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(57) ABSTRACT 
The object of the invention is to provide a method for 
molding a resin-molded article having an excellent surface 
appearance Without any resin-intrusion part on the front 
surface of a skin thereof. In the invention; the skin is placed 
on a part of a inner Wall of a mold and then injecting a 
synthetic resin into a cavity of the mold to effect an integral 
molding of a resin-molded article having the skin on a part 
thereof; Wherein a mold having a ?rst gate on a ?rst inner 
Wall part located on the part other than the back surface of 
the skin placed on the inner Wall of said mold and a second 
gate on a second inner Wall part Which faces the back surface 
of the skin placed on the inner Wall is employed; and 
Wherein the synthetic resin is ?rst injected from said ?rst 
gate until the tip portion of the synthetic resin comes close 
to the edge of said skin; and then the synthetic resin is 
injected from the second gate. 
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Fig. 7 
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METHODS FOR MOLDING RESIN-MOLDED 
ARTICLES 

BACKGROUND OF THE INVENTION 

[0001] 1. Field of the Invention 

[0002] The present invention relates to a method for 
molding a resin-molded article having a skin integrally 
molded on-a part of the surface thereof, such as an instru 
ment panel for an automobile. 

[0003] 2. Description of the Related Art 

[0004] While a resin-molded article made from a synthetic 
resin is employed as an instrument panel or a door trim for 
an automobile, it partially has a skin on its surface to 
improve the physical properties and the surface appearance. 

[0005] As shoWn in FIG. 12, for example, a resin-molded 
article 9 partially having a skin on its surface consists of a 
resin-made part 91 Which is a synthetic resin body having a 
skin 95 integrally molded thereto. 

[0006] The skin 95 can have, for eXample, a vinyl chloride 
layer on the front surface and a polypropylene foam layer on 
the back surface. 

[0007] The conventional resin-molded article is molded 
by placing a skin on a portion of the inner Wall of a cavity 
of a mold and then injecting a synthetic resin into the cavity 
from a gate 8 (FIG. 12) toWard the skin 95. 

[0008] HoWever, the resin-molded article 9 molded as 
described above may undergo intrusion of the synthetic resin 
91 far onto the front surface at the edge of the skin 95 as 
shoWn in FIG. 12, thereby forming a resin-intrusion 910. As 
a result, the appearance of the resin-molded article 9 is 
adversely affected. 

SUMMARY OF THE INVENTION 

[0009] Therefore, the object of the present invention is to 
provide a method for molding a resin-molded article having 
an eXcellent surface appearance Without formation of any 
resin-intrusion on the front surface of the skin. 

[0010] In the ?rst aspect of the present invention, the 
present invention provides a method for molding a resin 
molded article by placing a skin on a portion of an inner Wall 
of a mold and then injecting a synthetic resin into a cavity 
of the mold to effect an integral molding of a resin-molded 
article With the skin on a portion thereof. 

[0011] The mold has a ?rst gate on a ?rst inner Wall part 
located aWay from the back surface of the skin Which has 
been placed on the inner Wall of the molding. Asecond gate 
is located on a second inner Wall and facing the back surface 
of the skin. 

[0012] The synthetic resin is ?rst injected from the ?rst 
gate until a resin comes close to the edge of the skin, and 
then the synthetic resin is injected from the second gate. 

[0013] A key feature of the ?rst aspect of the invention is 
that the injection of the synthetic resin is performed by 
injecting the synthetic resin initially from the ?rst gate until 
the tip portion of the synthetic resin comes close to the edge 
of the skin and then subsequently injecting the synthetic 
resin from the second gate. 
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[0014] The effects and the advantages of the ?rst aspect of 
the present invention are discussed beloW. 

[0015] A skin is placed on a portion of the inner Wall of a 
mold as described above, and after mold clamping, a syn 
thetic resin is injected from the ?rst gate. Then the synthetic 
resin is continuously injected until its tip portion comes 
close to the edge of the skin. 

[0016] Subsequently, before the tip portion of the syn 
thetic resin from the ?rst gate comes to the edge of the skin, 
the synthetic resin is injected from the second gate. Injec 
tion, this time, is performed toWard a back surface of the 
skin. Then, the synthetic resin moves through the space 
betWeen the back surface of the skin and the second inner 
Wall of the mold toWard the edge of the skin, Where a top of 
How of the resin from the second gate fuses With the tip 
portion of the synthetic resin injected from the ?rst gate at 
a point near the edge of the skin. 

[0017] It is important here that the synthetic resin injected 
from the second gate presses the skin in the direction of the 
inner Wall of the mold since it is injected onto the back 
surface of the skin. As a result, the edge of the skin is also 
pressed in the direction of the inside of the inner Wall, 
Whereby preventing the intrusion of the synthetic resin onto 
the front surface of the skin. 

[0018] Moreover, since the tip portion of the synthetic 
resin injected from the ?rst gate goes only to the point just 
before the edge of the skin, the intrusion described above is 
also prevented. As a result, a ?nal resin-molded article has 
a satisfactory surface appearance on the front surface of the 
skin. 

[0019] In the second aspect of the present invention, the 
present invention provides a method for molding a resin 
molded article comprising placing a skin on a part of the 
inner Wall of a mold and then injecting a synthetic resin into 
a cavity of the mold to effect an integral molding of a 
resin-molded article having the skin on a part thereof. 

[0020] The method uses a mold Which has a second gate 
on the second inner Wall part Which faces the back surface 
of the skin Which has been placed on the inner Wall of the 
mold and a ?rst gate on a ?rst inner Wall part located aWay 
from the back surface of the skin. The method comprises the 
steps of: 

[0021] injecting the synthetic resin only from the 
second gate; and 

[0022] performing dWelling by pressuriZation from 
the ?rst gate Which is subsequently opened after the 
completion of injection of the synthetic resin from 
the second gate. 

[0023] Akey feature in the second aspect of the invention 
is that a mold employed only has a second gate from Which 
a synthetic resin is injected. After completion of the injection 
from the second gate, a ?rst gate is opened to effect dWelling 
by pressuriZation from the ?rst gate. 

[0024] The mold described above has a ?rst gate and a 
second gate. The ?rst gate is closed during injection of a 
synthetic resin. 

[0025] The effect of the second aspect of the invention is 
discussed beloW. 
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[0026] In the second aspect of the invention, a skin is 
placed on a part of the inner Wall of a mold as described 
above, and after mold clamping, a synthetic resin is injected 
only from the second gate. The injected synthetic resin from 
the second gate ?lls the entire cavity of the molding. As a 
result, the synthetic resin injected from the second gate is 
initially brought into contact With the back surface of the 
skin, and then spreads in the mold and presses against and 
spreads to the edges of the skin. Subsequently, the resin goes 
beyond the edge of the skin toWard the portion of the Wall 
Which is not covered With skin. 

[0027] Accordingly, no synthetic resin goes around the 
edge of the skin to the front surface of the skin, thereby 
ensuring the prevention of a peeled skin Which causes a 
quality problem. 
[0028] The injection of the synthetic resin is performed 
only from the second gate. Therefore, there is no need for 
fusion of the resin from the second gate With the synthetic 
resin injected from another gate, thereby ensuring the pre 
vention of a Weld Which tends to form at the point of fusion. 

[0029] The mold described above is provided With a ?rst 
gate on the ?rst inner Wall located aWay from the back 
surface of the skin, and after completion of the injection of 
the synthetic resin from the second gate, the ?rst gate is 
opened to effect dWelling by pressuriZation from the ?rst 
gate. 

[0030] Thus, the dWelling by Which the synthetic resin is 
kept under pressure is performed for a period after the 
synthetic resin has ?lled the cavity. In this step, such 
dWelling is performed preferably utiliZing the ?rst gate 
described above and the pressuriZation by the second gate is 
discontinued. By such a procedure, a direct and excessive 
pressuriZation from the second gate onto the skin can be 
avoided, thereby reducing damage to the skin substantially. 
As a result, the conventional problems experienced fre 
quently, such as a depressed skin, can be avoided. 

[0031] According to the ?rst and second aspects of the 
present invention, a method for molding a resin-molded 
article having an excellent surface appearance Without form 
ing a resin-intrusion on the front surface of the skin is 
provided. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0032] FIG. 1 is an explanatory illustration shoWing a 
method for molding a resin-molded article according to a 
?rst Embodiment of the invention; 

[0033] FIG. 2 is an explanatory illustration shoWing a 
later stage of the method for molding a resin-molded article 
of FIG. 1; 

[0034] FIG. 3 is an explanatory illustration shoWing a 
later stage of the method for molding a resin-molded article 
of FIG. 2; 

[0035] FIG. 4 is an explanatory illustration shoWing 
instrument panels according to Embodiments 2 and 6; 

[0036] FIG. 5 is a perspective vieW of FIG. 4, taken along 
the A-A line; 

[0037] FIG. 6 is an explanatory illustration shoWing a skin 
according to the second and sixth Embodiments of the 
invention; 
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[0038] FIG. 7 is an explanatory illustration shoWing a 
door trim according to the third and seventh Embodiments 
of the invention; 

[0039] FIG. 8 is a perspective vieW of FIG. 7, taken along 
the line B-B; 

[0040] FIG. 9 is an explanatory illustration shoWing a 
method for molding a resin-molded article according to the 
?fth Embodiment of the invention; 

[0041] FIG. 10 is an explanatory illustration shoWing a 
later stage of the method for molding a resin-molded article 
of FIG. 9; 

[0042] FIG. 11 is an explanatory illustration shoWing a 
later stage of the method for molding a resin-molded article 
of FIG. 10; 

[0043] FIG. 12 is an explanatory illustration shoWing 
problems of a resin-molded article in the conventional 
method. 

DETAILED DESCRIPTION OF THIS 
INVENTION 

[0044] A key feature of the ?rst aspect of the invention is 
that the injection of the synthetic resin is performed by 
injecting the synthetic resin ?rst from the ?rst gate until the 
tip portion of the synthetic resin comes close to the edge of 
the skin and then injecting the synthetic resin from the 
second gate. 

[0045] In the ?rst aspect of the invention, the injection of 
the synthetic resin from the ?rst gate is ceased preferably at 
the point in time When the distance betWeen the tip portion 
of the resin and the edge of the skin is betWeen 0 to 10 cm. 
When the distance betWeen the tip portion of the resin and 
the edge of the skin is less than 0 cm, namely, When the tip 
portion of the synthetic resin injected goes over the edge 
onto the skin, a slight intrusion of the resin around the edge 
may be formed. 

[0046] On the other hand, When the distance exceeds 10 
cm, the distance betWeen the edge of the skin and the tip 
portion of the resin injected from the ?rst gate is large, and 
the volume of the cavity betWeen the tWo is increased, Which 
must be ?lled With an increased amount of the synthetic 
resin from the second gate. This results in a prolonged 
injection molding time. 

[0047] This is also because of a reduced clearance 
betWeen the back surface of the skin and the inner Wall of the 
resin-molded article, Which causes the synthetic resin 
injected from the second gate to go sloWly there through. As 
a result, an increased amount of the synthetic resin supplied, 
as described above, leads to an increased time period for the 
total injection molding process. 

[0048] In addition, fusion of the synthetic resin at a site 
distant from the edge of the skin may cause a more evident 
Weld. 

[0049] Preferably, a plurality of the ?rst gates and the 
second gates are provided on the ?rst inner Wall part and the 
second inner Wall part, respectively. 

[0050] In such a case, the synthetic resin injected from the 
plural second gates exerts pressure onto the back surface of 
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the skin at tWo or more pressing points. As a result, the 
formation of a resin-intrusion is further prevented. 

[0051] In addition, the injection of the synthetic resin can 
be completed in a shorter period. 

[0052] It is preferable to continuously perform dWelling of 
a molded article from the second gate after injection of the 
synthetic resin from the second gate. 

[0053] In such a case, the synthetic resin is ?rst injected 
from the ?rst gate, and then the ?rst gate is closed, and 
thereafter the injection of the synthetic resin from the second 
gate folloWed from the dWelling by the second gate. Accord 
ingly, the skin serves to reduce the pressure and a little time 
period elapses until the dWelling pressure is applied to the 
part of the article having no skin. As a result, burr formation 
can be controlled. 

[0054] Preferably, after injection of the synthetic resin 
from the second gate, the second gate is closed. Thereafter 
the ?rst gate is opened to effect dWelling of the molded 
article. 

[0055] In such a case, the synthetic resin is ?rst injected 
from the ?rst gate, and then the ?rst gate is closed, and 
thereafter the synthetic resin is injected from the second gate 
and subsequently the second gate is closed, and ?nally the 
?rst gate is opened again for dWelling of the molded article. 

[0056] Thus, since the injection of the synthetic resin from 
the second gate is folloWed by re-opening of the ?rst gate for 
dWelling, a little time period elapses until the dWelling 
pressure is applied to the part of the article having no skin. 
As a result, burr formation can be controlled. 

[0057] The ?rst aspect of the present invention can be 
applied to molding of automobile components such as 
instrument panels, door trims, console boXes, console lids 
and the like. 

[0058] Akey feature of the second aspect of the invention 
is that a synthetic resin is ?rst injected only from a second 
gate and after completion of the injection from the second 
gate, a ?rst gate is opened to effect dWelling by pressuriZa 
tion from the ?rst gate. 

[0059] Preferably, the pressuriZation from the ?rst gate is 
conducted by means of the injection pressure of the syn 
thetic resin. Thus, preferably the synthetic resin is supplied 
also to the ?rst gate and the ?rst gate is opened to perform 
dWelling by means of the injection pressure of the synthetic 
resin. As a result, a suf?cient dWelling pressure can readily 
be obtained While the structure of the mold can still be kept 
simple as conventional. 

[0060] The second aspect of the present invention can be 
applied to molding of a resin-mold article having a skin on 
a part thereof, such as instrument panels and door trims for 
an automobile. 

EMBODIMENTS 

[0061] Embodiment 1 

[0062] A method for molding a resin-molded article hav 
ing a skin on a portion thereof according to Embodiment 1 
of the ?rst aspect of the present invention is discussed With 
reference to FIGS. 1 to 3. 
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[0063] The method for molding of Embodiment 1 
employs a mold 1 having a ?rst gate 11 on a ?rst inner Wall 
part 101 located aWay from a back surface 22 of a skin 2 
placed on a inner Wall 10 of the mold 1 and a second gate 
12 on a skin-facing inner Wall part 102 Which faces the back 
surface 22 of the skin 2. 

[0064] For molding, as shoWn in FIG. 1, a synthetic resin 
31 is injected from the ?rst gate 11 and the ?rst gate 11 is 
closed When the tip portion 310 of the synthetic resin 31 
comes to the point 0 to 10 cm distant from an edge 25 of the 
skin 2. Then, as shoWn in FIG. 2, the synthetic resin 31 is 
injected from the second gate 12 and dWelling is performed 
as the second gate 12 remains opened. 

[0065] Consequently, as shoWn in FIG. 3, both of the 
synthetic resins 31 described above fuse With each other and 
become one, Whereby obtaining a resin-molded article hav 
ing the skin 2 thereon. 

[0066] In this embodiment, the skin 2 is placed With its 
front surface 21 being in contact With the inner Wall 10 of the 
mold 1. Such a contact can be achieved by temporary 
attachment using pins or vacuum adsorption using a suction 
device. BetWeen the back surface 22 of the skin 2 and the 
second inner Wall part 102, a second cavity 32 is established. 
Further, betWeen the inner Wall 10 of the mold 1 and the ?rst 
inner Wall part 101, a ?rst cavity 15 is established. 

[0067] The effect of this embodiment is discussed beloW. 

[0068] In this embodiment, the skin 2 is placed on a part 
of the inner Wall 10 of the mold 1, and after mold clamping, 
the synthetic resin 31 is injected from the ?rst gate 11. When 
the tip portion 310 of the synthetic resin 31 comes to the 
point 0 to 10 cm distant from the edge 25 of the skin 2, the 
?rst gate 11 is closed. 

[0069] Subsequently, before the tip portion 310 of the 
synthetic resin 31 injected from the ?rst gate 11 comes to the 
edge 25 of the skin 2, the synthetic resin 31 is injected from 
the second gate 12. This injection is performed toWard the 
back surface 22 of the skin 2. 

[0070] The synthetic resin 31 comes through the space 
betWeen the back surface 22 of the skin 2 and the second 
inner Wall part 102 of the mold toWard the edge 25 of the 
skin 2, and is fused With the tip portion 310 of the synthetic 
resin 31 injected from the ?rst gate 11 Which is located 
nearer than the edge 25. Then, dWelling is performed as the 
second gate 12 remains opened. 

[0071] It is important here that the synthetic resin 31 
injected from the second gate 12 is injected toWard the back 
surface 22 of the skin 2 thereby coming through the cavity 
and pressing the skin 2 onto the inner Wall 10 of the mold. 
Accordingly, the edge 25 of the skin 2 is also pressed in the 
direction of the inner Wall 10, thereby preventing the syn 
thetic resin 31 from going around the edge onto the front 
surface of the skin 2. 

[0072] Moreover, since the tip portion 310 of the synthetic 
resin 31 injected from the ?rst gate 11 goes only to a point 
near the edge 25 of the skin 2, it does not go around the edge 
as described above. As a result, a resin-molded article 
obtained also has an excellent appearance on the front 
surface 21 of the skin 2. 

[0073] In Embodiment 1, the synthetic resin is ?rst 
injected from the ?rst gate 11, and then the ?rst gate 11 is 
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closed, and subsequently the synthetic resin 31 is injected 
from the second gate 12 and dwelling is continuously 
performed by the second gate 12. Thus, the skin 2 serves to 
reduce the pressure and a little time period elapses until the 
dWelling pressure is applied to the part of the article having 
no skin. As a result, burr formation can be controlled. 

[0074] In addition, the molding can be performed at a 
pressure loWer than that employed in an ordinary injection 
molding process. 

[0075] Embodiment 2 

[0076] Embodiment 2 is an eXample of an application of 
the ?rst aspect of the invention to an instrument panel 4 of 
an automobile as shoWn in FIGS. 4 to 6. 

[0077] The instrument panel 4 comprises a resin part 3 
entirely formed from a synthetic resin and a skin 2 on the top 
surface of the instrument panel as shoWn in FIGS. 4 and 5. 

[0078] In Embodiment 2, plural ?rst gates 111 and 112 and 
plural second gates 121 and 122 are employed as shoWn in 
FIG. 5. The skin employed is a three-layered skin consisting 
of a top layer 201 made from vinyl chloride, an inner layer 
202 made from polypropylene foam, and a substrate 203 
made from polypropylene resin, as shoWn in FIG. 6. The 
synthetic resin for the resin part 3 is polypropylene. 

[0079] In order to mold the instrument panel 4, the skin 2 
is provided on a part of the inner Wall of the mold similarly 
as in Embodiment 1, and the synthetic resin is injected 
sequentially from the plural ?rst gates 111 and 112, and the 
second gates 121 and 122 similarly as in Embodiment 1. 

[0080] In Embodiment 2, the injection of the synthetic 
resin from the ?rst gate Was discontinued When the tip 
portion 310 of the synthetic resin reached a point 2 cm from 
the edge of the skin 2, and subsequently the second gate Was 
opened. DWelling by the second gate Was performed for 15 
to 20 seconds. 

[0081] The production of the instrument panel of Embodi 
ment 2 is performed by the same method as described in 
Embodiment 1. 

[0082] According to Embodiment 2, an instrument panel 
having an eXcellent surface appearance With no resin-intru 
sion on the front surface of the skin 2 can be obtained. 

[0083] Embodiment 3 

[0084] Embodiment 3 is an eXample of an application of 
the ?rst aspect of the invention to a door trim of an 
automobile as shoWn in FIGS. 7 and 8. 

[0085] The door trim has a resin part 30 formed entirely 
from a synthetic resin With a skin 20, as shoWn in the both 
?gures. In these ?gures, an arm rest 451, a speaker boX 452 
and a pocket 453 are also shoWn. 

[0086] As the skin 20, a fabric backed With a polypropy 
lene street on its back surface is used. Polypropylene is used 
as the synthetic resin. 

[0087] Plural ?rst gates 115 and 116, and plural second 
gates 125 and 126 are employed. 

[0088] The production of the instrument panel of Embodi 
ment 3 is performed by the same method as described in 
Embodiment 1. 
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[0089] According to this embodiment, an instrument panel 
(a door trim) having an eXcellent surface appearance With no 
resin-intrusion on the front surface of the skin 20 can be 
obtained. 

[0090] Embodiment 4 

[0091] In this embodiment, a synthetic resin 31 is ?rst 
injected from a ?rst gate 11 and then the ?rst gate 11 is 
closed When a tip portion 310 of the synthetic resin 31 
reaches a point 0 to 10 cm from an edge 25 of a skin 2, and 
subsequently the synthetic resin 31 is injected from a second 
gate 12, to ?ll the mold With the required synthetic resin for 
a molded article. Then the second gate 12 is closed and 
?nally the ?rst gate 11 is reopened to perform dWelling 
thereof (see FIGS. 1 to 3). 

[0092] The production of the instrument panel of Embodi 
ment 4 is performed by the same method as described in 
Embodiment 1. 

[0093] In this method, the synthetic resin is ?rst injected 
from the ?rst gate and subsequently the ?rst gate is closed, 
and then the synthetic resin is injected from the second gate 
12 and subsequently the second gate 12 is closed, and ?nally 
the ?rst gate 11 is reopened to perform dWelling thereof. 

[0094] Namely, since the dWelling is performed by 
reopening the ?rst gate 11 after injection of the synthetic 
resin from the second gate 12, a little time period elapses 
until the dWelling pressure is applied to the part of the article 
having no skin. As a result, burr formation can be controlled. 

[0095] Further, since the dWelling is performed by the ?rst 
gate 11 Which is located aWay from the skin, the dWelling 
pressure is not directly applied against the skin 2 for along 
time period. Accordingly, concentrated pressuriZation on a 
speci?c part of the skin 2 can be eliminated, thereby 
preventing the skin 2 from being damaged. 

[0096] The other effects according to Embodiment 4 are 
the same as those of Embodiment 1. 

[0097] Embodiment 5 

[0098] A method for molding a resin-molded article par 
tially having a skin of the second aspect of this invention is 
described With reference to FIGS. 9 to 11. 

[0099] The method for molding according to Embodiment 
5, Which is illustrated in FIGS. 9 to 11, employs a mold 1 
provided With a second gate 12 on a skin-facing inner Wall 
part 102 located near a back surface 22 of a skin 2. The skin 
2 is placed on an inner Wall 10 of the mold 1. Also in the 
mold 1, the ?rst gate 11 is provided on the ?rst inner Wall 
part 101 located aWay from the back surface 22 of the skin 
2. 

[0100] During molding, a synthetic resin 34 is injected 
only from the second gate 12 as shoWn in FIG. 9. After 
completion of the injection of the synthetic resin 34 from the 
second gate 12 as shoWn in FIG. 10, the ?rst gate 11 is 
opened to effect dWelling by pressuriZation by the ?rst gate 
11 as shoWn in FIG. 11. This pressuriZation by the ?rst gate 
is effected by means of the injection pressure of the synthetic 
resin 34 as shoWn in FIG. 11. As a result, a resin-molded 
article having the skin 2 on a part thereof can be obtained. 

[0101] In Embodiment 5, the skin 2 is placed With its front 
surface 21 being in contact the With the inner Wall 10 of the 
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mold. This can be achieved by means of conventional 
placing methods such as vacuum adsorption or retention by 
pins. 
[0102] The effect of this embodiment is discussed below. 

[0103] In Embodiment 5, the skin 2 is placed on a part of 
the inner Wall of the mold 1, and after mold clamping, the 
synthetic resin 34 is injected from the second gate 12 only 
until it ?lls the cavity 15 of the mold 1 entirely. 

[0104] As a result, the synthetic resin 34 injected from the 
second gate 12 contacts the back surface 22 of the skin 2 ?rst 
and thereafter spreads to both sides While pressing the skin 
2 onto the mold 10. Then it moves along the back surface 22 
of the skin and then goes beyond the edge 25 toWard the part 
having no skin. 

[0105] Accordingly, the synthetic resin is prevented from 
going around the edge 25 of the skin 2 onto the front surface 
21, thereby ensuring the prevention of a peeled skin Which 
causes a quality problem. 

[0106] The injection of the synthetic resin 34 is performed 
only from the second gate 12. Therefore, there is no need of 
fusion With the synthetic resin injected from another gate. 
This insures the prevention of a Weld Which tends to be 
formed at the point of fusion. 

[0107] Also in Embodiment 5, the ?rst gate 11 is provided 
as described above, and after completion of the injection of 
the synthetic resin 34 from the second gate 12, the ?rst gate 
11 is opened and dWelling is performed by pressurization by 
the ?rst gate 11. Thus, When dWelling is conducted after 
?lling the cavity 15 With the synthetic resin 34, the pres 
surization by the ?rst gate 11 is employed but the pressur 
ization by the second gate 12 is discontinued. 

[0108] As a result, direct and excessive pressurization 
from the second gate 12 onto the skin 2 can be eliminated, 
thereby reducing damage to the skin 2 substantially. There 
fore, the conventional problems experienced frequently, 
such as a depressed skin, can be avoided. 

[0109] As described above, the pressurization by the ?rst 
gate 11 is performed by means of the injection pressure of 
the synthetic resin 34. As a result, a suf?cient dWelling 
pressure can readily be obtained While the structure of the 
mold can still be kept simple as conventional. 

[0110] Embodiment 6 

[0111] Embodiment 6 is an eXample of an application of 
the second aspect of the invention to an instrument panel 4 
of an automobile as shoWn in FIGS. 4 to 6. 

[0112] In order to mold the instrument panel 4 described 
above, the skin 2 is provided on a part of the inner Wall of 
the mold similarly as in Embodiment 5, and the synthetic 
resin is injected only from plural ?rst gates 121 and 122. 
After ?lling the cavity of the mold With the synthetic resin, 
the second gates 121 and 122 are closed and the ?rst gates 
111 and 112 are opened for dWelling. The production of the 
instrument panel of Embodiment 6 is performed by the same 
method as described in Embodiment 2 or 5. 

[0113] According to Embodiment 6, the instrument panel 
4 having an eXcellent surface appearance Without any resin 
intrusion part on the front surface of the skin 2 can be 
obtained. 
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[0114] Embodiment 7 

[0115] Embodiment 7 is an eXample of application of the 
second aspect of this invention to a door trim of an auto 
mobile as shoWn in FIGS. 7 and 8. 

[0116] For the skin 20, a fabric With a polypropylene sheet 
on its back surface is used, and polypropylene is used as the 
synthetic resin. 

[0117] Plural ?rst gates 115 and 116, and plural second 
gates 125 and 126 are used as the ?rst gate and the second 
gate. 

[0118] The other features of this embodiment are the same 
as those in Embodiments 3 and 6. 

[0119] According to this embodiment, an instrument panel 
having an eXcellent surface appearance With no resin-intru 
sion on the front surface of the skin 20 can be obtained. 

[0120] This application incorporates herein by reference 
foreign priority documents Japanese Patent Application 
369152/1997 and Japanese Patent Application 369160/1997 
in their entirety. 

What is claimed is: 
1. A method of molding a resin-molded article With a skin 

on a portion thereof comprising: 

placing said skin on a portion of an inner Wall of a mold, 
said skin having a back surface and a front surface, With 
said front surface of said skin facing said inner Wall of 
said mold; 

?rst injecting a synthetic resin from a ?rst gate into said 
mold so that tip portion said synthetic resin does not 
reach an edge of said skin; 

second injecting a synthetic resin from a second gate to ?ll 
a cavity of said mold; 

Wherein said ?rst gate is located aWay from said back 
surface of said skin; and 

Wherein said second gate is located facing said back 
surface of said skin. 

2. The method of claim 1, Wherein said synthetic resin 
injected from said second gate presses against said skin in 
the direction of said inner Wall. 

3. The method of claim 1, Wherein a top of How of said 
synthetic resin injected from said second gate meets said tip 
portion of said synthetic resin injected from said ?rst gate at 
a point near said edge of said skin. 

4. The method of claim 1, Wherein said synthetic resin is 
a polypropylene resin. 

5. The method of claim 1, Wherein a layer consisting of 
said back surface of said skin is a polypropylene sheet. 

6. The method of molding of claim 1, Wherein the 
injection of said synthetic resin from said ?rst gate is ceased 
When a distance betWeen the tip portion of the resin and the 
edge of the skin is betWeen 0 to 10 cm. 

7. The method of claim 1, Wherein said mold has a 
plurality of ?rst gates on said ?rst inner Wall part and a 
plurality of the second gates on said second inner Wall part. 

8. The method of claim 1, Wherein said skin has three 
layers consisting of a vinyl chloride top layer, a polypropy 
lene foam inner layer and a polypropylene resin bottom 
layer. 
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9. The method of claim 1, wherein after completion of 
?lling of the cavity With the synthetic resin, performing 
dwelling by the ?rst gate. 

10. The method of claim 9, Wherein said dWelling is 
performed continuously after injection of the synthetic resin 
from the second gate. 

11. The method of claim 1, Wherein after the synthetic 
resin is injected from the second gate, closing the second 
gate and then opening the ?rst gate for dWelling of the 
molded article. 

12. Amethod for molding a resin-molded article having a 
skin on a portion thereof comprising: 

placing said skin on a portion of an inner Wall of a mold, 
said skin having a back surface and a front surface, With 
said front surface of the skin facing said inner Wall of 
said mold; Wherein said mold has a second gate on a 
second inner Wall part facing said back surface of said 
skin, and a ?rst gate on a ?rst inner Wall part located 
aWay from the back surface of the skin; 

injecting a synthetic resin into a cavity of the mold only 
from said second gate; 

performing dWelling by pressuriZation by the ?rst gate by 
opening said ?rst gate after completion of the injecting 
of the synthetic resin from said second gate; and 

effecting an integral molding of said resin-molded article 
having the skin on a portion thereof. 

13. The method of claim 12, Wherein the pressuriZation 
from the ?rst gate is conducted by means of the injection 
pressure of the synthetic resin. 
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14. The method of claim 12, Wherein said synthetic resin 
injected from said second gate initially comes into contact 
With the back surface of the skin, and then spreads through 
the mold While pressing against the skin to ?ll the mold. 

15. A method of molding a resin-molded article With a 
skin on a portion thereof comprising: 

placing said skin on a portion of an inner Wall of a mold, 
said skin having a back surface and a front surface, With 
said front surface of the skin facing said inner Wall of 
said mold; 

injecting a synthetic resin into a cavity of the mold to 
effect an integral molding of said resin-molded article 
having said skin on a portion thereof; 

Wherein said mold has a at least one ?rst gate on a ?rst 
inner Wall part located aWay from said back surface of 
said skin, said mold further having at least one second 
gate on a second inner Wall part facing said back 
surface of said skin; and 

Wherein the synthetic resin is ?rst injected from said ?rst 
gate until a tip portion of the synthetic resin comes near 
to an edge of said skin, and then the synthetic resin is 
injected from said second gate. 

16. The method of claim 15, Wherein said synthetic resin 
injected from said second gate fuses With the tip portion of 
the synthetic resin injected from the ?rst gate at a point near 
the edge of said skin. 

17. The method of claim 15, Wherein the skin is a fabric 
backed polypropylene sheet. 

* * * * * 


