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Description

[0001] The present invention relates to a method for manufacturing a pneumatic tire having a noise damper, more
particularly to a method for fixing a noise damper to the inner surface of a vulcanized tire.
[0002] In order to reduce a tire noise generated during running, a noise damper made of a sponge material and
disposed in a tire cavity has been proposed, for example, as disclosed in Japanese patent application publication
No.2003-063208. such a noise damper prevents or interrupts resonances of the tire cavity, namely, vibrations of the air
filled therein. Further, as the damper is adhered to the inside of the tread portion, vibrations of the tread portion can be
reduced.
[0003] During running, the tread portion is deformed such that the part in the ground contacting patch becomes
relatively flat whereas the remaining major part is generally cylindrical. Accordingly, the boundary between the flat part
and the cylindrical part has a relatively small radius of curvature. The boundary having such small-radius-curvature
moves relatively around the tire axis as the tire rotates. Accordingly, a damper fixed to the inner surface of the tread
portion is repeatedly subjected to bending deformation and compressive and tensile strain.
[0004] Therefore, the noise damper potentially tends to separate partially from the tire during long-term use or under
high-temperature or very cold service conditions.
[0005] On the other hand, double-sided adhesive tapes are now widely used in various fields as being a simple and
easy way of fixation. But, a long-term use within a pneumatic tire is, for the double-sided adhesive tapes, yet an unknown
category of usage, and a method for evaluating the double-sided adhesive tapes suitable for tires is not yet established.
[0006] A pneumatic tire having the features of the preamble of claim 12 is described in EP 1 510 366 A1.
[0007] It is an object of the present invention to provide a method for manufacturing a pneumatic tire having a noise
damper, in which the noise damper can be stably and tightly fixed to the inner surface of the tread portion by the use of
a double-sided adhesive tape, and an improved pneumatic tire.
[0008] This object is achieved with a method having the features of claim 1 and a pneumatic tire having the features
of claim 12. Subclaims are directed to preferable embodiments.
[0009] As a result of researches and studies made by the inventor, new criteria for the double-sided adhesive tape
was established. According thereto, the double-sided adhesive tape has to possess at least an adhesive force within
the claimed range, and it is preferable that the following conditions are satisfied furthermore:

(1) the double-sided adhesive tape has a cold-resistant property such that, when the tape undergoes a 90-degree
slide bending test at -35 degrees C, the double-sided adhesive tape is not broken and does not separate from the
objects, namely the noise damper and tire rubber;
(2) the double-sided adhesive tape has a heat-resistant property such that when the tape undergoes a T-shape
separation test at 120 degrees c, the double-sided adhesive tape is not broken and does not separate from the
objects, and as a result, a cohesion failure is caused in the noise damper; and
(3) the double-sided adhesive tape has a water-resistant property such that when the tape undergoes a T-shape
wet separation test, the double-sided adhesive tape is not broken and does not separate from the objects, and as
a result, a cohesion failure is caused in the noise damper.

[0010] Further, it was also found as being preferable that:

(4) the double-sided adhesive tape has a tensile strength of at least 10 Newton/10mm-width; and
(5) the double-sided adhesive tape has two layers of different pressure sensitive adhesives, one suitable for the tire
rubber, and the other suitable for the noise damper.

* * Definitions
* T-shape separation test

[0011] In this specification, T-shape separation test is defined as follows.
[0012] First, a test specimen TP is made as shown in Fig.7, wherein a sponge strip 4s materially same as the noise
damper is adhered to one side 5a of the double-sided adhesive tape 5, and a rubber strip 9s materially same as the
inner surface layer of the tire is adhered onto the other side 5b.
The surface of the rubber strip 9S has a smooth surface whose ten-point average roughness Rz (Japanese Industrial
standard B0601) is at most 10 (micrometer), and the surface is cleaned up with a detergent and dried out before adhered.
[0013] In order that the sheets 4S and 9S wholly adhere to the adhesive tape, a rubber roller is reciprocated two times
on each sheet at a speed of 300 mm/minutes with a load of 10 kg, and then the test specimen TP is aged 72 hours at
room temperature.
[0014] The size of the sponge strip 4S is 10 mm in thickness, 20 mm in width and 120 mm in length. The size of the
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rubber strip 9S is 1 mm in thickness, 20 mm in width and 120 mm in length. The width of the double-sided adhesive
tape 5 is 20 mm, and the length is 80 mm. A non-adhered part M of 20 mm length is formed in each end portion of the
test specimen TP.
[0015] The test specimen TP is attached to a tensile testing machine in a form of "T" as shown in Fig.8, and the sheets
4S and 9S in one of the non-adhered parts M are pulled towards opposite directions at a speed of 300 mm/minute.
[0016] The tension (N) when either the sheet 4s or 9s start to separate from the double-sided adhesive tape 5 is
measured.

* T-shape separation test at 25 degrees C

[0017] This test means literally the T-shape separation test be carried out at about 25 degrees C. To be precise, the
T-shape separation test is carried out, using the test specimen having a normal temperature of 25 degrees C with a
tolerance of plus/minus 2 degrees C.

* T-shape separation test at 120 degrees C

[0018] This test means that the T-shape separation test is carried out, using the heated test specimen. To be specific,
the test specimen is put in an oven of 120 degrees C with a tolerance of plus/minus 2 degrees c so as to be heated to
the temperature. Then, the test specimen is took out therefrom, and the T-shape separation test is carried out at normal
room temperature, using the hot test specimen within 2 minutes after took out.

* T-shape wet separation test means

[0019] This test means that the T-shape separation test is carried out, using the wet test specimen. The test specimen
TP is soaked in water for 72 hours. Then, the test specimen is took out, and the T-shape separation test be carried out,
using the wet test specimen within 2 minutes after took out.

* 90-degree slide bending test

[0020] 90-degree slide bending test is defined in this specification as follows. In this test, a test specimen TP as
descried above and a test table M are used. As shown in Fig.9, the test table M has two smooth flat faces (a horizontal
face P1 and a vertical face P2) which are perpendicular to each other, and a corner CP therebetween is rounded by a
radius R of 1 mm. The test specimen TP is first placed on one of the two faces so that the rubber strip 9S contacts with
the flat face. Only the both ends of the rubber strip 9s are gripped with chuck, clamp or the like. Then, the test specimen
TP is slid on the above-mentioned one of the flat faces to the other through the corner CP, keeping the contact of the
rubber strip 9S with the faces. The speed TP to pass through the corner CP is 2 cm/sec. After the adhesive tape 5
completely passes through the corner CP, the test specimen TP is visually checked whether the adhesive tape 5 is
separated or not, whether the sponge strip 4s is broken or not.

* 90-degree slide bending test at -35 degrees C

[0021] This test means the 90-degree slide bending test be carried out using the frozen test specimen.
To be specific, the test specimen is put in a freezing chamber at -35 degrees C with a tolerance of plus/minus 2 degrees
C for one hour. Then, the test specimen is took out therefrom, and the 90-degree slide bending test is carried out at
normal room temperature using the cold test specimen within 2 minutes after took out.

* Specific gravity

[0022] The specific gravity of the sponge material is determined based on the apparent density measured according
to the Japanese Industrial standard K6400 "soft urethane foam test method". Para.5 "Apparent density".
[0023] Other and further objects, features and advantages of the invention will appear more fully from the following
description.
[0024] Embodiments of the present invention will now be described in detail in conjunction with the accompanying
drawings.
[0025] Fig.1 is a cross sectional view of an assembly of a wheel rim and a pneumatic tire with a noise damper according
to the present invention.
[0026] Fig.2 is a schematic cross sectional view of the assembly taken along a line A-A of Fig.1.
[0027] Fig.3 is a schematic cross sectional view of the tire for explaining a method for buffing the inner surface of the
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tread portion.
[0028] Fig.4 is an enlarged cross sectional view of the buffed surface.
[0029] Fig.5 is a cross sectional view of the pneumatic tire to which the noise damper is adhered.
[0030] Fig.6 is a cross sectional view of another example of the noise damper.
[0031] Fig.7 is an exploded perspective view of a test specimen used for evaluating adhesive properties of the double-
sided adhesive tape.
[0032] Fig.8 is a diagram for explaining the T-shape separation test.
[0033] Figs.9a, 9b and 9c are diagrams for explaining the 90-degree slide bending test.
[0034] According to the present invention, a pneumatic tire 3 has a troidal hollow body comprising a tread portion 3t,
a pair of axially spaced bead portions 3b and a pair of sidewall portions 3s extending between the tread edges and the
bead portions 3b, and the tire is provided in the hollow with a noise damper 4. As usual, the hollow body includes the
following reinforcing structures: a bead core 11 disposed in each of the bead portions 3b; a carcass 6 extending between
the bead portions 3b through the tread portion 3t and sidewall portions 3s; and a belt 10 disposed radially outside the
carcass 6 in the tread portion 3t.
[0035] The inner surface layer of the tire is made of an air-impermeable rubber compound. Usually, an innerliner 9
separate from the carcass 6 is disposed to cover the inner surface 3i of the tire. But, it may be possible to use the carcass
topping rubber as an airtight rubber layer instead of using the separate innerliner.
[0036] In this embodiment, the pneumatic tire 3 is a radial-ply tire for passenger cars, and the noise damper 4 is
adhered to the inner surface 3ti of the tread portion 3t.
[0037] The tire 3 is mounted on a wheel rim 2 and the tire hollow forms a closed cavity (i) to be filled with air. The
noise damper 4 is confined within the tire cavity.
[0038] The wheel rim 2 comprises: a pair of bead seats for tire beads; a pair of flanges extending radially outwardly
from the bead seats; and a rim well between the bead seats for tire mounting operation. In this example, the wheel rim
is fixed to a centersection (spoke or disk) 2b attached to the vehicle’s axle to form a two-piece wheel. Of course the rim
may be a part of a one-piece wheel. The wheel rim may be a specially-designed rim, but in this embodiment, a standard
wheel rim is used.
[0039] Here, the standard wheel rim is a wheel rim officially approved for the tire by standard organization, i.e. JATMA
(Japan and Asia), T&RA (North America), ETRTO (Europe), STRO (Scandinavia) and the like. The undermentioned
standard pressure and the standard tire load are the maximum air pressure and the maximum tire load for the tire
specified by the same organization in the Air-pressure/Maximum-load Table or similar list. For example, the standard
wheel rim is the "standard rim" specified in JATMA, the "Measuring Rim" in ETRTO, the "Design Rim" in TRA or the like.
The standard pressure is the "maximum air pressure" in JATMA, the "Inflation Pressure" in ETRTO, the maximum
pressure given in the "Tire Load Limits at various cold Inflation Pressures" table in TRA or the like. The standard load
is the "maximum load capacity" in JATMA, the "Load capacity" in ETRTO, the maximum value given in the above-
mentioned table in TRA or the like. In case of passenger car tires, however, the standard pressure and standard tire
load are uniformly defined by 200 kPa and 88 % of the maximum tire load, respectively.
[0040] The above-mentioned carcass 6 is composed of at least one ply 6A of cords arranged radially at an angle in
the range of from 70 to 90 degrees with respect to the tire equator c, extending between the bead portions through the
tread portion and sidewall portions, and turned up around the bead core 11 in each bead portion from the axially inside
to the axially outside of the tire to form a pair of turnup portions 6b and a main portion 6a therebetween. In this embodiment,
the carcass 6 is composed of a single ply 6A of organic fiber cords arranged radially at an angle of 90 degrees with
respect to the tire equator C.
[0041] Between each of the turned up portions 6b and the main portion 6a, a bead apex 8 made of a hard rubber
compound is disposed to reinforce the bead portion and sidewall lower portion. The bead apex 8 extends radially
outwardly from the bead core while tapering to its radially outer end.
[0042] The belt comprises a breaker 10 and optionally a band. In this embodiment, the belt consists of a breaker 10.
[0043] The breaker 10 comprises at least two cross plies: a radially inner ply 10A and a radially outer ply 10B, each
made of steel cords laid at an angle of about 10 degrees to about 35 degrees with respect to the tire equator C. Each
of the two cross plies extends across almost entire width of the tread portion 3t.
[0044] The band is usually disposed on the radially outside of the breaker 10 to improve the high-speed durability of
the tread portion. The band has a so called jointless structure formed by spirally winding at least one cord at an angle
of not more than 5 degrees with respect to the tire equator.
[0045] The innerliner 9 is disposed on the inside of the carcass 6 to cover substantially entire inner surface of the tire.
The innerliner 9 is made of an air-impermeable rubber compound which contains at least 60 parts by weight of butyl
rubber with respect to 100 parts by weight of all the rubber component. Preferably, the butyl rubber content is at least
70 parts by weight, more preferably at least 80 parts by weight, and at the maximum, 100 parts by weight. Further,
halogenated butyl rubber can be included as the butyl rubber.
[0046] In the case that the butyl rubber content is less than 100 pars by weight, as the rest of the rubber component,
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diene rubber, e.g. natural rubber, butadiene rubber, styrene-butadiene rubber, isoprene rubber, chloroprene rubber,
acrylonitrile butadiene rubber and the like can be included.
[0047] As usual, the air-impermeable rubber compound may further contain various additives, for example, vulcanizing
agent, vulcanization accelerator, antidegradant, reinforcing filler, and the like.
[0048] In this example, the innerliner rubber comprises 70 PHR of butyl rubber, 30 PHR of natural rubber, 60 PHR of
carbon black and additives.
[0049] In order to further increase the adhesion between the innerliner 9 and the carcass topping rubber, an intermediate
layer 12 can be disposed therebetween as shown in Fig.4, wherein, to be superior in adhesion to both of the carcass
topping rubber and the innerliner rubber, the intermediate layer 12 is made of a rubber compound containing at least
70 parts by weight of diene rubber (especially preferably natural rubber) with respect to 100 parts by weight of the rubber
component, and the layer 12 has a thickness of at most 1.0 mm.

* Noise damper

[0050] The noise damper 4 is fixed to the inside of the tread portion. Accordingly, to deform easily during running and
not to affect the running performance such as steering stability, the material of the damper must be a light-weight low-
density flexible material, e.g. formed rubber, foamed synthetic resins, cellular plastics and the like. In the case of foamed
materials (or sponge materials), an open-cell type and a closed-cell type can be used, but an open-cell type is preferred.
For example, synthetic resin sponges such as ether based polyurethane sponge, ester based polyurethane sponge,
polyethylene sponge and the like; rubber sponges such as chloroprene rubber sponge(CR sponge), ethylene-propylene
rubber sponge(EDPM sponge), nitrile rubber sponge(NBR sponge) and the like can be used.
Especially, polyethylene sponge, polyurethane sponges including ether based polyurethane sponge and the like are
preferably used in view of noise damping effect, lightness in weight, easy control of expansion rate and durability.
[0051] In this embodiment, an open-cell type sponge material, more specifically, polyurethane foam is used.
[0052] Depending on the environment where the tire is used, there is a possibility that the air which fills the tire cavity
(i) to inflate the tire is humid and the water makes condensation in the closed cavity (i). Accordingly, sponge materials
which are hard to be hydrolyzed such as ether based polyurethane are suitably used.
[0053] Further, in order to prevent water from penetrating into the noise damper, a water repellent treatment can be
preferably made on the sponge material. Also, a mildewproof treatment can be preferably made.
[0054] Furthermore, in order to avoid poison in the emission gas generated when incinerating scrap tires, it is preferred
that raw materials not including halogen are used to make the sponge material.
[0055] By disposing a certain volume of the sponge material in the tire cavity (i), resonances of the air in the cavity
can be controlled and vibrations of the tread portion is reduced. Therefore, noise generated from the tire during running
can be reduced.
[0056] If the specific gravity of the sponge material is less than 0.005 or more than 0.06, it becomes difficult to control
the cavity resonance. Therefore, the specific gravity is not less than 0.005, preferably not less than 0.010, more preferably
not less than 0.016, but not more than 0.060, preferably not more than 0.05, more preferably not more than 0.045.
[0057] If the volume V2 of the noise damper 4 is less than 0.4 % of the volume V1 of the tire cavity, it is difficult to
reduce the noise sound level recognizably. If the volume v2 is more than 20 % of the volume V1, it becomes difficult to
maintain the tire weight balance. Therefore, the volume V2 of the sponge material of the noise damper 4 is at least 0.4
%, preferably not less than 1.0 %, more preferably not less than 2.0 %, still more preferably not less than 4.0 %, but not
more than 20 %, preferably not more than 10 % of the volume V1 of the tire cavity.
[0058] In the case that two or more noise dampers 4 are disposed in the tire cavity, the above-mentioned volume V2
means the total volume of all the noise dampers in the tire.
[0059] The volume V1 of the tire cavity 4 is measured under the normally-inflated unloaded state of the tire. Here, the
normally-inflated unloaded state of the tire is such that the tire is mounted on the wheel rim and inflated to the standard
pressure but loaded with no tire load.
Incidentally, the volume V1 of the cavity (i) can be obtained by the following approximate expression (1): 

wherein
"A" is the cross sectional area of the cavity (which can be obtained by computed tomography scan for example),
"Di" is the maximum diameter of the cavity,
"Dr" is the wheel rim diameter, and
"pi" is the circle ratio.
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These parameters are measured under the normally-inflated unloaded state of the tire.
[0060] In view of the radial force variation, radial run out and the like, it is preferable that the noise damper 4 has a
substantially constant cross sectional shape along the entire circumferential length thereof except for the end portions
4e of the damper 4. In the case that the ends of the damper are not connected to each other, it is preferable that the
end portions 4e are tapered as shown in Fig.2 to prevent friction therebetween.
[0061] Further, in order to prevent leaning of the damper 4 during high speed running, the height SH of the noise
damper 4 is preferably not more than 50 mm, more preferably not more than 30 mm, still more preferably not more than
25 mm, but not less than 10 mm, more preferably not less than 15 mm. Here, the height SH is measured perpendicularly
to and from the tire inner surface 3ti to the extreme end of the noise damper 4 under the condition that the tire is not yet
mounted on the rim.
[0062] As to the cross sectional shape of the noise damper, a symmetrical shape is preferred because, if the cross
sectional shape is asymmetrical, due to the difference in the lateral stiffness (rigidity) between the right-hand side and
the lefthand side of the damper, the damper is liable to lean during running, especially during high-speed running, and
the balance of the tire alters.
[0063] In the case of a single noise damper 4 having a symmetrical cross-sectional shape, it is preferable that its
center is aligned with the tire equator C, whereby an eccentric load on the noise damper 4 is minimized to prevent the
damper from leaning.
[0064] The cross sectional shape in this example is a rectangle (width WO=70mm, height SH=30mm), but various
shapes, e.g. trapezoid, triangle, semicircle, parabolic/bullet shape etc., can be used. Further, a symmetrical shape having
two humps as shown in Fig.6 can be used.

* Double-sided adhesive tape

[0065] The noise damper 4 is fixed to an inner surface of the tread portion, using a double-sided adhesive tape 5.
[0066] As to the double-sided adhesive tape 5,

(1) a tape having a base tape 5s with a coat 5P or layer of an adhesive material on one side 5a and a coat 5P or
layer of an adhesive material on the other side 5b as shown in Fig.7,
(2) a tape having no base tape and made up of only double layers 5P of different adhesive materials, and
(3) a tape made up of only a single layer 5P of an adhesive material

can be used.

[0067] The base tape 5S is, for example: plastic film such as polyester; sheet of plastic foam such as acrylic foam;
nonwoven fabric or bonded material; a woven textile; and the like.
[0068] As to the adhesive material, for example, a rubber-based adhesive comprising natural rubber and/or synthetic
rubber and additives, e.g. tackifier, softener, age resistor and the like; an acrylic pressure sensitive adhesive comprising
a plurality of copolymers of an acrylic ester and a polyfunctional monomer having different glass-transition temperatures
(containing pressure sensitive adhesives of high heat resistant type, flame resistant type and low-temperature adhesion
type); a silicone pressure sensitive adhesive comprising a silicone rubber and a resin; a polyether adhesive; a poly-
urethane adhesive and the like can be suitably used.
[0069] The use of a thermosetting adhesive comprising a thermosetting resin, e.g. epoxy resin or the like is not preferred
in view of the production efficiency because the adhesive needs to be heated up to about 130 degrees c for about 30
minutes.
[0070] As to the adhesive materials, it is possible to use the same adhesive material, but, it is desirable to use different
types of adhesive materials in the above case (1) or (2). For example, a rubber adhesive which adheres strongly to the
tire rubber, and an acrylic pressure sensitive adhesive which adheres strongly to the noise damper are used on the
respective sides.
[0071] In order to prevent the noise damper 4 from separating from the tire inner surface 3ti even under severe service
conditions, a quantitative study was made on the adhesive force. As a result, it was discovered that separation failures
occurring under normal running conditions is preventable if the adhesive force shows a value not less than 1.8 Newton/
20mm-width when measured according to the T-shape separation test, using a test specimen TP which is as shown in
Fig.7, made up of a double-sided adhesive tape 5, a strip 4S of the sponge material applied to one side of the tape, and
a strip 9S of the innerliner rubber applied to the other side of the tape.
[0072] It is however, preferable that the adhesive force is at most 7.0 Newton/20mm-width in order that the tape can
be removed together with the noise damper if the damper is broken for any reason.
[0073] It is especially preferable that the strip 4S of the sponge material is broken prior to separating from the tape 5
when the T-shape separation test at 25 degrees C is carried out. Namely, the adhesive force at 25 degrees C is not less



EP 1 967 391 B1

7

5

10

15

20

25

30

35

40

45

50

55

than 2.7 Newton/20mm-width, preferably not less than 3.3 Newton/20mm-width.
[0074] On the other hand, for preventing the adhesive tape 5 from being cracked due to hardening under low temper-
ature conditions, it is desirable that cracks visible to the naked eye and separation do not occur when the 90-degree
slide bending test at -35 degrees C is carried out.
[0075] Further, for preventing the adhesive force from decreasing due to softening of the adhesive material under
high temperature conditions, it is desirable that the strip 4S of the sponge material is broken prior to separating from the
tape 5 when the T-shape separation test at 120 degrees C is carried out.
[0076] Furthermore, for preventing the adhesive force from decreasing due to water penetrating into the noise damper
4, it is desirable that the strip 4S of the sponge material is broken prior to separating from the tape 5 when the T-shape
wet separation test is carried out.
[0077] The durability of the double-sided adhesive tape 5 has a tendency to decrease as the thickness increases. The
tread portion is subjected to a relatively large bending deformation at the circumferential ends of the ground contacting
patch. Accordingly when the tape is thick, the sharing stress between the tape and the tire inner surface becomes large,
and a cohesion failure of the adhesive material layer tends to occur. Therefore, the thickness of the double-sided adhesive
tape 5 is not more than 0.38 mm.
[0078] For the base tape 5S of such thin tape, a flexible material such as acrylic foam is preferably used.
[0079] In order to replace the damaged noise damper, or to recycle the used tire for example, it is desirable that the
noise damper 4 can be easily removed from the tire together with the tape. Accordingly, the double-sided adhesive tape
5 is required to have a certain degree of breaking strength. Therefore, the breaking strength of the double-sided adhesive
tape 5 is preferably at least 10 Newton/10mm-width, more preferably not less than 15 Newton/10mm-width.
The breaking strength is measured according to Japanese Industrial Standards Z0237 "Testing methods of pressure-
sensitive adhesive tapes and sheets".
[0080] Incidentally, in case of the adhesive tape having no base tape, it is difficult to remove the tape namely the
adhesive material layer(s). Thus, in this view, the use of such tape is not preferable.

* Manufacturing Method

[0081] The pneumatic tire can be manufactured as usual. Namely, raw tire components, e.g. tread rubber, sidewall
rubber, bead rubber, bead apex rubber, innerliner rubber, carcass ply, belt plies and the like are assembled into a raw
tire, using a tire building drum. The raw tire is put in a vulcanizing mold, and an inflatable bladder is inserted in the tire
hollow. On these occasions, a mold lubricant or release agent is applied between the tire and the mold and also between
the tire and the bladder. Then, the bladder is inflated, and the tire is heated to vulcanize the tire. After the tire has been
vulcanized, the tire is removed from the mold.
[0082] As well known in the tire art, the bladders are conventionally provided on the outer surface with vent grooves
to remove air between the tire inner surface and bladder. In this embodiment, however, a special bladder whose outer
surface has a smooth part devoid of vent grooves and a part provided with vent grooves is used. The position of the
smooth part corresponds to the position to which the damper is fixed.
[0083] In the next place, in order to remove the mold release agent, an area Y of the tire inner surface to which the
noise damper is adhered is buffed. Namely, the surface of the innerliner 9 of the vulcanized tire is buffed annularly along
the tire equator. The above-mentioned smooth part of the bladder correspond to the area Y, therefore this area Y is
devoid of the ribs resulting from the vent grooves.
[0084] To remove the mold release agent completely, the thickness (h) of the surface layer buffed off needs at least
3.0 %, preferably 5.0 % or more of the original thickness (t) of the innerliner 9. If however, the thickness (h) of the surface
layer buffed off is too much, there is a possibility that the airtightness and durability of the innerliner are deteriorated.
Therefore, the thickness (h) should be not more than 30% of the original thickness (t), preferably not more than 10.0 %
in view of the working efficiency and tire production cost.
[0085] If it is necessitated to compensate for a possible deterioration of the airtightness owing to the reduced thickness,
it is preferred that the butyl rubber content of the innerliner is increased to over 70 parts by weight, more preferably over
80 parts by weight.
[0086] Incidentally, in the case of finished tires (if it is difficult to know the original thickness), the thickness (h) of the
buffed-off surface layer is determined as the difference t1-t2, wherein
t2 is the thickness of the buffed innerliner 9 which is defined by the average of values measured at four circumferentially
different measuring positions set at each of three axial positions P: a position Pc at the tire equator C; and a position
Pe 10 mm axially inward of each of the axial edges Ye of the buffed area Y, namely, the average of values measured
at twelve measuring positions, and
t1 is the original thickness of the innerliner 9 which is defined by the average of values measured at four circumferentially
different measuring positions set at each of two axial positions Q each being 10 mm axially outward of each of the axial
edges Ye of the buffed area Y, namely, the average of values measured at eight measuring positions.
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[0087] The axial width w1 of the buffed area Y is more than the width w0 of the strip of the sponge material, and
preferably the difference W1-W0 is at least 5.0 mm.
[0088] The buffed area Y is formed within the maximum axial width WB of the belt 7, and preferably the axial distance
from each of the axial edges of the belt 10 to the adjacent edge of the buffed area Y is more than 10.0 mm.
In the cross section of the tire, the bending deformation of the tire during running is relatively small under the belt, and
the bending deformation becomes increased near the belt edges. Therefore, in order to prevent damages such as cracks
in the thickness-reduced area Y of the innerliner 9, it is desirable to provide the axial distance of more than 10.0 mm.
[0089] The vulcanized tire removed from the mold is, as shown in Fig.3, held uprightly and rotatably around its rotational
axis by straddling between a pair of horizontal parallel driving rollers 21. To hold the tire uprightly, guide rollers 22 are
disposed on each side of the tire. When the power is applied to the driving rollers 21, the two rollers 21 rotate in the
same direction, and accordingly the tire is rotated in the reverse direction.
[0090] Next, a buffing disk 20 is inserted in the tire hollow through the center hole 2H of the tire.
[0091] The tire 1 is rotated by turning on the driving rollers 21, and the buffing disk 20 is moved downward slowly.
At that time, the buffing disk 20 is kept to be freely rotatable by turning off the driving motor 20M of the buffing disk 20.
Accordingly, when the outer peripheral surface of the buffing disk 20 comes into contact with the inner surface of the
tread portion of the rotating tire, the buffing disk 20 starts to rotate.
[0092] By the use of a sensor 20D for detecting the rotation of the buffing disk 20, when the start of the rotation is
detected during moving down of the buffing disk 20, the driving motor 20M of the buffing disk 20 is turned on, and the
moving down is stopped after the buffing disk 20 is moved downward by a predetermined distance from the position or
height at which the buffing disk 20 starts to rotate. As a result, the buffing disk 20 is rotated in the reverse direction to
the rotational direction of the tire, and the tire is buffed.
[0093] In order to buff evenly, suitably used as the buffing disk 20 is a buffing brush in which metal or synthetic resin
bristles 20B are radially fastened into a cylindrical core 20c. Preferably, bristles made of a synthetic resin containing
abrasive grains of alumina or silicon carbide are used.
In the case of the buffing brush, clogging is hard to occur, and the bristles are easily curved and moved along the profiled
inner surface of the tread portion. As a result, the surface can be evenly buffed off by a small thickness.
[0094] The reason for turning on the driving motor 20M of the buffing disk 20 after the buffing disk 20 starts to rotate
following the rotated tire, is as follows:

with respect to the position of the inner surface of the tread portion or the inside diameter of the tread portion, the
tires have relatively large variations when compared with the thickness of the surface layer to be buffed off.
Further, the outside diameter of the buffing disk 20 also varies in use because of the wear and deformation of the
bristles. Therefore, it is important in precisely buffing off the surface layer to determine the reference position, at
which the outer peripheral surface of the buffing disk 20 contacts with the inner surface of the tread portion, every
time a tire is changed. And, the moving down distance of the buffing disk 20 has to start from this reference position.

[0095] In this example, the buffing disk 20 has a width W2 equal to the width w1 of the buffed area Y is used to remove
the necessity for moving the buffing disk 20 in the tire axial direction during buffing. Of course, by moving the buffing
disk 20 in the tire axial direction, the buffing disk 20 having a narrower width than the buffed area Y can be used.
[0096] After the tire makes the predetermined number of turns, the buffing disk 20 is moved up to be detached from
the inner surface of the tire, and the driving motor is turned off. The driving rollers 21 are also stopped. The buffing disk
20 is removed from the tire hollow.
[0097] Thus, the tire provided in the inner surface of the tread portion with the buffed area Y is produced.
[0098] Next, the double-sided adhesive tape 5 satisfying at least one of the above-mentioned conditions (1)-(6) is
selected. And the noise damper is fixed to the buffed area Y by the use of the double-sided adhesive tape 5.
[0099] Firstly, the double-sided adhesive tape 5 is applied to the noise damper or a strip of the sponge material, and
then by removing the released paper from the other side of the tape, the damper is applied to the buffed area Y.
[0100] Thus, the tire with the noise damper is produced.

* Comparison Tests

[0101] Radial tire of size 215/45R17 (Rim size 17X7JJ) for passenger cars were prepared, and tested for the durability
and airtightness of the tire and the adhesion of the damper.
[0102] when vulcanizing the tires, an aqueous solution containing silicone and mica powder was used as the mold
release agent, and such mold release agent remained on the inner surface of the tire. Therefore, the surface of the
innerliner in the tread portion was buffed as shown in Table 1. The noise damper was fixed to the buffed face, using a
double-sided adhesive tape.
[0103] As the buffing disk, a buffing brush having a diameter of 300 mm was used. The buffing brush had 0.9 mm dia.
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bristles made of nylon containing silicon carbide grit (TORAYGRIT manufactured by TORAY MONOFILAMENT CO.,
LTD.: Abrasive grain size 240).
[0104] As the noise damper, a strip of ether based polyurethane sponge (INOAC CORPORATION, Product No. ESH2)
having a specific gravity of 0.039 was used. The damper had a rectangular cross sectional shape, and the size thereof
was 20 mm in height and 97 mm in width.
[0105] As the double-sided adhesive tape, a heat-stable tape having a nonwoven base tape and acrylic pressure
sensitive adhesive (Ebisu chemical co., Ltd., #700) was used.

1) Durability and Adhesivity test

[0106] using a tire test drum, the tire mounted on a standard rim was run for 12,000 km at a speed of 80 km/h, under
the following conditions:

Inner pressure of 230 kPa
Tire load of 6.2 kN (120% of the tire load limit for 230 kPa specified by JATMA)

After running, the innerliner was checked for damage, and the damper was visually checked whether it adhered thoroughly
or not. The results are indicated in Table 1, wherein OK indicates that there was no problem,

*1 indicates that the innerliner was cracked, so the carcass cords were exposed,
*2 indicates that the small cracks were caused on the surface of the innerliner,
*3 indicates that the adhesive tape did not adhere to the inner surface,
*4 indicates that the adhesive tape adhered to the inner surface at first, but separated after running.

2) Airtightness test

[0107] The tires mounted on the standard rim and inflated to 230 kPa were put in a hot chamber at 80 degrees C for
15 days and then the retained pressure was measured. The results are indicated in Table 1, using an index based on
Control tire being 100, wherein the larger the index value, the better the airtightness.

Table 1

Tire Control Ref.1 Ex.1 Ex.2 Ex.3 Ex.4 Ex.5 Ex.6 Ex.7 Ex.8 Ex.9

Innerliner
Butyl rubber 

content (wt%)
60 60 60 60 60 60 60 60 60 70 80

Original 
thickness t (mm)

1.25 1.28 1.25 1.22 1.23 1.2 1.23 1.16 1.3 1.32 1.35

Thickness h of 
Buffed-off surface layer 
(mm)

0 0.52 0.11 0.25 0.36 0.04 0.01 0.13 0.12 0.25 0.26

h/t (%) 0 40 9 20 29 3 0.8 11 9 19 19
width w1 of 

Buffed area Y (mm)
-- 110 110 110 110 110 110 178 190 110 110

Belt width WB (mm) 178 178 178 178 178 178 178 178 178 178 178

Noise damper width W0 
(mm)

97 97 97 97 97 97 97 97 97 97 97

Test results
Durability OK *1 OK OK OK OK OK OK *2 OK OK
Adhesivity *3 OK OK OK OK OK *4 OK OK OK OK
Airtightness 100 70 98 95 92 99 100 -- -- 102 106
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Claims

1. A method for manufacturing a pneumatic tire (3) having a noise damper (4) comprising the steps of:

preparing a vulcanized tire,
buffing the inner surface (3ti) of the tread portion (3t) of the tire which surface is defined by a vulcanized rubber, and
using a double-sided adhesive tape (5) to fix a noise damper (4) to the buffed inner surface, wherein
the noise damper (4) is made of a sponge material having a specific gravity of 0.005 to 0.060, and
the double-sided adhesive tape (5) has an adhesive force in a range of not less than 1.8 Newton/20 mm tape
width when measured according to a T-shape separation test at 25 °C,
characterized in that
the double-sided adhesive tape (5) has a thickness of at most 0.38 mm.

2. The method according to claim 1, wherein
the double-sided adhesive tape (5) has a tensile strength of at least 10 Newton/ 10 mm-width.

3. The method according to claim 1, wherein
the double-sided adhesive tape (5) has two layers of different pressure sensitive adhesives.

4. The method according to claim 1, wherein
the using of a double-sided adhesive tape (5) is to use the double-sided adhesive tape having a cold-resistant
property such that, when the tape undergoes a 90-degree slide bending test at -35 degrees C, the tape satisfies
the following conditions: the tape is not broken and does not separate from the noise damper and tire rubber.

5. The method according to claim 1, wherein
the using of a double-sided adhesive tape (5) is to use the double-sided adhesive tape having a heat-resistant
property such that, when the tape undergoes a T-shape separation test at 120 degrees C, the tape satisfies the
following conditions: the tape is not broken and does not separate from the noise damper (4) and tire rubber, and
thereby a cohesion failure is caused in the noise damper.

6. The method according to claim 1, wherein
the using of a double-sided adhesive tape (5) is to use the double-sided adhesive tape having a water-resistant
property such that, when the tape undergoes a T-shape wet separation test, the tape satisfies the following conditions:
the tape is not broken and does not separate from the noise damper (4) and tire rubber, and thereby a cohesion
failure is caused in the noise damper.

7. The method according to claim 1, wherein
the buffing of the inner surface (3ti) covers a width of more than the width of the noise damper (4) and less than the
width of a belt disposed in the tread portion of the tire.

8. The method according to claim 1, wherein
the tread portion (3t) includes an innerliner (9) as the innermost layer of an air-impermeable rubber compound, and
in the step of buffing the inner surface (3ti) of the tread portion (3t), the thickness of the buffed-off surface of the
innerliner (9) is controlled not to exceed 30 % of the thickness of the innerliner.

9. The method according to claim 8, wherein
in the step of buffing the inner surface (3ti) of the tread portion (3t), the thickness of the buffed-off surface of the
innerliner (9) is controlled not to fall below 3 % of the thickness of the innerliner.

10. The method according to claim 9, wherein
the thickness of the buffed-off surface is in a range of 5 to 10 % of the thickness of the innerliner.

11. The method according to claim 8, wherein
the innerliner (9) comprises at least 70 parts by weight of butyl rubber with respect to 100 parts by weight of rubber
component.

12. A pneumatic tire (3) comprising
a tread portion (3t) having an inner surface (3ti) and an outer surface defining a ground contacting face,
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a pair of sidewall portions (3s),
a pair of bead portions (3b) and
a noise damper (4), wherein
said inner surface (3ti) is provided with a buffed area, said noise damper (4) is made of a sponge material having
a specific gravity of 0.005 to 0.060, and fixed to the buffed area by the use of a double-sided adhesive tape (5), and
the double-sided adhesive tape (5) has an adhesive force in a range of not less than 1.8 Newton/20 mm tape width
when measured according to a T-shape separation test at 25 °C, characterized in that
the double-sided adhesive tape (5) has a thickness of at most 0.38 mm.

13. The pneumatic tire according to claim 12, wherein
the tread portion (3t) includes an innerliner (9) of an air-impermeable rubber compound defining said inner surface,
and
the thickness (h) of the buffed-off surface layer of the innerliner is not less than 3 % but not more than 30 % of the
thickness (t) of the innerliner, wherein
said thickness (t) of the innerliner (9) is given as a thickness (t1) of the innerliner measured at a position (Q) near
an edge (Ye) of the buffed area (Y), and
said thickness (h) is given by the difference (t1-t2) between said thickness (t1) and a thickness (t2) of the buffed
innerliner measured at a position (Pe) near the edge (Ye) of the buffed area (Y).

Patentansprüche

1. Verfahren zum Herstellen eines Luftreifens (3) mit einem Geräuschdämpfer (4), das die Schritte umfasst, dass:

ein vulkanisierter Reifen vorbereitet wird,
die Innenfläche (3ti) des Laufflächenabschnitts (3t) des Reifens geschliffen wird, wobei die Oberfläche durch
einen vulkanisierten Kautschuk definiert ist, und
ein doppelseitiges Klebeband (5) verwendet wird, um einen Geräuschdämpfer (4) an der geschliffenen Innen-
fläche zu befestigen, wobei
der Geräuschdämpfer (4) aus einem Schwammmaterial mit einer relativen Dichte von 0,005 bis 0,060 hergestellt
wird, und
das doppelseitige Klebeband (5) eine Klebekraft in einem Bereich von nicht weniger als 1,8 Newton/20 mm
Bandbreite aufweist, wenn gemäß einem T-Form-Ablöseversuch bei 25°C gemessen wird,
dadurch gekennzeichnet, dass
das doppelseitige Klebeband (5) eine Dicke von höchstens 0,38 mm aufweist.

2. Verfahren nach Anspruch 1, wobei
das doppelseitige Klebeband (5) eine Zugfestigkeit von mindestens 10 Newton/10 mm Breite aufweist.

3. Verfahren nach Anspruch 1, wobei
das doppelseitige Klebeband (5) zwei Schichten mit unterschiedlichen Haftklebstoffen aufweist.

4. Verfahren nach Anspruch 1, wobei
die Verwendung eines doppelseitigen Klebebandes (5) derart ist, dass das doppelseitige Klebeband verwendet
wird, das eine solche Kältebeständigkeitseigenschaft aufweist, dass, wenn das Band einen 90-Grad-Gleitbiegever-
such bei -35°C erfährt, das Band die folgenden Bedingungen erfüllt: das Band bricht nicht und löst sich nicht von
dem Geräuschdämpfer und dem Reifenkautschuk ab.

5. Verfahren nach Anspruch 1, wobei
die Verwendung eines doppelseitigen Klebebandes (5) derart ist, dass das doppelseitige Klebeband verwendet
wird, das eine solche Wärmebeständigkeitseigenschaft aufweist, dass, wenn das Band einen T-Form-Ablöseversuch
bei 120°C erfährt, das Band die folgenden Bedingungen erfüllt: das Band bricht nicht und löst sich nicht von dem
Geräuschdämpfer (4) und dem Reifenkautschuk ab, und dadurch wird ein Kohäsionsbruch in dem Geräuschdämpfer
hervorgerufen.

6. Verfahren nach Anspruch 1, wobei
die Verwendung eines doppelseitigen Klebebandes (5) derart ist, dass das doppelseitige Klebeband verwendet
wird, das eine solche Wasserbeständigkeitseigenschaft aufweist, dass, wenn das Band einen T-Form-Nassablö-
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seversuch erfährt, das Band die folgenden Bedingungen erfüllt: das Band bricht nicht und löst sich nicht von dem
Geräuschdämpfer (4) und dem Reifenkautschuk ab, und dadurch wird ein Kohäsionsbruch in dem Geräuschdämpfer
hervorgerufen.

7. Verfahren nach Anspruch 1, wobei
das Schleifen der Innenfläche (3ti) eine Breite von mehr als die Breite des Geräuschdämpfers (4) und weniger als
die Breite eines Gürtels, der in dem Laufflächenabschnitt des Reifens angeordnet ist, bedeckt.

8. Verfahren nach Anspruch 1, wobei
der Laufflächenabschnitt (3t) einen Innerliner (9) als die innerste Schicht aus einer luftundurchlässigen Kautschuk-
mischung umfasst, und
bei dem Schritt des Schleifens der Innenfläche (3ti) des Laufflächenabschnitts (3t) die Dicke der abgeschliffenen
Oberfläche des Innerliners (9) derart gesteuert wird, dass sie 30 % der Dicke des Innerliners nicht übersteigt.

9. Verfahren nach Anspruch 8, wobei
bei dem Schritt des Schleifens der Innenfläche (3ti) des Laufflächenabschnitts (3t) die Dicke der abgeschliffenen
Oberfläche des Innerliners (9) derart gesteuert wird, dass sie nicht unter 3 % der Dicke des Innerliners fällt.

10. Verfahren nach Anspruch 9, wobei
die Dicke der abgeschliffenen Oberfläche in einem Bereich von 5 bis 10 % der Dicke des Innerliners liegt.

11. Verfahren nach Anspruch 8, wobei
der Innerliner (9) mindestens 70 Gewichtsteile Butylkautschuk mit Bezug auf 100 Gewichtsteile einer Kautschuk-
komponente umfasst.

12. Luftreifen (3), umfassend
einen Laufflächenabschnitt (3t) mit einer Innenfläche (3ti) und einer Außenfläche, die eine Bodenkontaktfläche
definiert,
ein Paar Seitenwandabschnitte (3s),
ein Paar Wulstabschnitte (3b) und
einen Geräuschdämpfer (4), wobei
die Innenfläche (3ti) mit einem geschliffenen Bereich versehen ist,
der Geräuschdämpfer (4) aus einem Schwammmaterial mit einer relativen Dichte von 0,005 bis 0,060 hergestellt
ist und an dem geschliffenen Bereich unter Verwendung eines doppelseitigen Klebebandes (5) befestigt ist, und
das doppelseitige Klebeband (5) eine Klebekraft in einem Bereich von nicht weniger als 1,8 Newton/20 mm Band-
breite aufweist, wenn gemäß einem T-Form-Ablöseversuch bei 25°C gemessen wird, dadurch gekennzeichnet,
dass
das doppelseitige Klebeband (5) eine Dicke von höchstens 0,38 mm aufwist.

13. Luftreifen nach Anspruch 12, wobei
der Laufflächenabschnitt (3t) einen Innerliner (9) aus einer luftundurchlässigen Kautschukmischung umfasst, der
die Innenfläche definiert, und
die Dicke (h) der abgeschliffenen Oberflächenschicht des Innerliners nicht kleiner ist als 3 % aber nicht größer ist
als 30 % der Dicke (t) des Innerliners, wobei
die Dicke (t) des Innerliners (9) als eine Dicke (t1) des Innerliners, gemessen an einer Position (Q) in der Nähe einer
Kante (Ye) des geschliffenen Bereichs (Y), gegeben ist, und
die Dicke (h) durch die Differenz (tl - t2) zwischen der Dicke (t1) und einer Dicke (t2) des geschliffenen Innerliners,
gemessen an einer Position (Pe) in der Nähe der Kante (Ye) des geschliffenen Bereichs (Y), gegeben ist.

Revendications

1. Procédé pour fabriquer un bandage pneumatique (3) ayant un amortisseur de bruit (4) comprenant les étapes
consistant à :

préparer un bandage vulcanisé,
râper la surface intérieure (3ti) de la portion formant bande de roulement (3t) du bandage, ladite surface étant
définie par un caoutchouc vulcanisé, et
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utiliser une bande adhésive double face (5) pour fixer un amortisseur de bruit (4) sur la surface intérieure râpée,
dans lequel l’amortisseur de bruit (4) est réalisé en un matériau spongieux ayant une densité spécifique de
0,005 à 0,060, et
la bande adhésive double face (5) présente une force adhésive dans une plage qui n’est pas inférieure à 1,8
newton/20 mm de largeur de bande quand on la mesure selon un test de séparation en forme de T à 25°C,
caractérisé en ce que
la bande adhésive double face (5) possède une épaisseur au maximum de 0,38 mm.

2. Procédé selon la revendication 1, dans lequel
la bande adhésive double face (5) possède une résistance à la traction qui est au moins 10 newton/10 mm de largeur.

3. Procédé selon la revendication 1, dans lequel
la bande adhésive double face (5) comprend deux couches d’adhésifs différents sensibles à la pression.

4. Procédé selon la revendication 1, dans lequel
l’utilisation d’une bande adhésive double face (5) consiste à utiliser la bande adhésive double face ayant une
propriété de résistance vis-à-vis du froid de telle façon que, lorsque la bande subit un test de flexion-glissement sur
90° à 35°C, la bande satisfait les conditions suivantes :

la bande n’est pas rompue et ne se sépare pas de l’amortisseur de bruit et du caoutchouc du bandage.

5. Procédé selon la revendication 1, dans lequel
l’utilisation d’une bande adhésive double face (5) consiste à utiliser la bande adhésive double face ayant une
propriété de résistance vis-à-vis de la chaleur de telle façon que, quand la bande subit un test de séparation en
forme de T à 120°C, la bande satisfait les conditions suivantes : la bande n’est pas rompue et ne se sépare pas de
l’amortisseur de bruit (4) et du caoutchouc du bandage, et il se produit par conséquent un défaut de cohésion dans
l’amortisseur de bruit.

6. Procédé selon la revendication 1, dans lequel
l’utilisation d’une bande adhésive double face (5) consiste à utiliser la bande adhésive double face ayant une
propriété de résistance vis-à-vis de l’eau de telle façon que, quand la bande subit un test de séparation humide en
forme de T, la bande satisfait les conditions suivantes : la bande n’est pas rompue et ne se sépare pas de l’amortisseur
de bruit (4) et du caoutchouc du bandage, et il se produit par conséquent un défaut de cohésion dans l’amortisseur
de bruit.

7. Procédé selon la revendication 1, dans lequel
la partie râpée de la surface intérieure (3ti) couvre une largeur supérieure à la largeur de l’amortisseur de bruit (4)
et inférieure à la largeur d’une ceinture disposée dans la portion formant bande de roulement du bandage.

8. Procédé selon la revendication 1, dans lequel
la portion formant bande de roulement (3t) inclut un doublage intérieur (9) à titre de couche tout à fait intérieure d’un
composite en caoutchouc imperméable à l’air, et
dans l’étape dans laquelle on râpe surface intérieure (3ti) de la portion formant bande de roulement (3t), l’épaisseur
de la surface râpée du doublage intérieur (9) est contrôlée pour ne pas dépasser 30 % de l’épaisseur du doublage
intérieur.

9. Procédé selon la revendication 8, dans lequel
dans l’étape dans laquelle on râpe la surface intérieure (3ti) de la portion formant bande de roulement (3t), l’épaisseur
de la surface râpée du doublage intérieur (9) est contrôlée pour ne pas tomber au-dessous de 3 % de l’épaisseur
du doublage intérieur.

10. Procédé selon la revendication 9, dans lequel
l’épaisseur de la surface râpée est dans une plage de 5 à 10 % de l’épaisseur du doublage intérieur.

11. Procédé selon la revendication 8, dans lequel
le doublage intérieur (9) comprend au moins 70 parts en poids de caoutchouc au butyle par rapport à 100 parts en
poids du composant caoutchouc.
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12. Bandage pneumatique (3) comprenant
une portion formant bande de roulement (3t) ayant une surface intérieure (3ti) et une surface extérieure définissant
une face de contact avec le sol,
une paire de portions formant parois latérales (3s),
une paire de portions de talons (3b), est
un amortisseur de bruit (4), dans lequel
ladite surface intérieure (3ti) est dotée d’une zone râpée,
ledit amortisseur de bruit (4) est réalisé en un matériau spongieux ayant une densité spécifique de 0,005 à 0,060,
et est fixé à la zone râpée en utilisant une bande adhésive double face (5), et
la bande adhésive double face (5) présente une force adhésive dans une plage qui n’est pas inférieure à 1,8 N/20
mm de largeur de bande quand on la mesure selon un test de séparation en forme de T à 25°C, caractérisé en ce que
la bande adhésive double face (5) présente une épaisseur qui est au maximum 0,38 mm.

13. Bandage pneumatique selon la revendication 12, dans lequel la portion formant bande de roulement (3t) inclut un
doublage intérieur (9) d’un composé en caoutchouc imperméable à l’air définissant ladite surface intérieure, et
l’épaisseur (h) de la couche de surface râpée du doublage intérieur n’est pas inférieure à 3 % mais pas supérieure
à 30 % de l’épaisseur (t) du doublage intérieur, dans lequel
ladite épaisseur (t) du doublage intérieur (9) est donnée comme une épaisseur (t1) du doublage intérieur mesurée
à une position (Q) proche d’une bordure (Ye) de la zone râpée (Y), et
ladite épaisseur (h) est donnée par la différence (t1 - t2) entre ladite épaisseur (t1) et une épaisseur (t2) du doublage
intérieur râpé mesurée à une position (Pe) proche de la bordure (Ye) de la zone râpée (Y).
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