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Description

FIELD OF THE INVENTION

[0001] The present invention relates to injection mold-
ing and more particularly to a coinjection hot runner in-
jection molding system that controls flow of multiple melt
streams of moldable material through a mold gate and
into a mold cavity.

BACKGROUND OF THE INVENTION

[0002] It is known in the art of injection molding to si-
multaneously or sequentially inject two melt streams of
moldable material into a mold cavity using a single hot
runner injection molding nozzle, which is commonly re-
ferred to as coinjection. A conventional manner of con-
trolling the flow of two or more melt streams through the
nozzle and into a mold gate and subsequently the cavity
has been provided by rotating a valve pin member of the
nozzle to align different melt channels or by axially recip-
rocating a valve pin member and one or more valve
sleeve members, which surround the valve pin member,
of the nozzle between open and closed positions. Al-
though many systems have been developed utilizing a
valve pin member and a valve sleeve member that are
axially reciprocated to provide simultaneous or sequen-
tial injection of two or more melt streams, such arrange-
ments are not without their deficiencies, such as inaccu-
racies in reciprocating movement and difficulties in keep-
ing the melt streams adequately separated, as well as
adding complexity to the manufacture, assembly, and
operation of the hot half of the injection molding systems.
Another deficiency in such systems is that it is difficult to
align a valve sleeve member and/or a valve pin member
with the mold gate, such aligning being important for im-
proving injection technique and reducing gate wear.
Documents DE 10 2006 040182 A1, US 3 947 177 A, JP
2010 012605 A and US 4 717 324 A disclose a coinjection
molding apparatus.

SUMMARY OF THE INVENTION

[0003] Embodiments hereof are directed to coinjection
molding apparatus that provide a skin material melt
stream and a core material melt stream to a hot runner
injection molding nozzle. The nozzle includes a nozzle
tip that defines a central skin material melt passage for
receiving the skin material melt stream, an annular core
material melt passage for receiving the core material melt
stream and an annular outer layer melt passage, wherein
a portion of the skin material melt stream from the central
skin material melt passage is directed to the outer layer
melt passage via one or more tunnel channels that cross
the core material melt stream. The skin material melt
stream from the central skin material melt passage is
directed to a mold cavity for forming an inner layer of a
molded article, the core material melt stream from the

core material melt passage is directed to the mold cavity
for forming a core or barrier layer of the molded article,
and the skin material melt stream from the outer layer
melt passage is directed to the mold cavity for forming
an outer layer of the molded article, wherein the three
melt streams combine either within the nozzle tip or within
a gate area prior to entering the mold cavity via a mold
gate.

BRIEF DESCRIPTION OF THE FIGURES

[0004] The foregoing and other features and advan-
tages of the invention will be apparent from the following
description of embodiments thereof as illustrated in the
accompanying drawings. The accompanying drawings,
which are incorporated herein and form a part of the spec-
ification, further serve to explain the principles of the in-
vention and to enable a person skilled in the pertinent art
to make and use the invention. The drawings are not to
scale.

FIG. 1 is a perspective view of a coinjection hot run-
ner injection molding system in accordance with an
embodiment hereof shown in partial section.

FIG. 1A is a sectional view of a sleeve component
of the injection molding system of FIG. 1 in accord-
ance with an embodiment hereof.

FIG. 2 is a front view of the system of FIG. 1.

FIG. 3 is a top view of a hot runner injection molding
nozzle shown removed from the system of FIG. 1.

FIG. 3AA is an enlarged sectional view taken along
line X-X of FIG. 3 of a gate area of the nozzle in a
fully open or retracted position allowing a first layer
flow, a second layer flow and a third layer flow
through a gate.

FIGS. 3A-3C and 4A-4C are sectional views taken
along line X-X of FIG. 3 of a gate area of the nozzle,
with FIGS. 3A and 4A showing a valve pin in a gate
closed position, with FIGS. 3B and 4B showing the
valve pin in a partially open or retracted position al-
lowing a first layer flow through the gate and with
FIGS. 3C and 4C showing the valve pin in a fully
open or retracted position allowing the first layer flow
and a second layer flow and a third layer flow through
the gate.

FIGS. 3D and 4D are sectional views taken along
line Y-Y of FIG. 3 of the gate area of the nozzle show-
ing the valve pin in the fully open position allowing
the first layer flow, the second layer flow and the third
layer flow through the gate.

FIG. 5 is an enlarged sectional view of a gate area
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of a nozzle in accordance with another embodiment
hereof.

FIG. 6 is a sectional view of a coinjection hot runner
injection molding system in accordance with another
embodiment hereof.

FIGS. 6A-6C and FIGS. 7A-7C are enlarged section-
al views of gate area A depicted in FIG. 6, with FIGS.
6A and 7A showing a valve pin and a sleeve in a
closed position, with FIGS. 6B and 7B showing the
valve pin in an open or retracted position allowing
flow of an inner layer and outer layer of a first mold-
able material through a mold gate and with FIGS.
6C and 7C showing a sleeve as well as the valve pin
in an open or retracted position allowing a middle
layer of a second moldable material to flow through
the gate between the inner and outer layers of the
first moldable material.

FIG. 8 is enlarged sectional view of gate area A de-
picted in FIG. 6 in accordance with another embod-
iment hereof.

FIG. 9 is an enlarged sectional view of a gate area
of a nozzle in accordance with another embodiment
hereof.

FIG. 10 depicts the nozzle of FIG. 9 in a gate area
in accordance with another embodiment hereof.

FIG. 11 is a sectional view of a gate area of a nozzle
in accordance with another embodiment hereof.

FIG. 12 is a sectional view of a gate area of a nozzle
in accordance with another embodiment hereof.

FIG. 13 is a sectional view of a portion of a coinjection
hot runner injection molding system in accordance
with another embodiment hereof.

DETAILED DESCRIPTION OF THE INVENTION

[0005] Specific embodiments of the present invention
are now described with reference to the figures, wherein
like reference numbers indicate identical or functionally
similar elements. In the following description, "down-
stream" is used with reference to the direction of mold
material flow from an injection unit of an injection molding
machine to a mold cavity of a mold of an injection molding
system, and also with reference to the order of compo-
nents or features thereof through which the mold material
flows from the injection unit to the mold cavity, whereas
"upstream" is used with reference to the opposite direc-
tion. The following detailed description is merely exem-
plary in nature and is not intended to limit the invention
or the application and uses of the invention. Although the
description of embodiments hereof is in the context of a

hot runner injection molding system, the invention may
also be used in other molding applications where it is
deemed useful, nonlimiting examples of which include,
molding of thermoset resins such as liquid silicone rubber
or the like. Furthermore, there is no intention to be bound
by any expressed or implied theory presented in the pre-
ceding technical field, background, brief summary or the
following detailed description.
[0006] FIG. 1 is a perspective view of a hot runner coin-
jection apparatus 100 in accordance with an embodiment
hereof shown in partial section, with FIG. 2 being a side
view of coinjection apparatus 100. It would be understood
by one of ordinary skill in the art that coinjection apparatus
100 constitutes a hot half of a molding system that is
designed to mate with a cold half or cavity side of the
molding system in an injection molding machine (not
shown). It also would be understood by one of ordinary
skill in the art that coinjection apparatus 100 is housed
within various mold plates (not shown), such as for ex-
ample a backing plate, a manifold plate and/or cavity
plates, etc.
[0007] Coinjection apparatus 100 includes a manifold
102 having a first set of runners or melt channels 104 for
receiving a melt stream of a moldable skin material from
a first melt source (not shown) via a first melt inlet or
sprue 106 and also having a second set of runners or
melt channels 108 for receiving a second melt stream of
a moldable core material from a second melt source (not
shown) via a second melt inlet or sprue 110. The first and
second set of manifold runners 104, 108 are independent
and do not communicate with each other, such that the
skin material and core material melt streams do not com-
bine in manifold 102. The lengths, diameters or widths,
and general geometry of the first and second set of man-
ifold runners 104, 108 depend on the specific application
and the amounts and natures of the skin and core mold-
able materials. Manifold 102 is provided with a heater
(not shown) to maintain the temperature of the first and
second melt streams of the respective skin and core
moldable materials. In an embodiment, the skin material
of the skin melt stream is a main, or surface material for
molding an inner and outer layer of a molded article, such
as a cap for a plastic bottle, with the core material of the
core melt stream being a barrier material for molding a
middle, barrier or filler layer disposed between the inner
and outer surface layers of the molded article. Manifold
102 is located within cooled mold plates (not shown) sur-
rounded by an insulative air gap. A position of manifold
102 within the air gap is maintained during operation by
a locating ring 112 and various pressure disks 114, 116.
[0008] Coinjection apparatus 100 is shown having four
hot runner valve-gated nozzles 120 extending between
a downstream surface 101 of manifold 102 to a respective
mold gate insert 122, each of which defines a respective
mold gate 124. Although a gate area and mold gate 124
of coinjection apparatus 100 is formed by mold gate insert
122, this is by way of illustration rather than limitation as
one of skill in the art would recognize that the gate area
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may defined instead by one or more other injection mold-
ing structure(s), such as a mold gate and gate area de-
fined in a mold cavity plate, without departing from the
scope of the present invention. As is conventional, each
valve-gated nozzle 120 includes, inter alia, a nozzle body
121, a nozzle heater 123, a thermocouple 129 and other
components as would be known to one of ordinary skill
in the art. Nozzle body 121 is generally cylindrical and
includes a longitudinal bore 146, which is also generally
cylindrical. The longitudinal bore 146 of each nozzle 120
is aligned with a longitudinal bore 140 of manifold 102.
An actuatable valve pin 126 slidably extends through
bores 140, 146 of manifold 102 and nozzle 120, respec-
tively, with a tip portion 128 of valve pin 126 being shown
unseated or retracted from mold gate 124 in FIGS. 1 and
2. A head portion 130 of each valve pin 126 is coupled
to a respective valve pin coupler 132 held within an ac-
tuation plate 134 in a manner as would be known to one
of ordinary skill in the art. In an embodiment, actuation
plate 134 and subsequently valve pins 126 coupled
thereto is actuated between respective open and closed
position by an electronic servomotor drive, such as syn-
chro-plate valve pin actuation provided by an E-Drive™
System available from Mold-Masters Limited of George-
town, Ontario Canada, that allows a stroke distance of
valve pin 126 to be adjusted by an operator. In another
embodiment, a solenoid actuator that provides incremen-
tal movement of the valve pin may be used. In various
other embodiments, any valve pin actuation system that
allows the valve pin to be moved incrementally may be
used. Valve pin 126 includes a sealing segment 125 that
steps or narrows to a pin body segment 127 that steps
or narrows to a tip guiding segment 131, as shown in
FIG. 3AA, that in turn steps or narrows to a tip portion
128 at a downstream end thereof. In an embodiment (not
shown), valve pin 126 has more or fewer segments than
are shown in the present embodiment.
[0009] Although coinjection apparatus 100 is shown
having four valve-gated nozzles 120 and related compo-
nents, this set-up merely serves as an example, as more
or fewer valve-gated nozzles and related components
may readily be used without altering the principles of the
invention. Further, valve pin actuation by way of an ac-
tuator plate is also shown by example and not limitation.
In another embodiment, each valve pin is coupled to an
individual actuator such as a piston housed within a cyl-
inder.
[0010] Manifold 102 and each nozzle 120 are adapted
to receive an elongate sleeve 136 through respective
bores 140, 146 in which valve pin 126 slidably extends.
With references to FIGS. 1, 1A and 2, sleeve 136 is an
elongate tubular structure having a radially extending
head segment 142 that sits or is sandwiched between
pressure disk 116 and an upstream surface 103 of man-
ifold 102. Sleeve 136 has a sealing segment 138 that
extends within manifold bore 140 and a melt channel
segment 144 that begins in manifold bore 140 and ex-
tends within nozzle bore 146. Sleeve sealing segment

138 has an outer diameter OD1 that extends from radial
head segment 142 to the intersection between manifold
bore 140 and runners 108. A diverting face 197 is formed
on a downstream end of sleeve sealing segment 138 for
directing the melt stream received from runners 108 as
discussed below. Sealing segment 138 outer diameter
OD1 is sized to be substantially equal to a diameter of
manifold bore 140 to provide a tight fit therebetween,
which aids in preventing melt leakage. Melt channel seg-
ment 144 of sleeve 136 is defined by a second outer
diameter OD2, which is less than sealing segment first
outer diameter OD1, that substantially begins at diverting
face 197 and continues to a downstream end 143 thereof.
Sleeve sealing segment 138 also includes a sealing inner
diameter ID1 that is sized to be substantially equal to an
outer diameter of valve pin sealing segment 125 while
still allowing for sliding movement of valve pin 126 there-
in. Sleeve 136 also has an inner diameter ID2, which is
greater than sealing inner diameter ID1, that begins sub-
stantially adjacent to a side opening 148 and is main-
tained downstream of side opening 148 to downstream
end 143 for the remaining length of sleeve 136.
[0011] Side opening 148 of sleeve 136 is positioned
within manifold bore 140 to provide fluid communication
between the first set of manifold runners 104 and a skin
material melt channel 150 having inner diameter ID2 de-
fined within or by fixed sleeve 136. The melt stream of
skin material received from runners 104 flows through
skin material melt channel 150 around valve pin body
and guiding segments 127, 131, which extend therein,
to be delivered from sleeve downstream end 143 within
a nozzle tip 154, wherein the skin melt stream can be
split into two melt flows as described in more detail below.
A core material melt channel 152 is defined between an
outer surface 156 of sleeve melt channel segment 144
and manifold and nozzle bores 140, 146 and a core ma-
terial melt passage 172 is defined between outer surface
156 of sleeve melt channel segment 144 and an inner
surface 160 of nozzle tip 154, as represented by dashed
lines in FIG. 1A. Accordingly, sleeve 136 effectively di-
vides manifold bore 140 and nozzle bore 146 into two
concentric melt channels, with skin material melt channel
150 being surrounded by annular core material melt
channel 152. Core material melt channel 152 is in fluid
communication with an outlet 158 of the second set of
manifold runners 108, also represented by dashed lines
in FIG. 1A, to receive the melt stream of the core material
therefrom and to deliver the core material melt stream
within nozzle tip 154, wherein the melt stream of core
material is directed to flow within or between the melt
flow of the skin material as described in more detail be-
low. As such, sleeve 136 acts as a flow separator to keep
the melt streams of the skin and barrier materials sepa-
rated as they flow from manifold 102 into the various melt
passages of nozzle tip 154.
[0012] FIG. 3 is a top view of one of the nozzles 120
of FIG. 1 shown removed from coinjection apparatus 100,
with FIGS. 3AA, 3A-3C and 4A-4C being sectional views
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of a nozzle tip and gate area of nozzle 120 taken along
line X-X of FIG. 3 and wherein FIGS. 3D and 4D are
sectional views of the nozzle tip and gate area of nozzle
120 taken along line Y-Y of FIG. 3. With reference to the
enlarged view of the gate area shown in FIG. 3AA, nozzle
tip 154 includes a first part, or tip base 162, a second
part, or tip divider 164 and a third part, or tip cap 166 that
are retained by a threaded tip retainer 168 within a thread-
ed bore 170 in a downstream or front end of nozzle body
121. The retaining is assisted by a concave shoulder 119
in nozzle body 121 and a corresponding convex shoulder
161 on tip base 162 and by the shape of the contact areas
163, 165 between the corresponding surfaces of tip base
162 and tip cap 166 and tip retainer 168. Other coupling
schemes, such as brazing, may also be used. Tip retainer
168 also includes a sealing portion 167 that fits or seals
against gate insert 122 and prevents molding material
from entering an insulating air space 171 therebetween.
Downstream surfaces 175, 177 of tip cap 166 and tip
retainer 168, respectively, are spaced from gate insert
122 by a gap or "bubble" area 169 within the gate area
that surrounds gate 124.
[0013] Inner diameter ID2 of sleeve 136 is sized to slide
over an upstream segment 139 of tip divider 164 in order
to fluidly communication skin material melt channel 150
and core material melt channel 152 of nozzle 120 with
the corresponding melt passages within nozzle tip 154.
More particularly, tip base 162 includes inner surface 160
that opposes outer surface 156 of sleeve 136 to define
an upstream portion of a core material melt passage 172
and tip divider and tip cap 164, 166 define a downstream
portion of core material melt passage 172. Core material
melt passage 172 of nozzle tip 154 receives and directs
the melt stream of core material from sleeve core material
melt channel 152 through a central opening 182 that is
formed through a downstream end of tip cap 166 to flow
to gate 124. Tip divider 164 also defines a central skin
material melt passage 174 within nozzle tip 154 that re-
ceives the melt stream from sleeve skin material melt
channel 150 and splits the melt stream of skin material
to form an outer layer and an inner layer flow of the skin
material. The outer layer flow of the skin material enters
a plurality of tunnel channels 178, each of which is cre-
ated by adjacent axially aligned side bores provided for
in tip divider 164 and tip cap 166, to exit into a nozzle tip
outer layer melt passage 180 formed between an outer
surface of tip cap 166 and an inner surface of tip retainer
168. Thereafter, a portion of the skin material is directed
through outer layer melt passage 180 to gate 124. Each
tunnel channel 178 may be considered laterally or radially
extending in that it allows the molding material to flow
sideways or outward relative to the general flow of mold-
ing material in central skin material melt passage 174.
As well, tunnel channels 178 may be described to cross,
or as crossing, the core material melt passage 172 and/or
the core material melt stream that flows there through.
Each tunnel channel 178 may be a bore, a slit, a hole,
an opening, or any other type of channel structure

through tip divider 164 and tip cap 166 that is suitable for
connecting central skin material melt passage 174 and
outer layer melt passage 180. The inner layer flow of the
skin material exits nozzle tip 154 through a central open-
ing or channel 176 that is formed through a downstream
end of tip divider 164 and axially aligned central opening
182 of tip cap 166 to flow toward mold gate 124. Each of
central openings 176, 182 is axially aligned with mold
gate 124 such that valve pin 126 is slidingly disposed
therethrough as discussed further below.
[0014] Tip portion 128 of valve pin 126 is shown in FIG.
3AA retracted or withdrawn from gate 124 and positioned
within central opening 176 of tip divider 164 of nozzle tip
154. Tip divider central opening 176 is wider than valve
pin tip portion 128 so that in such a position the flow of
the skin material exits central skin material melt passage
174 through central opening 176, as described in more
detail below with reference to FIGS. 3C, 4C, 3D and 4D.
[0015] FIGS. 3A, 3B, 3C and 3D show the same com-
ponents and orientations of the valve pin in the nozzle
tip and gate area as in corresponding colored FIGS. 4A,
4B, 4C and 4D, respectively, with FIGS. 4A, 4B, 4C and
4D depicting flow of the skin and core materials at each
valve pin position. In FIGS. 3A and 4A, tip portion 128 of
valve pin 126 is seated within gate 124 and tip guiding
segment 131 of valve pin 126 is seated within central
openings 176, 182 of tip divider 164 and tip cap 166 such
that neither the skin or core material is able to flow into
the mold cavity (not shown) from the core material melt
passage 172, central skin material melt passage 174, or
outer layer melt passage 180. As shown in FIG. 4A, the
moldable skin material within skin material melt channel
150 will be split to form an outer layer melt flow 188 that
exits central skin material melt passage 174 through tip
diverter tunnel channels 178 to flow within outer layer
melt passage 180 and bubble area 169 and an inner layer
melt flow 186 within nozzle tip 154 that will exit central
skin material melt passage 174 when second nozzle tip
central opening 176 is unblocked. The moldable core ma-
terial within outer melt channel 152 in FIG. 4A forms a
core material melt flow 184 within nozzle tip core material
melt channel 172 where it will flow to gate 124 when tip
cap central opening 182 is unblocked.
[0016] In FIGS. 3B and 4B, tip portion 128 of valve pin
126 is in a retracted position unseated from gate 124
while nozzle tip guiding segment 131 of valve pin 126
remains seated within or blocking central openings 176,
182 of tip divider 164 and tip cap 166 such that only outer
layer melt flow 188 of the skin material is permitted to
flow into the melt cavity (not shown) via gate 124. Outer
layer melt flow 188 travels from central skin material melt
passage 174 to mold gate 124 via tip diverter tunnel chan-
nels 178, outer layer melt passage 180 and bubble area
169.
[0017] In FIGS. 3C and 4C, tip portion 128 of valve pin
126 is in a fully retracted position unseated from gate 124
with tip guiding segment 131 of valve pin 126 unseated
or withdrawn from blocking both tip diverter central open-
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ing 176 and tip cap central opening 182. When valve pin
tip portion 128 is fully retracted in this manner, inner layer
melt flow 186 of the skin material and core material melt
flow 184 are permitted to flow into the mold cavity (not
shown) via gate 124 simultaneously with outer layer melt
flow 188 of the skin material. Inner layer melt flow 186
flows from central skin material melt passage 174
through tip diverter central opening 176 to thereafter
meet with core material melt flow 184 that is flowing from
nozzle tip core material melt passage 172, such that the
inner layer melt flow 186 and core layer melt flow 184
exit through central opening 182 of tip cap 166 with inner
layer melt flow 186 located centrally within or essentially
encircled by core layer melt flow 184. After exiting tip cap
central opening 182 in such a manner, the inner layer
melt flow 186 and core layer melt flow 184 meet with
outer layer melt flow 188 of the skin material that is si-
multaneously flowing through bubble area 169 to gate
124. The substantially concentric inner layer melt flow
186 and core layer melt flow 184 are thereby substantially
surrounded by the outer layer melt flow 188 as the three
melt flows combine in bubble area 169 proximate the
gate area of coinjection apparatus 100 and then simul-
taneously enter the mold cavity via gate 124. In this man-
ner the components of nozzle tip 154 are able to position
core layer melt flow 184 between outer and inner layer
melt flows 188, 186 of the skin material as the three melt
flows simultaneously flow through bubble area 169 and
enter gate 124. As such, coinjection apparatus 100 is
capable of forming a molded article that includes an inner
and outer layer of the first or skin material with a middle
layer of the core material through simultaneous injection
of the skin and barrier materials, which permits faster
cycle times and also facilitates thin-walled molding ap-
plications.
[0018] Accordingly, in accordance with embodiments
hereof valve pin 126 of coinjection apparatus 100 is ac-
tuated to have a double stroke and to thereby create in
conjunction with nozzle tip 154 a three melt flow pattern
at gate 124 by dividing one of two incoming melt streams
into two separate melt flows. In a method in accordance
with an embodiment hereof, a first stroke of valve pin 126
unseats valve pin tip portion 128 from gate 124 to allow
a skin material, such as polypropylene (PP), to create a
first layer flow of PP at gate 124 while valve pin tip guiding
segment 131 is blocking the flow of a core material layer
such as for example, a barrier material, such as ethylene
vinyl alcohol polymer (EVOH), from flowing through noz-
zle tip core material melt passage 172. A second stroke
of valve pin 126 retracts valve pin tip portion 128 to up-
stream of nozzle tip core material melt passage 172 to
create a barrier layer flow of EVOH and also upstream
of central opening 176 of tip divider 164 to create an inner
layer flow of PP. In the manner as described above, the
second layer of EVOH exits core material melt passage
172 so as to be positioned between the outer and inner
layers of PP within gate 124.
[0019] In accordance with an embodiment hereof a

stroke distance of valve pin 126 may be adjusted in order
to control a position of a core layer of a barrier material
relative to the inner and outer layers of a skin material in
a molded article. When valve pin 126 is positioned as
shown in FIG. 3AA, tip portion 128 projects within central
opening 176 of tip divider 164 causing a slight throttling
or restriction of inner layer melt flow 186 of the skin ma-
terial through central opening 176. Such a restriction of
the flow of the inner layer of skin material through central
opening 176 results in an increase in the skin material
being directed as outer layer melt flow 188 through outer
layer melt passage 180 and bubble area 169. By increas-
ing a volume of the skin material directed through outer
layer melt passage 180 and bubble area 169 to gate 124
relative to a volume of the skin material directed through
central opening 176 to gate 124, the barrier layer of melt
flow 184 will be moved inward by the greater volume of
outer layer melt flow 188 toward inner layer melt flow
186. As such in the resulting molded article, a core layer
of the barrier material will be positioned between inner
and outer layers of the skin material closer to an inner
surface of the molded article. Conversely, when valve
pin 126 is positioned as shown in FIGS. 3C, 3D, 4C, 4D
or at an even greater upstream retracted position, central
opening 176 of tip divider 164 is wide open to allow inner
layer melt flow 186 of the skin material to freely flow
through central opening 176, which results in an increase
in the skin material being directed as inner layer melt flow
186 as compared to the skin material being directed as
outer layer melt flow 188 through outer layer melt pas-
sage 180 and bubble area 169. By increasing a volume
of the skin material directed through central opening 176
to gate 124 relative to a volume of the skin material di-
rected through outer layer melt passage 180 and bubble
area 169 to gate 124, the core material melt flow 184 of
the barrier material will be moved outward by the greater
volume of second melt flow 186 toward outer layer melt
flow 188. As such in the resulting molded article, a core
layer of the barrier material will be positioned between
inner and outer layers of the skin material closer to an
outer surface of the molded article.
[0020] During operation, an operator or automated in-
spection device may inspect a newly molded article for
core layer position relative to inner and outer layers of
skin material. If the core layer of the molded article is
found to be positioned in an unsatisfactory or undesirable
manner, the operator may then instruct an e-drive of ac-
tuation mechanism 132 to adjust a retracted position of
valve pin 126 to change the barrier layer position relative
to the inner and outer layers of the skin material in a
manner as described in the preceding paragraph.
[0021] FIGS. 3D and 4D are sectional views of the noz-
zle tip and gate area of nozzle 120 taken along line Y-Y
of FIG. 3 with valve pin tip portion 128 in the fully retracted
position as shown in FIGS. 3C and 4C. In FIGS. 3D and
4D, each tunnel channel 178 of tip divider 164 is shown
to be in fluid communication with outer layer melt passage
180 of nozzle tip 154 via a respective side wall opening

9 10 



EP 3 453 511 B1

7

5

10

15

20

25

30

35

40

45

50

55

190 in tip cap 166. In an embodiment, tip diverter 164
and tip cap 166 may be brazed together along their con-
tacting surfaces shown in FIGS. 3D and 4D so that align-
ment of tunnel channels 178 of tip divider 164 and re-
spective side wall openings 190 in tip cap 166 are main-
tained.
[0022] It would be understood by one of skill in the art
with reference to FIG. 3AA as compared to FIG. 3D that
tip divider 164 also includes longitudinal bores 192 that
make-up an upstream portion of core material melt pas-
sage 172 for receiving the melt stream of the core mate-
rial from sleeve core material melt channel 152. In the
current embodiment, the adjacent bores within tip divider
164 and tip cap 166 create four tunnel channels 178 ra-
dially spaced at 90 degrees to each other and four lon-
gitudinal bores 192 extend through tip divider 166 be-
tween tunnel channels 178 to permit a flow of the core
material melt stream there around. In this manner, tunnel
channels 178 may be described to cross, or as crossing,
the core material melt passage 172 and/or the core ma-
terial melt stream 184 that flows there through.
[0023] FIG. 5 is an enlarged sectional view of a gate
area of nozzle 520 in accordance with another embodi-
ment hereof. The same reference numbers are used for
features of nozzle 520 that remain unchanged from noz-
zle 120 described above and as such those features are
not further described. An upstream portion of core ma-
terial melt passage 572 that is defined between sleeve
536 and nozzle tip base 562 is enlarged proximate down-
stream end 543 of sleeve 536 and in conjunction with an
enlarged upstream area of a downstream portion of core
material melt passage 572 proximate thereto forms an
annular decompression chamber or area 594 into which
the melt stream of core material flows prior to entering
longitudinal bores 592 of nozzle tip diverter 564. In a sim-
ilar manner, an annular decompression chamber 596 is
formed by an enlargement of the downstream portion of
the core material melt passage 572, which is made by
removing material from at least one of nozzle tip cap 566
and nozzle tip diverter 564, at the location where the melt
stream exits longitudinal bores 592 of nozzle tip diverter
564. The melt stream directed through longitudinal bores
592 of nozzle tip diverter 564 recombines within annular
decompression chamber 596 and then flows through the
remainder of core material melt passage 572 that angles
the core material melt stream toward central opening 582
of nozzle tip cap 566 on its way to gate 124.
[0024] FIG. 6 depicts a sectional view of a hot runner
coinjection apparatus 600 in accordance with another
embodiment hereof. Features and aspects of the other
embodiments may be used accordingly with the current
embodiment. FIGS. 6A-6C and FIGS. 7A-7C are en-
larged sectional views of gate area A depicted in FIG. 6,
with FIGS. 6A and 7A showing a valve pin and a sleeve
in a closed position, with FIGS. 6B and 7B showing the
valve pin in an open or retracted position allowing flow
of an inner layer and outer layer of a first moldable ma-
terial through a mold gate and with FIGS. 6C and 7C

showing a sleeve as well as the valve pin in an open or
retracted position allowing a middle layer of a second
moldable material to flow through the gate between the
inner and outer layers of the first moldable material.
[0025] With reference to FIG. 6, coinjection apparatus
600 includes a backing plate 607, various mold plates
609, 609’, 609", a cavity plate 611, a yoke plate 613, and
a manifold 602. Cavity plate 611, which is illustrated in
simplified form for ease of illustration, partially defines a
plurality of mold cavity 633. Yoke plate 613 is surrounded
by mold plate 609 and backing plate 607. Manifold 602
is located within cooled mold plates 609, 609’ surrounded
by an insulative air gap that is maintained by a locating
ring 612 and valve discs 616. Coinjection apparatus 600
further includes hot runner nozzles 620, each corre-
sponding to a mold gate 624 defined by a respective mold
gate insert 622, which is disposed within mold plates 609’,
609". Although a gate area and mold gate 624 of coin-
jection apparatus 600 is formed by mold gate insert 622,
this is by way of illustration rather than limitation as one
of skill in the art would recognize that the gate area may
defined instead by one or more other injection molding
structure(s), such as a mold gate and gate area defined
in a mold cavity plate, without departing from the scope
of the present invention.
[0026] Each nozzle 620 is adapted to receive a longi-
tudinally slidable sleeve 636 and a valve pin 626 (not
hatched in the figure). Disposed in yoke plate 613 are
valve pin actuators 632, each for actuating a respective
valve pin 626 of the respective nozzle 620. Disposed in
backing plate 607 are yoke plate actuators 615 for actu-
ating yoke plate 613, in which upstream heads 642 of
slidable sleeves 636 are fixed. Backing plate 607 in-
cludes at least one fluid channel 617 for feeding the at-
tached yoke plate actuators 615, and yoke plate 613 in-
cludes at least one fluid channel 617’ for feeding the at-
tached valve pin actuators 632.
[0027] Manifold 602 includes a first set of runners or
melt channels 604 for receiving a first melt stream of a
moldable skin material from a first melt source (not
shown) via a first melt inlet or sprue (not shown) and
having a second set of runners or melt channels 608 for
receiving a second melt stream of a moldable core ma-
terial from a second melt source (not shown) via a second
melt inlet or sprue (not shown). The first and second set
of manifold runners 604, 608 are independent and do not
communicate with each other, such that the first and sec-
ond melt streams do not combine in manifold 602. The
lengths, diameters or widths, and general geometry of
the first and second set of manifold runners 604, 608
depend on the specific application and the amounts and
natures of the first and second moldable materials. Man-
ifold 602 is provided with a heater (not shown) to maintain
the temperature of the first and second melt streams of
the respective first and second moldable materials. In an
embodiment, the skin material of the first melt stream is
a main or surface material for molding an inner and outer
layer of a molded article, such as a cap for a plastic bottle,
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with the core material of the second melt stream being a
barrier material for molding a middle, barrier, or filler layer
between the inner and outer layers of the molded article.
[0028] Each valve-gated nozzle 620 includes, inter
alia, a nozzle body 621, a nozzle heater 623, a nozzle
tip 654, which is described in detail below, and other com-
ponents as would be known to one of ordinary skill in the
art. Nozzle body 621 is generally cylindrical and includes
a longitudinal bore 646, which is also generally cylindri-
cal. The longitudinal bore 646 of each nozzle 620 is
aligned with a longitudinal bore 640 of manifold 602. Ac-
tuatable valve pin 626 slidably extends through bores
640, 646 of manifold 602 and nozzle 620, respectively,
with a tip portion 628 of valve pin 626 sized to be seated
within mold gate 624. Similar to valve pin 126, valve pin
626 may include segments of reduced diameter as it ex-
tends from valve pin actuator 632 to tip portion 628 there-
of. As shown in FIG. 6A, valve pin 626 includes an en-
larged diameter area 635 that ride against alignment fins
693 that project from an inner surface of a tip divider 664
of nozzle tip 654, as described below, for aligning valve
pin tip portion 628 with mold gate 624.
[0029] Sleeve 636 is slidably disposed within bores
640, 646 of manifold 602 and nozzle 620, and a bore 660
of nozzle tip 654. Sleeve 636 is a hollow tubular structure
that defines a skin material melt channel 650 and forms
an annular core material melt channel 652 between an
outer surface 656 thereof and bores 640, 646 of manifold
602 and nozzle 620, respectively, and an upstream por-
tion of an annular core material melt passage 672a be-
tween outer surface 656 and bore 660 of nozzle tip 654,
in a manner as similarly described with reference to
sleeve 136. Skin material melt channel 650 communi-
cates with the first set of runners 604 of manifold 602 via
a longitudinally extending slot 648 in an upstream portion
of sleeve 636, similar to side opening 148 of sleeve 136,
and core material melt channel 652 communicates with
the second set of runners 608 of manifold 602. Slot 648
is sized and oriented with respect to the first set of runners
604 to permit melt flow to continue to skin material melt
channel 650 when sleeve 636 is positioned in or actuated
between a retracted upstream position and an extended
downstream position. In an embodiment, valve pin 626
may include an outer diameter in an upstream segment
thereof that is sized to block slot 648 of sleeve 636 to
enable shut-off of the melt stream from the first set of
runners 604 of manifold 602 in a manner as described
in U.S. Patent No. 7,527,490 to Fairy, which is incorpo-
rated by reference herein in its entirety.
[0030] With reference to FIGS. 6A-6C and 7A-7C, noz-
zle tip 654 includes a tip base 662, tip divider 664 and a
tip cap 666 that are retained by a threaded tip retainer
668 within a threaded bore in a downstream or front end
of nozzle body 621. The retaining is assisted by a con-
cave shoulder in nozzle body 621 and a corresponding
convex shoulder on tip base 662 and by the shape of the
contact areas between the corresponding surfaces of tip
base 662 and tip cap 666 and tip retainer 668 in a manner

as previously described with reference to the compo-
nents of nozzle tip 154. Other coupling schemes, such
as brazing, may also be used. Tip retainer 668 also in-
cludes a sealing portion 667 that fits or seals against gate
insert 622 and prevents molding material from entering
an insulating air space 671 therebetween. Downstream
surfaces 675, 677 of tip cap 666 and tip retainer 668,
respectively, are spaced from gate insert 622 by a gap
or "bubble" area 669 that surrounds gate 624.
[0031] Tip base 662 has an inner surface 660 that op-
poses outer surface 656 of sleeve 636 to define the up-
stream portion of core material melt passage 672a and
tip divider and tip cap 664, 666 define a downstream por-
tion of core material melt passage 672b. The upstream
and downstream portions of core material melt passage
672a, 672b of nozzle tip 654 receive and direct a melt
stream of core material from core material melt channel
652 to gate 624 when sleeve 636 is retracted as de-
scribed below. Tip divider 664 also defines a nozzle tip
skin material melt passage 674 that receives a melt
stream of a skin layer material from skin material melt
channel 650 and splits the melt stream to form a first
outer layer flow and a second inner layer flow of the skin
material. With reference to FIG. 7A, the outer layer flow
of the skin material exits skin material melt passage 674
through tunnel channels or openings 778, 778’ of tip di-
vider and tip cap 664, 666, respectively, to enter a nozzle
tip outer layer melt passage 680 formed between an outer
surface of tip cap 666 and an inner surface of tip retainer
668 through which the outer layer flow is directed to gate
624. Each tunnel channel 778, 778’ may be considered
laterally or radially extending in that it allows the molding
material to flow sideways or at an acute angle relative to
the general flow of skin layer material in nozzle tip skin
material melt passage 674. Each tunnel channel 778,
778’ may be a bore, a slit, a hole, an opening, or any
other type of channel structure. The inner layer flow of
the skin material exits skin material melt passage 674
through a central opening or channel 676 of tip divider
664 to flow toward gate 624.
[0032] Sleeve 636 has a downstream end 643 that
opens and closes an aperture 695 for melt communica-
tion of upstream portion of core material melt passage
672a with downstream portion of core material melt pas-
sage 672b and mold gate 624, such that sleeve 636 may
be considered to have an open, retracted position and a
closed, forward position. An inner diameter of a down-
stream segment 637 of sleeve 636 is sized to slide over
an outer surface of an upstream segment 639 of tip di-
vider 664 as sleeve 636 is moved between the open and
closed positions.
[0033] With reference to FIGS. 6A-6C, skin material
that forms an inner layer flow 686 and an outer layer flow
688 is depicted by a series of plus signs, i.e., "+", and
core material that forms a core layer melt flow 684 is
depicted by a series of dots, i.e., "·". In FIGS. 6A and 7A,
tip portion 628 of valve pin 626 is seated within gate 624
and downstream end 643 of sleeve 636 sits against tip
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cap 666 to block downstream portion of core material
melt passage 672b such that no melt flows into melt cavity
640 from the nozzle tip skin, core material, or outer layer
melt passages 674, 672b, 680. In FIGS. 6B and 7B, tip
portion 628 of valve pin 226 is in a retracted position
unseated from gate 624 while downstream end 643 of
sleeve 636 remains blocking downstream portion of core
material melt passage 672b such that only inner and out-
er layer melt flows 686, 688 of the skin material are per-
mitted to flow into melt cavity 640 via gate 624. The outer
layer melt flow 688 travels from skin material melt pas-
sage 674 to gate 624 via tunnel channels 678, 678’, outer
layer melt passage 680 and bubble area 669.
[0034] In FIGS. 6C and 7C, tip portion 628 of valve pin
626 is unseated from gate 624 with downstream end 643
of sleeve 636 retracted or withdrawn from blocking down-
stream portion of core material melt passage 672b such
that inner and outer layer melt flows 686, 688 of the skin
material are permitted to flow into the melt cavity 633 via
gate 124 along with the core layer melt flow 684 of the
core or barrier material. In FIG. 6C, moldable material
within skin material melt channel 650 splits to form outer
layer melt flow 688 that exits skin material melt passage
674 through tunnel channels 778, 778’ to flow within outer
melt passage 680 and bubble area 669 to gate 624 and
to form inner layer melt flow 686 that flows through skin
material melt passage 674 to gate 624. In an embodi-
ment, valve pin 626 may be incrementally advanced or
retracted as the inner and outer layer melt flows of the
skin material are flowing to the mold cavity to selectively
change the flow of the skin material. The core material
in FIG. 6C provided to upstream portion of core melt pas-
sage 672a provides a core layer melt flow 684 that flows
through downstream portion of core material melt pas-
sage 672b to gate 624 when aperture 695 there between
is open. In this manner the components of nozzle tip 654
are able to position core layer melt flow 684 of the core
material between inner and outer layer melt flows 686,
688 of the skin material as the three melt flows simulta-
neously flow through bubble area 669 and enter gate
624. As such, coinjection apparatus 600 is capable of
forming a molded article that includes an inner and outer
layer of the first or skin material with a core layer of the
second or core material through simultaneous injection
of the skin and core materials, which may permit faster
cycle times and also facilitates thin-walled molding ap-
plications.
[0035] FIG. 8 is enlarged sectional view of gate area
A depicted in FIG. 6 in accordance with another embod-
iment hereof. All features shown in the embodiment of
FIG. 8 are the same as those described in the preceding
embodiment except that valve pin 826 includes a down-
stream segment 831 that has a larger diameter. The larg-
er diameter of valve pin downstream segment 831 re-
duces the volume of the inner layer melt flow of the skin
material that flows through nozzle tip skin material melt
passage 674 to thereby increase the volume or balance
the outer layer melt flow of the skin material that flows

through nozzle tip outer melt passage 680.
[0036] Although the retractable sleeve coinjection ap-
paratus of FIGS. 6 and 8 are described as running simul-
taneous molding applications, in other embodiments in
accordance herewith the apparatus may also be operat-
ed to run sequential molding applications. More particu-
larly, valve pin 626 may be retracted as shown in FIGS.
6B and 7B such that only the inner and outer layer melt
flows of the skin material are permitted to flow into melt
cavity 640 via gate 624. The source of the skin material
being provided for forming inner and outer layer melt
flows is than stopped with downstream end 643 of sleeve
636 retracted from blocking downstream portion of core
material melt passage 672b to be positioned as shown
in FIGS. 6C and 7C, such that only the core layer melt
flow of the core material is permitted to flow into melt
cavity 640 via gate 624. Thereafter, downstream end 643
of sleeve 636 is advanced to once again block down-
stream portion of core material melt passage 672b to
stop the core layer melt flow thereto and the inner and
outer layer melt flows of the skin material are again per-
mitted to flow into melt cavity 640 via gate 624.
[0037] FIG. 9 is an enlarged sectional view of a gate
area of a valve-gated nozzle 920 in accordance with an-
other embodiment hereof. Nozzle 920 includes, inter alia,
a nozzle body 921 that defines first and second melt
channels 950, 952, a nozzle tip 954, and other compo-
nents, such as a heater and a thermocouple, as would
be known to one of ordinary skill in the art. First melt
channel 950 of nozzle 920 receives a first melt stream
of a moldable skin material from a first melt source via
various hot runner components (not shown) and second
melt channel 952 of nozzle 920 receives a second melt
stream of a moldable second material from a second melt
source via various hot runner components (not shown).
[0038] Nozzle tip 954 includes a first part 962, second
part 964 and a third part 966 that are retained by a thread-
ed tip retainer 968 within a threaded bore 970 in a down-
stream or front end of nozzle body 921. Each of nozzle
tip first, second and third parts 962, 964, 966 includes a
flanged upstream end with a generally tubular extension,
which are sized to stack together to define various nozzle
tip melt passages therebetween. More particularly, noz-
zle tip first part 962 has flanged end 941 and tubular
extension 945, nozzle tip second part 964 has flanged
end 951 and tubular extension 955 and nozzle tip third
part 966 has flanged end 981 and tubular extension 985.
Flanged ends 941, 951, 981 are generally of equal outer
diameters and stack one on top of the other to be held
against concave shoulder 919 of nozzle body 921 by tip
retainer 968 that acts against contact area 963 of flanged
end 981. Flanged end 941 of nozzle tip first part 962
defines first upstream segments 974’, 972’, 980’ of cen-
tral, middle and outer melt passages 974, 972, 980, flang-
ed end 951 of nozzle tip second part 964 defines second
upstream segments 972", 980" of middle and outer melt
passages 972, 980, and flanged end 981 of nozzle tip
third part 966 defines third upstream segment 980’" of
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outer melt passage 980. First upstream segments 974’,
980’ and second and third upstream segments 980",
980’" are in fluid communication with first melt channel
950 of nozzle 920 to split the first melt stream received
therefrom into an inner and outer layer melt flow. First
and second upstream segments 972’, 972" are in fluid
communication with second melt channel 952 of nozzle
920 to receive the second melt stream therefrom that
becomes a middle layer melt flow as it passes through
the remainder of nozzle tip 954.
[0039] Tubular extensions 945, 955, 985 of nozzle tip
first, second and third parts 962, 964, 966 are generally
of increased outer diameters to concentrically fit within
one and other and define nozzle tip melt passages 972,
980 between corresponding surfaces thereof. More par-
ticularly, tubular extension 945 of first part 962 is sized
to fit within tubular extension 955 of second part 964 to
define middle melt passage 972 therebetween. Tubular
extension 945 includes a shoulder 949 in an outer surface
thereof which is in fluid communication with first and sec-
ond upstream segments 972’, 972" to direct the middle
layer melt flow of the second material downstream into
middle melt passage 972. Shoulder 949 encircles tubular
extension 945 and is on a plane that is at an acute angle
with respect to a longitudinal axis of first part 962 to be
positioned to receive the middle layer melt flow from sec-
ond upstream segment 972" at a most upstream point of
shoulder 949 and direct the melt flow downstream along
a wall of shoulder 949 into middle melt passage 972.
Tubular extension 945 of nozzle tip first part 962 also
defines central melt passage 974 through which valve
pin 926 slidably extends, which is in fluid communication
with first upstream segment 974’ to receive the inner layer
melt flow of the skin material therefrom. Tubular exten-
sion 955 of second part 964 is sized to fit within tubular
extension 985 of third part 966 to define outer melt pas-
sage 980 therebetween. Similar to tubular extension 945,
tubular extension 955 includes a shoulder 959 in an outer
surface, which is in fluid communication with first, second
and third upstream segments 980’, 980", 980’" to direct
the outer layer melt flow of the skin material into outer
melt passage 980. Shoulder 959 encircles tubular exten-
sion 955 and is on a plane that is at an acute angle with
respect to a longitudinal axis of first part 962 to be posi-
tioned to receive the outer layer melt flow from third up-
stream segment 980’" at a most upstream point of shoul-
der 959 and direct the melt flow downstream along a wall
of shoulder 959 into outer melt passage 980.
[0040] Each of central, middle and outer melt passages
974, 972, 980 of nozzle tip 954 has an annular outlet 947,
957, 987, respectively, that directs the melt flows there-
from into bubble area 969 such that the middle layer melt
flow from middle melt passage 972 is positioned between
the inner and outer layer melt flows from inner and outer
melt passages 974, 980, respectively. Annular outlet 957
of middle melt passage 972 is slightly angled toward cen-
tral melt channel 974 to aid in preventing "bleeding" of
the second or barrier material when the second material

melt stream is stopped during an injection cycle. More
particularly, the inner layer material that exits central melt
channel 974 through annular outlet 947 may act to shear-
off the middle layer material at annular outlet 957 when
the second material melt stream is stopped during the
injection cycle to prevent the middle layer material from
continuing to enter the inner and outer melt flows.
[0041] In FIG. 9, valve pin 926 has tip portion 928 seat-
ed with mold gate 924 of gate insert 922 to close the mold
gate such that no melt flows therethrough. When valve
pin tip portion 928 is retracted or unseated from mold
gate 924 and each of the first and second melt streams
are being injected, the inner, middle and outer layer melt
flows exiting central, middle and outer melt passages
974, 972, 980 of nozzle tip 954 via annular outlets 947,
957, 987, respectively, combine within bubble area 969
in a gate area of the coinjection apparatus to simultane-
ously flow through mold gate 924 into the mold cavity
933 and form a three layer molded article as similarly
described above with reference to the previous embod-
iments. It would be understood by one of ordinary skill in
the art that valve pin 926 may be actuated between the
open, retracted and closed, seated positions in a con-
ventional manner, such as by modifying the operation of
the valve pin actuation system shown in the embodiment
of FIG. 1.
[0042] FIG. 10 depicts nozzle 920 of FIG. 9 in a gate
area in accordance with another embodiment hereof.
Nozzle 920 includes nozzle tip 954 that delivers the inner,
middle and outer layer melt flows into bubble area 1069
in a manner as previously discussed above with refer-
ence to delivery of the inner, middle and outer layer melt
flows to bubble area 969. In the embodiment of FIG. 10,
a three-piece heated mold gate insert 1022 is utilized to
deliver the combined melt flows from bubble area 1069
to mold cavity 1033 via mold gate 1024. More particularly,
a first mold gate part 1022A receives the downstream
end of nozzle tip 954 therein such that tip retainer 968
seals against an inner surface of first mold gate part
1022A and defines bubble area 1069 therebetween that
receives the inner, middle and outer layer melt flows ex-
iting central, middle and outer melt passages 974, 972,
980 of nozzle tip 954 via annular outlets 947, 957, 987,
respectively. An outlet 1053 of first mold gate part 1022A
feeds the combined inner, middle and outer layer melt
flows through a melt passage 1083 of a second mold
gate part 1022B that is heated by heating element 1073
that sits within a groove 1079 in an outer surface thereof.
Heated second mold gate part 1022B permits manipula-
tion of a temperature of the combined inner, middle and
outer layer melt flows as they flow through melt passage
1083, which may be desirable in certain molding appli-
cations. In an embodiment hereof, the temperature of the
second mold gate part 1022B may be reduced relative
to the temperature of nozzle 920 to increase a back pres-
sure in the nozzle, which may help stabilize the newly
combined melt flows. In another embodiment, the tem-
perature of the second mold gate part 1022B may be
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increased relative to the temperature of nozzle 920,
which may reduce the viscosity of the combined inner,
middle and outer layer melt flows as they flow through
melt passage 1083 to thereby increase the speed of the
combined materials, which may help to stabilize the new-
ly combined melt flows. Second mold gate part melt pas-
sage 1083 directs the combined melt flows to mold gate
1024 of a third mold gate part 1022C.
[0043] In the embodiment of FIG. 10, valve pin 1026
has tip portion 1028 seated with mold gate 1024 of third
mold gate part 1022C such that the mold gate is closed
and no melt flows therethrough. When valve pin tip por-
tion 1028 is retracted from mold gate 1024 and each of
the first and second melt streams are being injected, the
inner, middle and outer layer melt flows exiting central,
middle and outer melt passages 974, 972, 980 of nozzle
tip 954 via annular outlets 947, 957, 987, respectively,
combine within bubble area 1069 proximate the gate area
of to simultaneously flow through melt outlet 1053 of first
mold gate part 1022A and melt passage 1083 of second
mold gate part 1022B into mold cavity 1033 via mold gate
1024 of third mold gate part 1022C to form a three layer
molded article as similarly described above with refer-
ence to the previous embodiments. It would be under-
stood by one of ordinary skill in the art that valve pin 1026
may be actuated between the open, retracted and closed,
seated positions in a conventional manner, such as by
modifying the operation of the valve pin actuation system
shown in the embodiment of FIG. 1.
[0044] Mold gate first and second parts 1022A, 1022B
may be secured to one and other by any suitable fasten-
ers or by brazing. Heated mold gate second part 1022B
sits within cooled mold gate third part 1022C in an insu-
lative air space 1089 defined therebetween, such that
mold gate second part 1022B makes contact with mold
gate third part 1022C only at sealing surface 1091. Mold
gate first part 1022A is situated within and makes contact
with mold plate 1009 and mold gate third part 1022C is
situated within and makes contact with mold cavity plate
1011. Mold gate second part 1022B extends between
mold plate 1009 and mold cavity plate 1011 to be ther-
mally isolated therefrom by mold gate first and third parts
1022A, 1022C.
[0045] FIG. 11 is a sectional view of a gate area of a
nozzle 1120 in accordance with another embodiment
hereof. Features and aspects of other embodiments de-
scribed herein may be used accordingly with the current
embodiment and the same reference numbers are used
for features of nozzle 1120 that remain unchanged from
nozzle 120 described above, as such those features are
not further described. Similar to nozzle tip 154 and tip
retainer 168, a nozzle tip 1154 of nozzle 1120 includes
a tip base 1162, a tip divider 1164 and a tip cap 1166
that are retained by a threaded tip retainer 1168 within a
downstream end of nozzle body 121 with downstream
surfaces 1175, 1177 of tip cap 1166 and tip retainer 1168,
respectively, being spaced from gate insert 122 by a bub-
ble area 1169 that surrounds gate 124.

[0046] Tip base 1162 includes an inner surface that
opposes an outer surface of sleeve 136 to define the
portion of core material melt channel 152 that runs within
nozzle tip 1154. Tip divider and tip cap 1164, 1166 define
a core material melt passage 1172 that receives and di-
rects the melt stream of core material from core material
melt channel 152 through a central opening 1182 of tip
cap 1166 to gate 124. Tip divider 1164 also defines a
central skin material melt passage 1174 that receives the
melt stream from sleeve skin material melt channel 150
and directs the melt stream of skin material to exit tunnel
channels 1178 to form an outer layer flow of skin material
and to exit a central opening 1176 of tip divider 1164 to
form an inner layer flow of the skin material. The inner
layer flow of the skin material also passes through central
opening 1182 of tip cap 1166 as it flows toward mold gate
124.
[0047] Each tunnel channel 1178 has an inlet in fluid
communication with central skin material melt passage
1174 and an outlet in fluid communication with an outer
layer melt passage 1180, which is formed between an
outer surface of tip cap 1166 and an inner surface of tip
retainer 1168. Each tunnel channel 1178 includes a
downstream portion that is defined by a separate tunnel
channel extension 1199, which is a short tubular compo-
nent. Each tunnel channel extension 1199 has an up-
stream end secured within a corresponding counter bore
of tip divider 1164 and a length that bridges core material
melt passage 1172 to pass through a bore within tip cap
1166. When so positioned, the outlet of each tunnel chan-
nel extension 1199 is in fluid communication with outer
layer melt passage 1180 through which a portion of the
melt stream of skin material received by each tunnel
channel 1178 is directed to gate 124. Each tunnel chan-
nel 1178 may be considered laterally or radially extending
in that it allows the molding material to flow sideways or
outward relative to the general flow of molding material
in central skin material melt passage 1174. As well, tunnel
channel extensions 1199 and/or tunnel channels 1178
defined thereby may be described to cross, or as cross-
ing, the core material melt passage 1172 and/or the core
material melt stream that flows there through. Further in
the embodiment of FIG. 11, tip divider 1164 does not
include longitudinal bores, such as longitudinal bores 192
of tip divider 164, as the core material melt stream is able
to flow around and between the outer surfaces of tunnel
channel extensions 1199 within core material melt pas-
sage 1172.
[0048] In FIG. 11, tip portion 128 of valve pin 126 is
seated within gate 124 and tip guiding segment 131 is
seated within central openings 1176, 1182 of tip divider
1164 and tip cap 1166 such that neither the skin or core
material is able to flow into the mold cavity (not shown)
from the core material melt passage 1172, central skin
material melt passage 1174, or outer layer melt passage
1180. As in the embodiment described with reference to
FIGS. 3A-3D and 4A-4D, selective retraction of valve pin
126 from mold gate 124 and subsequently through cen-
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tral openings 1176, 1182 permits the simultaneous flow
of the inner and outer layers of skin material from the skin
material melt passage 1174 and the outer layer melt pas-
sage 1180, respectively, as well as the flow of core layer
melt flow from the core material melt passage 1172 with
the three melt flows combining in bubble area 1169 prox-
imate the gate area of the coinjection apparatus to there-
after simultaneously enter a mold cavity (not shown) via
gate 124. In this manner, the present embodiment per-
mits the formation of a three layer molded article as sim-
ilarly described above with reference to the previous em-
bodiments.
[0049] FIG. 12 is a sectional view of a gate area of a
nozzle 1220 in accordance with another embodiment
hereof. Features and aspects of other embodiments de-
scribed herein may be used accordingly with the current
embodiment and the same reference numbers are used
for features of nozzle 1120 that remain unchanged from
nozzle 120 described above, as such those features are
not further described. Nozzle 1220 has a multiple piece
nozzle tip 1254 that is retained within a downstream bore
of nozzle body 121 by a threaded tip retainer 1268. Noz-
zle tip 1254 includes a tip base 1262, a tip divider 1264,
and a tip cap 1266 as well as a plurality of tunnel channel
extensions 1299 that are brazed or otherwise fixed to-
gether to form a series of nozzle tip melt passages
through nozzle tip 1254. More particularly, tip divider and
tip cap 1264, 1266 define a core material melt passage
1272 that receives and directs the melt stream of core
material from core material melt channel 152 through a
central opening 1282 of tip cap 1266 to gate 1224. Tip
divider 1264 also defines a skin material melt passage
1274 that receives the melt stream from sleeve skin ma-
terial melt channel 150 and directs the melt stream of
skin material to exit tunnel channels 1278 to form an outer
layer flow of skin material and to exit a central opening
1276 of tip divider 1264 to form an inner layer flow of the
skin material. The inner layer flow of the skin material
also passes through central opening 1282 of tip cap 1266
as it flows toward mold gate 1224. In contrast to the em-
bodiments depicted above, the structure of tip base 1262
extends into the gate area between tip retainer 1268 and
tip cap 1266 such that an inner surface of tip base 1262
that opposes an outer surface of tip cap 1266 defines an
outer layer melt passage 1280 for receiving the outer
layer flow of skin material from tunnel channels 1278 and
delivering the outer layer flow through a central opening
1294 of tip base 1262 to mold gate 1224.
[0050] Each of tip base 1262, tip divider 1264, and/or
tip cap 1266 of nozzle tip 1254 is made of thermally or
highly thermally conductive materials, such as beryllium
copper. In the present embodiment, with the outer layer
melt passage 1280 formed between two thermally con-
ductive components of nozzle tip 1254 instead of be-
tween a nozzle tip component and a more insulative tip
retainer as in the previous embodiments, an outer layer
flow of skin material through outer layer melt passage
1280 may stay at or near the higher operating tempera-

tures for certain polymeric materials, such as those as-
sociated with running polyethylene terephthalate (PET).
Further each of the inner layer flow of skin material de-
livered from skin material melt passage 1274 and the
core material flow delivered from core material melt pas-
sage 1272 must also pass through central opening 1294
of tip base 1262 as they flow towards mold gate 1224
such that the three melt flow effectively combine within
the hot nozzle tip 1254 prior to entering the cooled mold
gate, which is a desirable arrangement for molding arti-
cles of PET. In order to prevent heat loss from tip base
1262 in the area of gate 1224 a thermally insulative cap
1298 of VESPEL or the like may be positioned between
a downstream face of tip base 1262 and gate insert 1222
to prevent contact there between.
[0051] Each tunnel channel 1278 has an inlet in fluid
communication with skin material melt passage 1274 and
an outlet in fluid communication with outer layer melt pas-
sage 1280. In the embodiment of FIG. 12, tunnel chan-
nels 1278 are positioned adjacent an upstream end of
nozzle tip 1254 and are not formed by tip divider 1264.
Instead each tunnel channel 1278 is defined by a sepa-
rate tunnel channel extension 1299, which is a short tu-
bular component. Each tunnel channel extension 1299
has an upstream end secured within a corresponding
bore of tip divider 1264 and a downstream end secured
within a corresponding bore of tip cap 1266 with a length
that bridges core material melt passage 1272 there be-
tween. When so positioned, the inlet and outlet of each
tunnel channel extension 1299 is in fluid communication
with skin material melt passage 1274 and outer layer melt
passage 1280, respectively. Each tunnel channel 1278
may be considered laterally or radially extending in that
it allows the molding material to flow sideways or outward
relative to the general flow of molding material in skin
material melt passage 1274. Further in the embodiment
of FIG. 12, tip divider 1264 does not include longitudinal
bores, such as longitudinal bores 192 of tip divider 164,
as the core material melt stream is able to flow around
and between the outer surfaces of tunnel channel exten-
sions 1299 within core material melt passage 1272.
[0052] In FIG. 12, an enlarged tip guiding segment
1231 of valve pin 1226 is seated within central openings
1276, 1282, 1294 of tip divider 1264, tip cap 1166 and
tip base 1262 such that neither the skin or core material
is able to flow into the mold cavity (not shown) from the
nozzle tip skin material melt passage 1274, the core ma-
terial melt passage 1272, or the outer layer melt passage
1280. The retraction of a tip portion 1228 of valve pin
1226 from mold gate 1224 and subsequently through
each of central openings 1276, 1282, 1294 permits the
simultaneous flow of the inner and outer layers of skin
material from the skin material melt passage 1274 and
the outer layer melt passage 1280, respectively, as well
as the flow of the core layer melt flow from the core ma-
terial melt passage 1272 to thereby permit the formation
of a three layer molded article.
[0053] Although coinjection apparatus 100 is shown
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with a one-piece mold gate insert 122 that defines mold
gate 124, other embodiments may have a multiple piece
mold gate insert component, for example, as shown in
the embodiment of FIG. 10, or may not have a mold gate
insert but instead simply having a well in a mold plate.
As well without departing from the scope of the present
invention, mold gate insert 122 may or may not have a
surface that provides a portion of the mold cavity and
may or may not include cooling channels (not shown) for
circulating cooling fluid to assist in solidifying the molding
material in the mold cavity.
[0054] Although each of the embodiments described
above depicts the first and second melt streams being
directed from a respective manifold runner directly into
a respective inner and outer melt channel of the system
that extends to a mold gate thereof, in other embodiments
a valve pin bushing may include melt channels for re-
ceiving the skin material and core material melt streams
from the respective manifold runners and directing them
to respective skin material and core material melt chan-
nels of the hot runner nozzle in fluid communication there-
with. An exemplary valve pin bushing 1316 that may be
adapted for use in embodiments hereof is disclosed in
FIG. 13. Valve pin bushing 1316 is positioned between
hot runner manifold 1302 and nozzle 120 and includes
a bore 1340a extending therethrough for receiving sleeve
1336, which in turn guides valve pin 126. In the embod-
iment of FIG. 13, sleeve 1336 includes a head segment
1342 that is a separate component from sleeve tubular
body 1336a, wherein a gap exists between the two com-
ponents to accommodate for thermal expansion under
operating condition. Similarly, a gap exists between a
guiding extension 1316c of valve pin bushing 1316 and
bore 1340b of manifold 1302 to accommodate for thermal
expansion under operating condition. Valve bushing
1316 and the series of gaps discussed above allows for
thermal expansion of manifold 1302 to occur without in-
fluencing the alignment of the valve pin 126 with the gate.
[0055] Bushing 1316 includes a skin material melt
channel 1316a for receiving the skin material melt stream
from a first set of melt channels 1304 of manifold 1302
and a core material melt channel 1316b for receiving the
core material melt stream from a second set of melt chan-
nels 1308 of manifold 1302. Skin material melt channel
1316a transfers the skin material melt stream to skin ma-
terial melt channel 150 of nozzle 120 via opening 1348
and core material melt channel 1316b transfers the core
material melt stream to core material melt channel 152
of nozzle 120. In an embodiment, the valve pin bushing
1316 may be fixed to nozzle 120 by bolting or such to
ensure stability during thermal expansion. In embodi-
ments hereof, valve pin bushing 1316 may include heat-
er.
[0056] Any of the movable sleeve embodiments de-
scribed above may be adapted to be used in gas-assist
injection molding applications. In such embodiments, a
core material would be a gas, such as nitrogen, instead
of a polymeric material. The gas would be supplied as a

middle layer material to the molded article being pro-
duced.
[0057] In addition, although each of the embodiments
described above is discussed as performing simultane-
ous injection of the first and second moldable materials
within a mold cavity, systems in accordance with embod-
iments hereof may be actuated to perform sequential in-
jection of the first and second moldable materials as may
be preferable in certain molding applications, such as in
the molding of thicker parts.
[0058] Materials for the components of the coinjection
apparatus described herein include steel, tool steel
(H13), copper alloy, copper-beryllium, titanium, titanium
alloy, ceramic, high-temperature polymer, and similar
materials. In an embodiment, the nozzle tip base may be
made of TZM or molybdenum and the nozzle tip divider
and cap parts as well as the tip retainer may each be
made of H13.

Claims

1. A coinjection molding apparatus (100) comprising:

an injection molding nozzle (120, 520) having a
skin material melt channel (150) for carrying a
skin material melt stream and a core material
melt channel (152) for carrying a core material
melt stream; and
a nozzle tip (154) coupled to a downstream end
of the nozzle (120, 520) that defines

a central skin material melt passage (174)
for receiving the skin material melt stream
from the skin material melt channel (150) of
the nozzle (120, 520),
an annular core material melt passage (172,
572) for receiving the core material melt
stream from the core material melt channel
(152) of the nozzle (120, 520), and
an annular outer layer melt passage (180),
characterized in that
the annular outer layer melt passage (180)
is fluidly connected to the central skin ma-
terial melt passage (174) via a plurality of
laterally extending tunnel channels (178),
wherein a portion of the skin material melt
stream received by the central skin material
melt passage (174) is directed outwardly to
the outer layer melt passage (180) via the
plurality of laterally extending tunnel chan-
nels (178),and
the nozzle tip (154) includes a tip divider
(164) having a plurality of longitudinal bores
(192, 592) that make up an upstream por-
tion (672a) of the of the core material melt
passage (172, 572) for receiving the core
material melt stream from the core material
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melt channel (152), the plurality of longitu-
dinal bores (192, 592) extend through the
tip divider (164) between the plurality of tun-
nel channels (178), wherein the plurality of
tunnel channels (178) cross the plurality of
longitudinal bores (192, 592) of the core ma-
terial melt passage (172, 572), and
wherein the skin material melt stream from
the central skin material melt passage
(174), the core material melt stream from
the core material melt passage(172, 572),
and the skin material melt stream from the
annular outer layer melt passage (180)
combine either within the nozzle tip (154) or
within a gate area prior to entering a mold
gate (124).

2. The coinjection molding apparatus (100) of claim 1,
further comprising:

a tubular sleeve (136, 536, 636) disposed to ex-
tend within a longitudinal bore (146) of the noz-
zle (120, 520) to divide the nozzle bore (146)
into the skin material melt channel (150) and the
core material melt channel (152), wherein the
skin material melt channel (150) is defined by
an inner surface of the sleeve (136, 536, 636)
and the concentric core material melt channel
(152) is defined between an outer surface of the
sleeve (136, 536, 636) and the nozzle bore
(146); and
a valve pin (126) slidably disposed through the
skin material melt channel (150) of the nozzle
(120, 520) defined by the sleeve (136, 536, 636)
and the longitudinally aligned central skin mate-
rial melt passage (174) of the nozzle tip (154).

3. The coinjection molding apparatus (100) of claim 2,
wherein the valve pin (126) is actuatable between a
gate closed position, at least one partially retracted
position and a fully retracted position.

4. The coinjection molding apparatus (100) of claim 2
- 3, wherein the tip divider (164, 564) defines the
central skin material melt passage (174) of the noz-
zle tip (154) and includes a central opening (176)
through a downstream end thereof that is axially
aligned with the mold gate (124) and through which
the valve pin (126) is slidably disposed.

5. The coinjection molding apparatus (100) of claim 4,
wherein the nozzle tip (154) includes a tip cap (166,
566) having at least a portion of an inner surface
thereof that is spaced from an outer surface of the
tip divider (164, 564) to define a downstream portion
(672b) of the annular core material melt passage
(172, 572) therebetween and wherein the tip cap
(166, 566) includes a central opening (182, 582)

through a downstream end thereof that is axially
aligned with the tip divider central opening (176) and
the mold gate (124) such that the valve pin (126) is
slidably disposed therethrough.

6. The coinjection molding apparatus (100) of claim 5,
wherein each of the plurality of laterally extending
tunnel channels (178) is an opening extending
through the tip divider (164) and the tip cap (166).

7. The coinjection molding apparatus (100) of claim 6,
wherein the nozzle tip (154) includes a tip base (162,
562) with a downstream end in contact with the tip
cap (166, 566), the tip base (162, 562) having an
inner surface (160) that is spaced from an outer sur-
face (156) of a segment of the sleeve (136, 536, 636)
that extends within the nozzle tip (154) to define the
upstream portion (672a) of the annular core material
melt passage (172, 572) therebetween.

8. The coinjection molding apparatus (100) of claim 7,
wherein the tip divider (164) and the tip cap (166,
566) define a downstream portion (672b) of the an-
nular core material melt passage (172, 572) and the
sleeve (636) is actuatable between a forward posi-
tion and a retracted position, wherein an inner diam-
eter of a downstream segment (637) of sleeve (636)
is sized to slide over an outer surface of an upstream
segment (639) of tip divider (664), wherein in the
forward position a downstream end (643) of the
sleeve (636) closes an aperture (695) for fluid com-
munication between the upstream portion (672a) of
the annular core material melt passage (172, 572)
and the downstream portion (672b) of the annular
core material melt passage (172, 572), and wherein
in the retracted position the downstream end (643)
of the sleeve (626) opens the aperture (695) for fluid
communication between the upstream portion
(672a) of the annular core material melt passage
(172, 572) and the downstream portion (672b) of the
annular core material melt passage (172, 572).

9. The coinjection molding apparatus (100) of claims 1
- 8, wherein the nozzle tip (154) is retained to a down-
stream end of the nozzle (120, 520) via a threaded
tip retainer (168).

10. The coinjection molding apparatus (100) of claims 5
- 8, wherein the nozzle tip (154) is secured within a
downstream end of the nozzle (520) via a threaded
tip retainer (168), the tip retainer (168) having an
inner surface that is spaced from an outer surface
of the tip cap to define the annular outer layer melt
passage (180) therebetween.

11. The coinjection molding apparatus (100) of claims 9
- 10, wherein, the downstream surface (175), of the
tip cap (166) and the downstream surface of the
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(177) tip retainer (168), are spaced from a gate struc-
ture (122) by a gap (169) within the gate area that
surrounds the mold gate (124).

12. The coinjection molding apparatus (100) of claim 1
- 11, wherein each of the plurality of tunnel channels
(778) extend laterally at an acute angle relative to
the general flow of skin layer material in the central
skin material melt passage (674).

13. The coinjection molding apparatus (100) of claims 1
- 12, wherein the annular core material passage
(572) further comprises a first annular decompres-
sion chamber (594) upstream from the plurality of
longitudinal bores (592) a second annular decom-
pression chamber (596) at the location where the
melt stream of core material exits the plurality of lon-
gitudinal bores (592).

14. The coinjection molding apparatus (100) of claims 7
- 13, wherein the tip divider (164), the tip cap (166),
and the tip base (162) are brazed together to form
the nozzle tip (154).

Patentansprüche

1. Eine Co-Spritzgießvorrichtung (100), umfassend:

eine Spritzgießdüse (120, 520) mit einem Hül-
lenmaterial-Schmelzekanal (150) zum Trans-
portieren eines Hüllenmaterial-Schmelze-
stroms und einem Kernmaterial-Schmelzekanal
(152) zum Transportieren eines Kernmaterial-
Schmelzestroms; und
eine Düsenspitze (154), die an ein stromabwär-
tiges Ende der Düse (120, 520) gekoppelt ist,
welche definiert

einen mittleren Hüllenmaterial-Schmelze-
durchgang (174) zum Aufnehmen des Hül-
lenmaterial-Schmelzestroms aus dem Hül-
lenmaterial-Schmelzekanal (150) der Düse
(120, 520),
einen ringförmigen Kernmaterial-Schmel-
zedurchgang (172, 572) zum Aufnehmen
des Kernmaterial-Schmelzestroms aus
dem Kernmaterial-Schmelzekanal (152)
der Düse (120, 520), und
einen ringförmigen Außenschicht-Schmel-
zedurchgang (180),

dadurch gekennzeichnet, dass der ringförmi-
ge Außenschicht-Schmelzedurchgang (180)
über eine Vielzahl sich seitlich erstreckender
Tunnelkanäle (178) mit dem mittleren Hüllen-
material-Schmelzedurchgang (174) in Fluidver-
bindung steht, wobei ein Teil des Hüllenmateri-

al-Schmelzestroms, der von dem mittleren Hül-
lenmaterial-Schmelzedurchgang (174) aufge-
nommen wird, über die Vielzahl von sich seitlich
erstreckenden Tunnelkanäle (178) nach außen
zu dem Außenschicht-Schmelzedurchgang
(180) geleitet wird, und
die Düsenspitze (154) einen Spitzenteiler (164)
mit einer Vielzahl von Längsbohrungen (192,
592) aufweist, die einen stromaufwärtigen Be-
reich (672a) des Kernmaterial-Schmelzedurch-
gangs (172, 572) zur Aufnahme des Kernmate-
rial-Schmelzestroms aus dem Kernmaterial-
Schmelzekanal (152) bilden, die Vielzahl von
Längsbohrungen (192, 592) erstrecken sich
durch den Spitzenteiler (164) zwischen der Viel-
zahl von Tunnelkanälen (178), wobei die Viel-
zahl von Tunnelkanälen (178) die Vielzahl von
Längsbohrungen (192, 592) des Kernmaterial-
Schmelzedurchgangs (172, 572) kreuzt, und
wobei sich der Hüllenmaterial-Schmelzestrom
aus dem mittleren Hüllenmaterial-Schmelze-
durchgang (174), der Kernmaterial-Schmelze-
strom aus dem Kernmaterial-Schmelzedurch-
gang (172, 572), und der Hüllenmaterial-
Schmelzestrom aus dem ringförmigen Außen-
schicht-Schmelzedurchgang (180) entweder in-
nerhalb der Düsenspitze (154) oder innerhalb
eines Angussbereichs vor dem Eintritt in eine
Formangussöffnung (124) vereinigen.

2. Die Co-Spritzgießvorrichtung (100) nach Anspruch
1, weiter umfassend:

eine rohrförmige Hülse (136, 536, 636), die an-
geordnet ist, um sich innerhalb einer Längsboh-
rung (146) der Düse (120, 520) zu erstrecken,
um die Düsenbohrung (146) in den Hüllenma-
terial-Schmelzekanal (150) und den Kernmate-
rial-Schmelzekanal (152) zu unterteilen, wobei
der Hüllenmaterial-Schmelzekanal (150) durch
eine innere Oberfläche der Hülse (136, 536,
636) definiert ist und der konzentrische Kernma-
terial-Schmelzekanal (152) zwischen einer äu-
ßeren Oberfläche der Hülse (136, 536, 636) und
der Düsenbohrung (146) definiert ist; und
eine Ventilnadel (126), die verschiebbar durch
den Hüllenmaterial-Schmelzekanal (150) der
Düse (120, 520), der durch die Hülse (136, 536,
636) definiert ist, und den in Längsrichtung aus-
gerichteten mittleren Hüllenmaterial-Schmelze-
durchgang (174) der Düsenspitze (154) ange-
ordnet ist.

3. Die Co-Spritzgießvorrichtung (100) nach Anspruch
2, wobei die Ventilnadel (126) zwischen einer An-
gussschließposition, mindestens einer teilweise zu-
rückgezogenen Position und einer vollständig zu-
rückgezogenen Position betätigbar ist.
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4. Die Co-Spritzgießvorrichtung (100) nach Anspruch
2 - 3, wobei der Spitzenteiler (164, 564) den mittleren
Hüllenmaterial-Schmelzedurchgang (174) der Dü-
senspitze definiert und eine mittlere Öffnung (176)
durch ein stromabwärts gelegenes Ende davon um-
fasst, die axial mit der Formangussöffnung (124)
ausgerichtet ist und durch die die Ventilnadel (126)
verschiebbar angeordnet ist.

5. Die Co-Spritzgießvorrichtung (100) nach Anspruch
4, wobei die Düsenspitze (154) eine Spitzenkappe
(166, 566) mit mindestens einem Bereich ihrer inne-
ren Oberfläche aufweist, die von einer äußeren
Oberfläche des Spitzenteilers (164, 564) beabstan-
det ist, um einen stromabwärtigen Bereich (672b)
des ringförmigen Kernmaterial-Schmelzedurch-
gangs (172, 572) dazwischen zu definieren und wo-
bei die Spitzenkappe (166, 566) eine mittlere Öff-
nung (182, 582) durch ein stromabwärts gelegenes
Ende davon aufweist, die axial mit der mittleren Öff-
nung (176) des Spitzenteilers und der Formangus-
söffnung (124) ausgerichtet ist, so dass die Ventil-
nadel (126) verschiebbar durch sie hindurch ange-
ordnet ist.

6. Die Co-Spritzgießvorrichtung (100) nach Anspruch
5, wobei jede der Vielzahl sich seitlich erstreckender
Tunnelkanäle (178) eine Öffnung ist, die sich durch
den Spitzenteiler (164) und die Spitzenkappe (166)
erstreckt.

7. Die Co-Spritzgießvorrichtung (100) nach Anspruch
6, wobei die Düsenspitze (154) eine Spitzenbasis
(162, 562) mit einem stromabwärtigen Ende in Kon-
takt mit der Spitzenkappe (166, 566) aufweist, die
Spitzenbasis (162, 562) weist eine innere Oberflä-
che (160) auf, die von einer äußeren Oberfläche
(156) eines Abschnitts der Hülse (136, 536, 636) be-
abstandet ist, der sich innerhalb der Düsenspitze
(154) erstreckt, um dazwischen den stromaufwärti-
gen Bereich (672a) des ringförmigen Kernmaterial-
Schmelzedurchgangs (172, 572) zu definieren.

8. Die Co-Spritzgießvorrichtung (100) nach Anspruch
7, wobei der Spitzenteiler (164) und die Spitzenkap-
pe (166, 566) einen stromabwärtigen Bereich (672b)
des ringförmigen Kernmaterial-Schmelzedurch-
gangs (172, 572) definieren und die Hülse (636) zwi-
schen einer vorderen Position und einer zurückge-
zogenen Position betätigbar ist, wobei ein Innen-
durchmesser eines stromabwärtigen Abschnitts
(637) der Hülse (636) so bemessen ist, dass er über
eine äußere Oberfläche eines stromaufwärtigen Ab-
schnitts (639) des Spitzenteilers (664) gleitet, wobei
in der vorderen Position ein stromabwärtiges Ende
(643) der Hülse (636) eine Öffnung (695) zur Fluid-
verbindung zwischen dem stromaufwärtigen Be-
reich (672a) des ringförmigen Kernmaterial-Schmel-

zedurchgangs (172, 572) und dem stromabwärtigen
Bereich (672b) des ringförmigen Kernmaterial-
Schmelzedurchgangs (172, 572) verschließt, und
wobei in der zurückgezogenen Position das strom-
abwärtige Ende (643) der Hülse (626) die Öffnung
(695) zur Fluidverbindung zwischen dem stromauf-
wärtigen Bereich (672a) des ringförmigen Kernma-
terial-Schmelzedurchgangs (172, 572) und dem
stromabwärtigen Bereich (672b) des ringförmigen
Kernmaterial-Schmelzedurchgangs (172, 572) öff-
net.

9. Die Co-Spritzgießvorrichtung (100) nach den An-
sprüchen 1 - 8, wobei die Düsenspitze (154) über
einen mit Gewinde versehenen Spitzenhalter (168)
an einem stromabwärtigen Ende der Düse (120,
520) gehalten ist.

10. Die Co-Spritzgießvorrichtung (100) nach den An-
sprüchen 5 - 8, wobei die Düsenspitze (154) inner-
halb eines stromabwärtigen Endes der Düse (520)
über ein mit Gewinde versehenen Spitzenhalter
(168) befestigt ist, wobei der Spitzenhalter (168) eine
innere Oberfläche aufweist, die von einer äußeren
Oberfläche der Spitzenkappe beabstandet ist, um
dazwischen den ringförmigen Außenschicht-
Schmelzedurchgang (180) zu definieren.

11. Die Co-Spritzgießvorrichtung (100) nach den An-
sprüchen 9 - 10, wobei die stromabwärtige Oberflä-
che (175) der Spitzenkappe (166) und die stromab-
wärtige Oberfläche (177) des Spitzenhalters (168)
innerhalb eines die Formangussöffnung (124) um-
gebenden Angussbereichs von einer Angussstruk-
tur (122) durch einen Spalt (169) beabstandet sind.

12. Die Co-Spritzgießvorrichtung (100) nach den An-
sprüchen 1 - 11, wobei sich jeder der Vielzahl der
Tunnelkanäle (778) sich seitlich in einem spitzen
Winkel relativ zum allgemeinen Fluss des Hüllen-
schichtmaterials im mittleren Hüllenmaterial-
Schmelzedurchgang (674) erstreckt.

13. Die Co-Spritzgießvorrichtung (100) nach den An-
sprüchen 1 - 12, wobei der ringförmige Kernmaterial-
Schmelzedurchgang (572) weiter eine erste ringför-
mige Dekompressionskammer (594) stromaufwärts
der Vielzahl von Längsbohrungen (592) und eine
zweite ringförmige Dekompressionskammer (596)
an der Stelle aufweist, an der der Schmelzestrom
des Kernmaterials aus der Vielzahl von Längsboh-
rungen (592) austritt.

14. Die Co-Spritzgießvorrichtung (100) nach den An-
sprüchen 7 - 13, wobei der Spitzenteiler (164), die
Spitzenkappe (166) und die Spitzenbasis (162) mit-
einander verlötet sind, um die Düsenspitze (154)
auszubilden.
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Revendications

1. Appareil de moulage par coinjection (100) compre-
nant:

une buse de moulage par injection (120, 520)
ayant un canal de fusion de revêtement exté-
rieur (150) pour transporter un flux de fusion de
matériau de peau et un canal de fusion de ma-
tériau de noyau (152) pour transporter un flux
de fusion de matériau de noyau; et
un embout de buse (154) couplé à une extrémité
en aval de la buse (120, 520) qui définit

un passage central de fusion de la matière
de la peau (174) pour recevoir le flux de
fusion de la matière de la peau provenant
du canal de fusion de revêtement extérieur
(150) de la buse (120, 520),
un passage annulaire pour la matière en fu-
sion du noyau (172, 572) destiné à recevoir
le flux de matière en fusion du noyau pro-
venant du canal (152) de la buse (120, 520),
et
un passage de fusion de la couche exté-
rieure annulaire (180),

caractérisé en ce que
le passage annulaire de fusion de la couche ex-
térieure (180) est relié de manière fluide au pas-
sage central de fusion du matériau de peau
(174) par une pluralité de canaux de tunnel
s’étendant latéralement (178), dans lequel une
partie du flux de fusion du matériau de peau reçu
par le passage central de fusion du matériau de
peau (174) est dirigée vers l’extérieur vers le
passage de fusion de la couche extérieure (180)
par la pluralité de canaux de tunnel s’étendant
latéralement (178), et
la pointe de la buse (154) comprend un diviseur
de pointe (164) ayant une pluralité d’alésages
longitudinaux (192, 592) qui constituent une par-
tie amont (672a) du passage de fusion du ma-
tériau du noyau (172, 572) pour recevoir le flux
de fusion du matériau du noyau provenant du
canal de fusion du matériau du noyau (152), la
pluralité de trous longitudinaux (192, 592)
s’étendent à travers le diviseur de pointe (164)
entre la pluralité de canaux de tunnel (178), dans
lequel la pluralité de canaux de tunnel (178) croi-
sent la pluralité de trous longitudinaux (192, 592)
du passage de fusion du matériau du noyau
(172, 572), et
dans lequel le flux de matière en fusion de la
peau provenant du passage central de matière
en fusion de la peau (174), le flux de matière en
fusion du noyau provenant du passage de ma-
tière en fusion du noyau (172, 572) et le flux de

matière en fusion de la peau provenant du pas-
sage de matière en fusion de la couche exté-
rieure annulaire (180) se combinent soit à l’in-
térieur de l’extrémité de la buse (154), soit dans
une zone d’entrée avant de pénétrer dans une
entrée de moule (124).

2. Appareil de moulage par coinjection (100) selon la
revendication 1, comprenant en outre:

un manchon tubulaire (136, 536, 636) disposé
de manière à s’étendre dans un alésage longi-
tudinal (146) de la buse (120, 520) pour diviser
l’alésage de la buse (146) en un canal de fusion
de revêtement extérieur (150) et un canal de
fusion de matériau de noyau (152), dans lequel
le canal de fusion de revêtement extérieur (150)
est défini par une surface intérieure du manchon
(136, 536, 636) et le canal de fusion de matériau
de noyau concentrique (152) est défini entre une
surface extérieure du manchon (136, 536, 636)
et l’alésage de la buse (146); et
une tige de soupape (126) disposée de manière
coulissante dans le canal de fusion de revête-
ment extérieur (150) de la buse (120, 520) défini
par le manchon (136, 536, 636) et le passage
central de fusion du matériau de la peau (174)
de la pointe de la buse (154), aligné longitudi-
nalement.

3. Appareil de moulage par coinjection (100) selon la
revendication 2, dans lequel la tige de soupape (126)
peut être actionnée entre une position de fermeture
de la porte, au moins une position partiellement ré-
tractée et une position entièrement rétractée.

4. Appareil de moulage par coinjection (100) selon les
revendications 2 à 3, dans lequel le diviseur de pointe
(164, 564) définit le passage central (174) de fusion
de la matière de la peau de la pointe de buse (154)
et comprend une ouverture centrale (176) à travers
une extrémité aval de celle-ci qui est alignée axiale-
ment avec l’entrée de moule (124) et à travers la-
quelle la tige de soupape (126) est disposée de ma-
nière coulissante.

5. Appareil de moulage par coinjection (100) selon la
revendication 4, dans lequel la pointe de buse (154)
comprend un capuchon de pointe (166, 566) dont
au moins une partie de la surface intérieure est es-
pacée d’une surface extérieure du diviseur de pointe
(164, 564) pour définir une partie aval (672b) du pas-
sage de fusion du matériau de noyau annulaire
(172), 572) entre eux et dans lequel le capuchon de
pointe (166, 566) comprend une ouverture centrale
(182, 582) à travers une extrémité aval de celui-ci
qui est axialement alignée avec l’ouverture centrale
du diviseur de pointe (176) et l’entrée de moule (124)
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de telle sorte que la tige de soupape (126) est dis-
posée de manière coulissante à travers celle-ci.

6. Appareil de moulage par coinjection (100) selon la
revendication 5, dans lequel chacun de la pluralité
de canaux de tunnel s’étendant latéralement (178)
est une ouverture s’étendant à travers le diviseur de
pointe (164) et le capuchon de pointe (166).

7. Appareil de moulage par coinjection (100) selon la
revendication 6, dans lequel l’embout de la buse
(154) comprend une base d’embout (162, 562) avec
une extrémité en aval en contact avec le capuchon
d’embout (166, 566), la base d’embout (162, 562)
ayant une surface intérieure (160) qui est espacée
d’une surface extérieure (156) d’un segment du
manchon (136, 536, 636) qui s’étend à l’intérieur de
l’extrémité de la buse (154) pour définir la partie
amont (672a) du passage de fusion du matériau du
noyau annulaire (172, 572) entre les deux.

8. Appareil de moulage par coinjection (100) selon la
revendication 7, dans lequel le diviseur de pointe
(164) et le capuchon de pointe (166, 566) définissent
une partie aval (672b) du passage de fusion de ma-
tériau de noyau annulaire (172, 572) et le manchon
(636) peut être actionné entre une position avancée
et une position rétractée, dans lequel un diamètre
intérieur d’un segment aval (637) du manchon (636)
est dimensionné pour glisser sur une surface exté-
rieure d’un segment amont (639) du diviseur de poin-
te (664), dans lequel, dans la position avant, une
extrémité aval (643) du manchon (636) ferme une
ouverture (695) pour la communication fluide entre
la partie amont (672a) du passage de fusion du ma-
tériau du noyau annulaire (172, 572) et la partie aval
(672b) du passage de fusion du matériau du noyau
annulaire (172, 572), et dans lequel, dans la position
rétractée, l’extrémité aval (643) du manchon (626)
ouvre l’ouverture (695) pour la communication fluide
entre la partie amont (672a) du passage de fusion
du matériau du noyau annulaire (172, 572) et la par-
tie aval (672b) du passage de fusion du matériau du
noyau annulaire (172, 572).

9. Appareil de moulage par coinjection (100) selon les
revendications 1 à 8, dans lequel la pointe de la buse
(154) est retenue à une extrémité aval de la buse
(120, 520) par un dispositif de retenue de pointe fileté
(168).

10. Appareil de moulage par coinjection (100) selon les
revendications 5 à 8, dans lequel l’embout de buse
(154) est fixé à l’intérieur d’une extrémité aval de la
buse (520) via un dispositif de retenue d’embout fi-
leté (168), le dispositif de retenue d’embout (168)
ayant une surface intérieure qui est espacée d’une
surface extérieure du capuchon d’embout pour dé-

finir entre elles le passage annulaire de fusion de la
couche extérieure (180).

11. Appareil de moulage par coinjection (100) selon les
revendications 9 à 10, dans lequel la surface aval
(175) du capuchon de pointe (166) et la surface aval
du dispositif de retenue de pointe (168) (177) sont
espacées d’une structure d’entrée (122) par un es-
pace (169) dans la zone d’entrée qui entoure l’entrée
de moule (124).

12. Appareil de moulage par coinjection (100) selon les
revendications 1 à 11, dans lequel chacun des mul-
tiples canaux du tunnel (778) s’étend latéralement à
un angle aigu par rapport à l’écoulement général du
matériau de la couche de peau dans le passage cen-
tral de fusion du matériau de la peau (674).

13. Appareil de moulage par coinjection (100) selon les
revendications 1 à 12, dans lequel le passage an-
nulaire (572) de matériau de noyau comprend en
outre une première chambre de décompression an-
nulaire (594) en amont de la pluralité d’alésages lon-
gitudinaux (592) ; une deuxième chambre de dé-
compression annulaire (596) à l’endroit où le flux de
fusion du matériau de noyau sort de la pluralité d’alé-
sages longitudinaux (592).

14. Appareil de moulage par coinjection (100) selon les
revendications 7 à 13, dans lequel le diviseur de
pointe (164), le capuchon de pointe (166) et la base
de pointe (162) sont brasés ensemble pour former
la pointe de buse (154).
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