force between
the core 65 and the barrel portion 18 is stronger than
fitting force between the first mold 56 and the barrel por-
tion 18. Therefore, along with movement of the first mold
56 in the X-direction, the syringe barrel 12 is surely sep-
arated (removed) from the first mold 56 while being held
at the core 65.
[0058] Next, the syringe barrel 12 is separated from
the core 65 by axially moving the holding mold 58 relative
to the core 65. More specifically, when the holding mold
58 is moved in the X-direction while keeping the position
of the core 65, the syringe barrel 12 is pushed in the distal
end direction and moved relative to the core 65. This
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separates the syringe barrel 12 from the core 65. Mean-
while, the barrel portion 18 of the syringe barrel 12 may
be grasped by a chuck or the like and pulled out from the
core 65 without moving the holding mold 58 relative to
the core 65.
[0059] In this case, the gradients of the tapered portion
28 formed in the syringe barrel 12 and the tapered mold-
ing section 67 formed at the core 65 are slight. Therefore,
there is no problem in moving the syringe barrel 12 rel-
ative to the core 65 in the distal end direction. More spe-
cifically, along with movement of the syringe barrel 12
relative to the core 65 in the distal end direction, the di-
ameter of the barrel portion 18 is increased (deformed)
within an elastic limit. Therefore, the syringe barrel 12
can be separated from the core 65 without damage.
[0060] In the above-described manner, the syringe
barrel 12 is removed from the injection molding mold 50.
[0061] As described above, according to the syringe
barrel 12 of the present embodiment, the tapered portion
28 having the inner diameter gradually increased toward
the distal end (gently reversed taper) is provided at the
inner peripheral portion 26 of the barrel portion 18. There-
fore, the molded object is prevented from remaining in
the cavity 53 of the female mold 52 at the time of mold
separation in injection molding. More specifically, when
the mold is separated by moving the male mold 54 (core
65) relative to the female mold 52 (first mold 56) to mold
the outer peripheral surface of the syringe barrel 12, the
molded object is fitted to the core 65 with appropriate
holding force by the function of the gently reversed taper.
Therefore, the molded object can be surely separated
from the cavity 53 of the first mold 56 and made to remain
on the core 65 side. Further, the syringe 10 manufactured
by using the syringe barrel 12 provided with the gently
reversed taper provides excellent operability because
sliding resistance is reduced when the gasket 16 is
moved forward at the time of use.
[0062] In this case, when 50% or more of the length
L1 of the barrel portion 18 is the tapered portion 28 at
the inner peripheral portion 26 of the barrel portion 18,
the syringe barrel 12 can be effectively prevented from
remaining in the cavity 53 of the female mold 52 at the
time of mold separation in injection molding. Further,
when the substantially entire area in the axial direction
of the inner peripheral portion 26 of the barrel portion 18
is the tapered portion 28, the syringe barrel 12 can be
surely prevented from remaining in the cavity 53 of the
female mold 52 at the time of mold separation in injection
molding.
[0063] In the case where the difference between the
inner diameter d2 at the proximal end and the inner di-
ameter d1 at the distal end (d2 - d1) is 0.01 to 0.07 mm
in the tapered portion 28, the syringe barrel 12 can be
effectively prevented from remaining in the cavity 53 of
the female mold 52 (first mold 56) at the time of mold
separation in injection molding without any problem in
separating the syringe barrel 12 from the male mold 54
(core 65).

[0064] Particularly, when the axial length of the barrel
portion 18 is 50 to 60 mm and the difference between
the inner diameter d2 at the proximal end and the inner
diameter d1 at the distal end of the tapered portion 28 is
0.02 to 0.05 mm, it is possible to obtain the syringe 10
that can effectively prevent the molded object from re-
maining in the cavity and has the volume of about 1 mL.
[0065] The present invention is especially useful in the
case where the syringe barrel 12 is formed of a cyclic
olefin polymer or a cyclic olefin copolymer. Since these
resins belong to a hard type as the resin, when an un-
dercut is locally provided at the barrel portion 18, there
may possibility that the undercut may become high in
order to surely prevent the molded object from remaining
in the cavity and the barrel portion 18 is cracked at the
time of mold separation. However, according to the
present embodiment, occurrence of such a crack can be
effectively prevented at the time of mold separation be-
cause the reversed taper (tapered portion 28) is provided
in a wide range of the syringe barrel 12. Note that the
undercut may also be locally provided at the barrel portion
18 in the present embodiment.
[0066] In the case of the present embodiment, the
curved portion 34 is provided on the distal end side of
the tapered portion 28 at the inner peripheral portion 26
of the barrel portion 18 via the distal-end side straight
portion 30 having the constant inner diameter. With this
structure, even in the case of providing the curved portion
34 (portion R) on the distal end side of the tapered portion
28, dimensional accuracy for the diameter at the distal
end of the tapered portion 28 is easily achieved due to
presence of the distal-end side straight portion 30.
[0067] In the case of the present embodiment, the
curved portion 40 is provided on the proximal end side
of the tapered portion 28 at the inner peripheral portion
26 of the barrel portion 18 via the proximal-end side
straight portion 32 having the constant inner diameter.
With this structure, even in the case of providing the
curved portion 40 (portion R) on the proximal end side
of the tapered portion 28, dimensional accuracy is easily
achieved for the diameter at the proximal end of the ta-
pered portion 28 due to presence of the proximal-end
side straight portion 32.

Second Embodiment

[0068] Fig. 5 is a longitudinal sectional view illustrating
a syringe 90 including a syringe barrel 92 according to a
second embodiment of the present invention. In the fol-
lowing, portions different from a first embodiment in the
syringe barrel 92 will be mainly described.
[0069] The syringe 90 includes, as main components,
the syringe barrel 92, a needle 93 fixed at a distal end of
the syringe barrel 92, a cap 94 to seal a distal end opening
of the needle 93, a gasket 96 capable of liquid-tightly
sliding inside the syringe barrel 92, a pusher 98 having
a distal end connected to the gasket 96, and a drug M
filled in a filling chamber 99 formed inside the syringe
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barrel 92. Thus, the syringe 10 is formed as a prefilled
syringe preliminarily filled with the drug M.
[0070] The syringe barrel 92 includes a hollow barrel
portion 100 constituting a main portion thereof, a cylinder
tip portion 102 provided at a distal end of the barrel portion
100, and a flange 104 formed in a manner projecting
radially outward from a proximal end of the barrel portion
100.
[0071] The barrel portion 100 is a hollow cylindrical
shaped portion into which the gasket 96 is inserted in a
manner slidable at an inner peripheral portion thereof.
Same as an inner peripheral portion 26 of a barrel portion
18 according to the first embodiment, an inner peripheral
portion 108 of the barrel portion 100 includes a tapered
portion 28, a distal-end side straight portion 30, and a
proximal-end side straight portion 32.
[0072] As illustrated in Fig. 6A, a distal-end side ta-
pered portion 116 having an inner diameter gradually re-
duced in the distal end direction is provided on a distal
end side of the distal-end side straight portion 30 via a
curved portion 118 (portion R). Since the distal-end side
straight portion 30 is thus interposed between the tapered
portion 28 and the curved portion 118, dimensional ac-
curacy is easily achieved by injection molding for the di-
ameter at the distal end of the tapered portion 28.
[0073] As illustrated in Fig. 6B, on the proximal end
side of the proximal-end side straight portion 32, a prox-
imal-end opening 120 is provided as a proximal-end side
tapered portion having an inner diameter reduced in the
distal end direction via a curved portion 122 (portion R).
Since the proximal-end side straight portion 32 is thus
interposed between the tapered portion 28 and the
curved portion 122, dimensional accuracy is easily
achieved by injection molding for the diameter at the prox-
imal end of the tapered portion 28.
[0074] In Fig. 5, the cylinder tip portion 102 having a
reduced diameter relative to the barrel portion 100
projects in the distal end direction from the distal end
portion of the barrel portion 100. The cylinder tip portion
102 includes a needle holding portion 102a to hold the
needle 93, and an enlarged diameter portion 102b having
a diameter enlarged on the distal end side of the needle
holding portion 102a. The needle holding portion 102a
is formed with a needle holding hole 102c that axially
passes therethrough, and a proximal end side of the nee-
dle 93 is inserted through and held by the needle holding
hole 102c.
[0075] Volume of the syringe barrel 92 is not limited to
specific volume, and the volume can be set in a range
of, for example, 0.5 to 100 mL. Further, in this case, the
volume of syringe barrel 92 may be set to respective vol-
ume of, for example, 0.5 mL, 1 mL, 5 mL, 10 mL, 20 mL,
30 mL, 50 mL, and 100 mL.
[0076] Materials constituting the syringe barrel 92 may
be those exemplified as materials constituting the syringe
barrel 12 according to the first embodiment.
[0077] The cap 94 has a bottomed cylindrical shape
having a proximal end side opened, and is formed of an

elastic material. A needle tip 93a of the needle 93 is stuck
to a distal end portion of the cap 94 in a state that the
cap 94 is attached to the cylinder tip portion 102. This
seals the distal end opening of the needle 93, and the
drug M is prevented from leaking out from the distal end
opening of the needle 93 in a pre-use state in which the
cap 94 is attached to the cylinder tip portion 102.
[0078] The gasket 96 has a structure same as a gasket
16 of the syringe 10 illustrated in Fig. 1. In Fig. 5, the
pusher 98 is connected to the gasket 96, but the pusher
98 may also be separated from the gasket 96 before use
and the pusher 98 may be connected to the gasket 96
at the time of use.
[0079] Next, a injection molding mold 126 in order to
mold the above-described syringe barrel 92 by injection
molding will be described with reference to Fig. 7.
[0080] The injection molding mold 126 includes: a fe-
male mold 128 (outer mold) having a cavity 129 that is a
recessed portion to mold an outer surface of the syringe
barrel 92; and a male mold 130 to form an inner surface
of the syringe barrel 92. In a state that a later-described
core 142 of the male mold 130 is disposed inside the
female mold 128, a gap 131 corresponding to a shape
of the syringe barrel 92 to be molded is formed between
the female mold 128 and the male mold 130.
[0081] The female mold 128 includes: a first mold 132
formed with molding sections 132a, 132b to mold respec-
tive outer surface shapes of the barrel portion 100 and
the flange 104 of the syringe barrel 92; and second to
fourth molds 136, 138, 140 respectively formed with
molding sections 137, 139, 141 to mold an outer surface
shape of the cylinder tip portion 102. In the female mold
128, the cavity 129 is formed of the molding sections
132a, 132b, 137, 139, 141.
[0082] The first mold 132 is provided with an injection
passage 133 in order to inject a molten resin into the gap
131. The injection passage 133 is in communication with
the gap 131.
[0083] In the syringe barrel 92 according to the present
embodiment, the enlarged diameter portion 102b is pro-
vided at the cylinder tip portion 102. Therefore, a mold
cannot be separated by relatively moving the cylinder tip
portion 102 and a mold to mold the outer surface shape
of the cylinder tip portion 102 in the axial direction at the
time of mold separation in injection molding. Therefore,
the mold to mold the cylinder tip portion 102 is divided
into the second to fourth molds 136, 138, 140 in order to
enable mold separation.
[0084] The molding section 137 of the second mold
136 is a unit to mold a half of the outer surface shape
(circumferentially half) of the needle holding portion 102a
in the cylinder tip portion 102, and is a groove portion
having a cross-section formed in a substantially circular
arc. The molding section 139 of the third mold 138 is a
unit to mold the other half of the outer surface shape
(circumferentially half) of the needle holding portion 102a
in the cylinder tip portion 102, and is a groove portion
having a cross-section formed in a substantially circular
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arc. The molding section 141 of the fourth mold 140 is a
unit to mold the enlarged diameter portion 102b in the
cylinder tip portion 102. An entire length and entire cir-
cumference of the outer surface shape of the cylinder tip
portion 102 are molded by the second to fourth molds
136, 138, 140. Further, the fourth mold 140 is provided
with a needle insertion hole 140a into which the needle
93 held at a holding hole 142c of the later-described core
142 is inserted.
[0085] The male mold 130 includes: the core 142 to
mold the inner surface (inner peripheral portion) of the
barrel portion 100 and the proximal-end opening 120;
and a holding mold 134 provided with an insertion
through-hole 134a through which the core 142 is insert-
ed. More specifically, the core 142 includes: a barrel por-
tion molding section 142a to form the inner surface of the
barrel portion 100; and an opening molding section 142b
to mold the proximal-end opening 120. Further, the core
142 includes the holding hole 142c to hold a proximal
end portion of the needle 93. Further, the holding mold
134 includes a molding section 135 to mold a proximal
end surface of the flange 104.
[0086] The barrel portion molding section 142a in-
cludes a tapered molding section 67, a distal-end side
straight molding section 70, and a proximal-end side
straight molding section 72 same as a barrel portion
molding section 66 of a core 65 illustrated in Fig. 4.
[0087] Further, a distal-end side tapered molding sec-
tion 150 having an outer diameter reduced in the distal
end direction is provided on the distal end side of the
distal-end side straight molding section 70 via a curve
molding section 152 (R molding section). The curve
molding section 152 is a unit to mold the curved portion
118 in the syringe barrel 92 (refer to Fig. 6A). The distal-
end side tapered molding section 150 is a unit to mold
the distal-end side tapered portion 116 in the syringe bar-
rel 92.
[0088] Further, the opening molding section 142b is
provided on the proximal end side of the proximal-end
side straight molding section 72 as a proximal-end side
tapered molding section having an outer diameter re-
duced in the distal end direction via a curve molding sec-
tion 156 (R molding section). The curve molding section
156 is a unit to mold the curved portion 122 in the syringe
barrel 92.
[0089] The syringe barrel 92 and the injection molding
mold 126 according to the present embodiment basically
have the above-described structure, and functions and
effects thereof will be described below.
[0090] First, the injection molding mold 126 is set in a
state illustrated in Fig. 7 to mold the syringe barrel 92 by
using the above-described injection molding mold 126.
More specifically, the core 142 of the male mold 130 is
inserted into the female mold 128 in a state that the prox-
imal end portion of the needle 93 is held at the holding
hole 142c of the core 142, and the gap 131 having a
shape corresponding to the syringe barrel 92 is formed
between the female mold 128 and the male mold 130.

Next, the molten resin is injected into the gap 131 via the
injection passage 133. Then, after the resin is solidified,
the syringe barrel 92, namely, the molded object is re-
moved from the injection molding mold 126 (removal
process).
[0091] In the removal process, the fourth mold 140 is
first separated from the cylinder tip portion 102 by moving
the fourth mold 140 in the axial direction relative to other
molds. More specifically, the fourth mold 140 is separated
from the cylinder tip portion 102 by moving the fourth
mold 140 in an X-direction in Fig. 7. Almost at the same
time, the second mold 136 and the third mold 138 are
moved in a direction separating from each other (vertical
direction in Fig. 7), thereby separating the second mold
136 and the third mold 138 from the cylinder tip portion
102.
[0092] Next, the first mold 132 is separated from the
syringe barrel 92 by axially moving the first mold 132
relative to the core 142. More specifically, the first mold
132 is separated from the syringe barrel 92 by moving
the first mold 132 in the X-direction while keeping the
position of the core 142. In this case, the tapered molding
section 67 having the outer diameter gradually increased
toward the distal end is provided at the core 142, and the
tapered portion 28 having the inner diameter gradually
increased toward the distal end is formed at the inner
peripheral portion 108 of the barrel portion 100 of the
syringe barrel 92. Therefore, fitting force between the
core 142 and the barrel portion 100 is stronger than fitting
force between the first mold 132 and the barrel portion
100. Therefore, along with movement of the first mold
132 in the X-direction, the syringe barrel 92 is surely sep-
arated (removed) from the first mold 132 while being held
at the core 142.
[0093] Next, the syringe barrel 92 is separated from
the core 142 by axially moving the holding mold 134 rel-
ative to the core 142. More specifically, when the holding
mold 134 is moved in the X-direction while holding the
position of the core 142, the syringe barrel 92 is pushed
in the distal end direction and moved relative to the core
142. This separates the syringe barrel 92 from the core
142. Meanwhile, the barrel portion 18 of the syringe barrel
12 may be grabbed by a chuck or the like and pulled out
from the core 65 without moving the holding mold 58
relative to the core 65.
[0094] In this case, the gradients of the tapered portion
28 formed in the syringe barrel 92 and the tapered mold-
ing section 67 formed at the core 142 are slight. There-
fore, there is no problem in moving the syringe barrel 92
relative to the core 142 in the distal end direction. More
specifically, along with movement of the syringe barrel
92 relative to the core 142 in the distal end direction, the
diameter of the barrel portion 100 is increased (de-
formed) within an elastic limit. Therefore, the syringe bar-
rel 92 can be separated from the core 142 without dam-
age.
[0095] In the above-described manner, the syringe
barrel 92 is removed from the injection molding mold 126.
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[0096] According to the syringe barrel 92 and the in-
jection molding mold 126 of the present embodiment, the
functions and effects same as the syringe barrel 12 and
a injection molding mold 50 according to the first embod-
iment can be obtained.
[0097] Meanwhile, according to the second embodi-
ment, the needle 93 is held at the needle holding hole
102c by performing insert molding for the needle 93 at
the time of molding the syringe barrel 92. However, the
proximal end side of the needle 93 may be inserted into
the needle holding hole 102c after molding the syringe
barrel 92, and the needle 93 may be held at the needle
holding hole 102c by heat welding with high-frequency
waves or laser, bonding with an adhesive, or the like. In
this case, the holding hole 142c is not provided, but the
core 142 of the male mold 130 is formed with a needle
holding hole forming unit to mold the needle holding hole
102c of the cylinder tip portion 102 at the distal end there-
of.

Third Embodiment

[0098] Fig. 8 is a longitudinal sectional view illustrating
a syringe 160 including a syringe barrel 162 according
to a third embodiment of the present invention. In the
following, portions different from a first embodiment in
the syringe barrel 162 will be mainly described.
[0099] The syringe 160 includes, as main components,
the syringe barrel 162, a cap 164 to seal a distal end
opening 172a of the syringe barrel 162, a gasket 166
capable of liquid-tightly sliding inside the syringe barrel
162, a pusher 168 having a distal end connected to the
gasket 166, and a drug M filled in a filling chamber 163
formed inside the syringe barrel 162. Thus, the syringe
160 is formed as a prefilled syringe preliminarily filled
with the drug M.
[0100] The syringe barrel 162 includes a hollow barrel
portion 172 constituting a main portion thereof, a cylinder
tip portion 174 provided at a distal end of the barrel portion
172, and a flange 176 formed in a manner projecting
radially outward from a proximal end of the barrel portion
172.
[0101] The barrel portion 172 is a hollow cylindrical
shaped portion into which the gasket 166 is inserted in
a manner slidable at an inner peripheral portion thereof.
Same as an inner peripheral portion 26 of a barrel portion
18 according to the first embodiment, an inner peripheral
portion 178 of the barrel portion 172 includes a tapered
portion 28, a distal-end side straight portion 30, and a
proximal-end side straight portion 32.
[0102] As illustrated in Fig. 9A, on a distal end side of
the distal-end side straight portion 30, a distal-end side
tapered portion 186 having an inner diameter gradually
reduced in the distal end direction is provided via a curved
portion 188 (portion R). Since the distal-end side straight
portion 30 is thus interposed between the tapered portion
28 and the curved portion 188, dimensional accuracy is
easily achieved by injection molding for the diameter at

the distal end of the tapered portion 28.
[0103] As illustrated in Fig. 9B, on the proximal end
side of the proximal-end side straight portion 32, a prox-
imal-end opening 190 is provided as a proximal-end side
tapered portion having an inner diameter reduced in the
distal end direction via a curved portion 192 (portion R).
Since the proximal-end side straight portion 184 is thus
interposed between the tapered portion 28 and the
curved portion 192, dimensional accuracy is easily
achieved by injection molding for the diameter at the prox-
imal end of the tapered portion 28.
[0104] In Fig. 8, the cylinder tip portion 174 having a
reduced diameter relative to the barrel portion 172
projects in the distal end direction from a distal end por-
tion of the barrel portion 172.
[0105] Volume of the syringe barrel 162 is not limited
to specific volume, and the volume can be set in a range
of, for example, 0.5 to 100 mL. Further, in this case, the
volume of syringe barrel 162 may be set to respective
volume of, for example, 0.5 mL, 1 mL, 5 mL, 10 mL, 20
mL, 30 mL, 50 mL, and 100 mL.
[0106] Materials constituting the syringe barrel 162
may be those exemplified as materials constituting the
syringe barrel 12 according to the first embodiment.
[0107] In Fig. 8, the cap 164 includes: a sealing mem-
ber 164b formed of an elastic material that seals the distal
end opening 172a of the cylinder tip portion 174; and a
cylindrical main body 164a that supports the sealing
member 164b. The main body 164a is fixed to the cylinder
tip portion 174 by engagement with an engagement pro-
jection 174a provided at the cylinder tip portion 174. In a
pre-use state of the syringe 160, the distal end opening
172a of the cylinder tip portion 174 is liquid-tightly sealed
by the cap 164 and the drug M is prevented from leaking
out from the distal end opening 172a.
[0108] The gasket 166 has a structure same as a gas-
ket 16 of the syringe 10 illustrated in Fig. 1. In Fig. 8, the
pusher 168 is connected to the gasket 166, but the pusher
168 may also be separated from the gasket 166 before
use, and the pusher 168 may be connected to the gasket
166 at the time of use.
[0109] When the syringe 160 is used, a needle unit 170
is attached to the cap 164. The needle unit 170 includes:
a hollow double-ended needle 170b that can puncture
the sealing member 164b; and a cylindrical holder 170a
adapted to hold the double-ended needle 170b and de-
tachably attached to the cap 164.
[0110] Before using the syringe 160, the needle unit
170 is not attached to the cap 164, and the distal end
opening 172a is liquid-tightly closed by the sealing mem-
ber 164b. The double-ended needle 170b punctures the
sealing member 164b when the needle unit 170 is at-
tached to the cap 164 in order to use the syringe 160,
and the drug M can be discharged from the distal end
opening 172a of the double-ended needle 170b.
[0111] Next, a injection molding mold 196 in order to
mold the above-described syringe barrel 162 by injection
molding will be described with reference to Fig. 10.
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[0112] The injection molding mold 196 includes: a fe-
male mold 198 (outer mold) having a cavity 199 that is a
recessed portion to mold an outer surface of the syringe
barrel 162; and a male mold 200 to form an inner surface
of the syringe barrel 162. In a state that a later-described
core 212 of the male mold 200 is disposed inside the
female mold 198, a gap 201 corresponding to a shape
of the syringe barrel 162 to be molded is formed between
the female mold 198 and the male mold 200.
[0113] The female mold 198 includes: a first mold 202
formed with molding sections 202a, 202b to mold respec-
tive outer surface shapes of the barrel portion 172 and
the flange 176 of the syringe barrel 162; and second and
third molds 206, 208 respectively formed with molding
sections 207, 209 to mold an outer surface shape of the
cylinder tip portion 174. In the female mold 198, the cavity
199 is formed of the molding sections 202a, 202b, 207,
209.
[0114] The first mold 202 is provided with an injection
passage 203 in order to inject a molten resin into the gap
201. The injection passage 203 is in communication with
the gap 201.
[0115] In the syringe barrel 162 according to the
present embodiment, the engagement projection 174a
is provided at the cylinder tip portion 174. Therefore, mold
separation cannot be achieved by relatively moving the
cylinder tip portion 174 and a mold to mold the outer
surface shape of the cylinder tip portion 174 in an axial
direction at the time of mold separation in injection mold-
ing. Therefore, the mold to mold the outer surface shape
of the cylinder tip portion 174 is divided into the second
mold 206 and the third mold 208 in order to enable mold
separation.
[0116] The molding section 207 of the second mold
206 is a unit to mold a half of the outer surface shape
(circumferentially half) of the cylinder tip portion 174 and
is a groove portion having a cross-section formed in a
substantially circular arc. The molding section 209 of the
third mold 208 is a unit to mold the other half of the outer
surface shape (circumferentially half) of the needle hold-
ing portion of the cylinder tip portion 174, and is a groove
portion having a cross-section formed in a substantially
circular arc. An entire length and entire circumference of
the outer surface shape of the cylinder tip portion 174
are molded by the second mold 206 and the third mold
208.
[0117] The male mold 200 includes: the core 212 to
mold an inner surface (inner peripheral portion 178) of
the barrel portion 172, the proximal-end opening 190,
and the inner surface of the cylinder tip portion 174; and
a holding mold 204 provided with an insertion through-
hole 205a through which the core 212 is inserted. More
specifically, the core 212 includes: a barrel portion mold-
ing section 212a to form the inner surface of the barrel
portion 172; an opening molding section 212b to mold
the proximal-end opening 190; and a cylinder tip portion
molding section 212c to mold the inner surface of the
cylinder tip portion 174. Further, the holding mold 204

includes a molding section 205 to mold a proximal end
surface of the flange 76.
[0118] The barrel portion molding section 212a in-
cludes a tapered molding section 67, a distal-end side
straight molding section 70, and a proximal-end side
straight molding section 72 same as a barrel portion
molding section 66 of a core 65 illustrated in Fig. 4.
[0119] Further, a distal-end side tapered molding sec-
tion 220 having an outer diameter reduced in the distal
end direction is provided on the distal end side of the
distal-end side straight molding section 70 via a curve
molding section 222 (R molding section). The curve
molding section 222 is a unit to mold the curved portion
188 in the syringe barrel 162 (refer to Fig. 9A). The distal-
end side tapered molding section 220 is a unit to mold
the curved portion 188 in the syringe barrel 162.
[0120] Further, the opening molding section 212b is
provided on the proximal end side of the proximal-end
side straight molding section 72 as a proximal-end side
tapered molding section having an outer diameter re-
duced in the distal end direction via a curve molding sec-
tion 224 (R molding section). The curve molding section
224 is a unit to mold the curved portion 192 in the syringe
barrel 162 (refer to Fig. 9B).
[0121] The syringe barrel 162 and the injection molding
mold 196 according to the present embodiment basically
have the above-described structure, and functions and
effects thereof will be described below.
[0122] First, the injection molding mold 196 is set in a
state illustrated in Fig. 10 in order to mold the syringe
barrel 162 by using the above-described injection mold-
ing mold 196. More specifically, the core 212 of the male
mold 200 is inserted into the female mold 198, and the
gap 201 having a shape corresponding to the syringe
barrel 162 is formed between the female mold 198 and
the male mold 200. Next, the molten resin is injected into
the gap 201 via the injection passage 203 (injection proc-
ess). Then, after the resin is solidified, the syringe barrel
162 that is the molded object is removed from the injec-
tion molding mold 196 (removal process).
[0123] In the removal process, the second mold 206
and the third mold 208 are first separated from the cyl-
inder tip portion 174. More specifically, the second mold
206 and the third mold 208 are moved in a direction sep-
arating from each other (vertical direction in Fig. 10),
thereby separating the second mold 206 and the third
mold 208 from the cylinder tip portion 174.
[0124] Next, the first mold 202 is separated from the
syringe barrel 162 by axially moving the first mold 202
relative to the core 212. More specifically, the first mold
202 is separated from the syringe barrel 162 by moving
the first mold 202 in the X-direction while keeping the
position of the core 212. In this case, the tapered molding
section 67 having the outer diameter gradually increased
toward the distal end is provided at the core 212, and the
tapered portion 28 having the inner diameter gradually
increased toward the distal end is formed at the inner
surface of the barrel portion 172 of the syringe barrel 162.
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Therefore, fitting force between the core 212 and the bar-
rel portion 172 is stronger than fitting force between the
first mold 202 and the barrel portion 172. Therefore, along
with movement of the first mold 202 in the X-direction,
the syringe barrel 162 is surely separated (removed) from
the first mold 202 while being held at the core 212.
[0125] Next, the syringe barrel 162 is separated from
the core 212 by axially moving the holding mold 204 rel-
ative to the core 212. More specifically, when the holding
mold 204 is moved in the X-direction while holding the
position of the core 212, the syringe barrel 162 is pushed
in the distal end direction and moved relative to the core
212. This separates the syringe barrel 162 from the core
212. Meanwhile, the barrel portion 172 of the syringe
barrel 162 may be grabbed by a chuck or the like and
pulled out from the core 212 without moving the holding
mold 204 relative to the core 212.
[0126] In this case, the gradients of the tapered portion
28 formed in the syringe barrel 162 and the tapered mold-
ing section 67 formed at the core 212 are slight. There-
fore, there is no problem in moving the syringe barrel 162
relative to the core 212 in the distal end direction. More
specifically, along with movement of the syringe barrel
162 relative to the core 212 in the distal end direction,
the diameter of the barrel portion 172 is increased (de-
formed) within an elastic limit. Therefore, the syringe bar-
rel 162 can be separated from the core 212 without dam-
age.
[0127] In the above-described manner, the syringe
barrel 162 is removed from the injection molding mold
196.
[0128] According to the syringe barrel 162 and the in-
jection molding mold 196 of the present embodiment, the
functions and effects same as the syringe barrel 12 and
a injection molding mold 50 according to the first embod-
iment can be obtained.
[0129] Meanwhile, according to the respective embod-
iments described above, the syringe barrels 12, 92, 162
have structure as the barrel of the prefilled syringe pre-
liminarily filled with the drug M, but the present invention
may also be applicable to a syringe barrel not preliminar-
ily filled with the drug M.
[0130] While the preferable embodiments of the
present invention have been described above, the
present invention is not limited to the above embodi-
ments, and needless to mention, various kinds of modi-
fications can be made within a range without departing
from the gist of the present invention.
[0131] Further, as far as the cylinder tip portion has a
shape capable of discharging the drug M filled inside the
syringe barrel, the shape is not limited, and the syringe
barrel may have a shape including a male lure that can
be inserted and connected to a female lure, or a shape
including a lock adapter around a male lure. In this case,
a portion to mold the barrel portion of the syringe barrel
of the injection molding mold may be same as the above-
described respective embodiments, and only a portion
to form the cylinder tip portion may be suitably designed.

Claims

1. A syringe barrel (12, 92, 162) comprising a hollow
barrel portion (18, 100, 172) that has a proximal-end
opening (38, 120, 190) at a proximal end thereof and
is configured such that a gasket (16, 96, 166) is in-
sertable from the proximal-end opening (38, 120,
190),
wherein an inner peripheral portion of the barrel por-
tion (18, 100, 172) includes, in a main area thereof
in an axial direction, a tapered portion (28) having
an inner diameter that gradually increases toward a
distal end from a proximal end thereof.

2. The syringe barrel (12, 92, 162) according to claim
1, wherein 50% or more of a length of the barrel
portion (18, 100, 172) in the inner peripheral portion
of the barrel portion (18, 100, 172) is the tapered
portion (28).

3. The syringe barrel (12, 92, 162) according to claim
1, wherein a substantially entire area of the barrel
portion (18, 100, 172) in the axial direction of the
inner peripheral portion is the tapered portion (28).

4. The syringe barrel (12, 92, 162) according to any
one of claims 1 to 3, wherein a difference between
an inner diameter (d2) at a proximal end of the ta-
pered portion (28) and an inner diameter (d1) at a
distal end of the tapered portion (28) is in a range of
0.01 to 0.07 mm.

5. The syringe barrel (12, 92, 162) according to any
one of claims 1 to 3, wherein an axial length of the
barrel portion (18, 100, 172) is 50 to 60 mm, and a
difference between an inner diameter (d2) at a prox-
imal end of the tapered portion (28) and an inner
diameter (d1) at a distal end of the tapered portion
(28) is in a range of 0.02 to 0.05 mm.

6. The syringe barrel (12, 92, 162) according to any
one of claims 1 to 5, wherein a curved portion (34,
118, 188) is provided on a distal end side of the ta-
pered portion (28) at the inner peripheral portion of
the barrel portion (18, 100, 172) via a distal-end side
straight portion (30) having a constant inner diame-
ter.

7. The syringe barrel (12, 92, 162) according to any
one of claims 1 to 6, wherein a curved portion (40,
122, 192) is provided on a proximal end side of the
tapered portion (28) at the inner peripheral portion
of the barrel portion (18, 100, 172) via a proximal-
end side straight portion (32) having a constant inner
diameter.

8. The syringe barrel (12, 92, 162) according to any
one of claims 1 to 7, wherein the syringe barrel (12,
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92, 162) is formed of a cyclic olefin polymer or a
cyclic olefin copolymer.

9. A injection molding mold (50, 126, 196) configured
to mold a syringe barrel (12, 92, 162) by injection
molding, the syringe barrel comprising a hollow bar-
rel portion (18, 100, 172) that has a proximal-end
opening (38, 120, 190) at a proximal end thereof and
is such configured that a gasket (16, 96, 166) is in-
sertable from the proximal-end opening (38, 120,
190), the injection molding mold comprising:

a female mold (52, 128, 198) including a re-
cessed portion to mold an outer surface of the
syringe barrel (12, 92, 162); and
a male mold (54, 130, 200) including a core pro-
vided with a barrel portion molding section (66,
142a, 212a) to mold an inner peripheral surface
of the barrel portion (18, 100, 172),
wherein the barrel portion molding section (66,
142a, 212a) of the core (65, 142, 212) includes:

an opening molding section (68, 142b,
212b) to mold the proximal-end opening
(38, 120, 190) at the proximal end; and
a tapered molding section (67, 143, 214)
having, in a main area thereof in an axial
direction, an outer diameter that gradually
increases toward a distal end from a proxi-
mal end thereof.
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