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(54) VEHICLE INTERIOR COMPONENT AND METHOD FOR PRODUCING SAME

(57) To prevent the breakage on corners of a vehicle
interior component which includes a base member and
a cover member attached thereto. The present disclosure
relates to a vehicle interior component (1) including a
base member (3), a cover member (4), and an adhesive
layer (5) applied to the base member (3) or the cover

member (4). The cover member (4) and the base member
(3) are attached via the adhesive layer (5). On corners
(11) of the base member (3) and in the vicinity of the
corners, the base member (3) includes non-adhesive
portions (12) where an adhesive (2) is not applied.
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Description

TECHNICAL FIELD

[0001] This disclosure relates to a vehicle interior com-
ponent and a method for producing the vehicle interior
component.

BACKGROUND ART

[0002] A vehicle such as an automobile includes an
interior component (a vehicle interior component) such
as an instrument panel provided in the front position of
a vehicle cabin. As an example of such an interior com-
ponent, there is an interior component which is produced
by placing a heated cover member on the upper surface
of a base member to which an adhesive is applied and
by performing vacuum suction to attach the cover mem-
ber to the base member (See, Patent Literature 1, for
example).

CITATION LIST

Patent Literature

[0003] Patent Literature 1: JP S60-34846A

SUMMARY

Technical Problem

[0004] However, the vehicle interior component and
the method for producing the component disclosed in
Patent Literature 1 have following issues.
[0005] Specifically, when performing the vacuum suc-
tion to the cover member relative to the upper surface of
the base member, portions of the cover member which
contact corners of the base member may be locally elon-
gated and torn so as to deteriorate the appearance of
the interior component.
[0006] Therefore, an object of this disclose is to solve
above issues.

Solution to Problem

[0007] To overcome the above issues, a vehicle inte-
rior component according to this disclosure includes a
base member, a cover member placed on the base mem-
ber, an adhesive layer applied to the base member or
the cover member, the base member and the cover mem-
ber attached each other via the adhesive layer, and a
non-adhesive portion provided on a corner of the base
member or the cover member to which the adhesive layer
is applied and in vicinity of the corner, wherein the non-
adhesive portion is an area to which the adhesive is not
partially applied in the base member or the cover mem-
ber.

Advantageous Effect

[0008] According to this disclosure, the non-adhesive
portions can prevent the corners of the interior compo-
nent, which is produced by attaching the cover member
to the base member, from being torn or broken.

BRIEF DESCRIPTION OF DRAWINGS

[0009]

Fig. 1 is an overall view of a vehicle interior compo-
nent according to an embodiment.
Fig. 2 is a side cross-sectional view of the vehicle
interior component shown in Fig. 1.
Fig. 3 is a plan view illustrating a base member which
is masked (illustrating a masking step).
Fig. 4 is a view illustrating a state in which an adhe-
sive is applied to the masked base member (illus-
trating an adhesive applying step).
Fig. 5 is a plan view illustrating the base member
including non-adhesive portions.
Fig. 6 is a plan view, which is similar to Fig. 5, illus-
trating the base member including air holes.
Fig. 7 is a view illustrating a state in which the base
member including the non-adhesive portions and the
air holes is set to a mold (illustrating a base member
setting step).
Fig. 8 is a cross-sectional view of the base member
illustrating the layer thickness of an adhesive layer.
Fig. 9 is a view illustrating a fine concave-convex
portion provided in the non-adhesive portion.
Fig. 10 is a view illustrating a state in which the cover
member is heated (illustrating a cover member heat-
ing step).
Fig. 11 is a view illustrating a state in which the base
member is pushed toward the cover member (illus-
trating a mold pushing step).
Fig. 12 is a view illustrating a state in which vacuum
suction is performed (illustrating a vacuum suction-
ing step).
Fig. 13 is a view illustrating the base member which
is masked on the left corner.
Fig. 14 is a view illustrating the base member which
is masked on the right corner.
Fig. 15 is a view illustrating the base member of Fig.
14 after a masking tape is peeled.
Fig. 16 is a view illustrating a state in which the base
member including no non-adhesive portion is
pushed toward the cover member.
Fig. 17 is a view illustrating the cover member which
is torn on the left corner of Fig. 16.
Fig. 18 is a view illustrating the cover member which
is torn on the right corner of Fig. 16.
Fig. 19 is a view illustrating the right corner of the
cover member according to the embodiment in which
the non-adhesive portions are provided.
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DESCRIPTION OF EMBODIMENT

[0010] Hereinafter, an embodiment will be described
with reference to the accompanying drawings. Fig. 1 to
Fig. 19 illustrate the embodiment.

First Embodiment

[0011] (Configuration) The configuration of the embod-
iment will be described.
[0012] A vehicle such as an automobile includes an
interior component (a vehicle interior component 1) such
as an instrument panel shown in Fig. 1, which is provided
in the front position of a vehicle cabin. A vehicle interior
component, which is used as the vehicle interior compo-
nent 1, includes a base member 3, a cover member 4
placed on the base member, and an adhesive layer 5 (or
an adhesive applied layer) applied to the base member
3 or the cover member 4 as shown in Fig. 2. The vehicle
interior component 1 is formed by placing the (heated)
cover member 4 on the base member 3 via an adhesive
layer 5, and by performing vacuum suction (simultaneous
vacuum suctioning and compression bonding) such that
the cover member 4 is attached to the base member 3.
[0013] In this embodiment, the vehicle interior compo-
nent 1 is described as an example of the instrument panel
but not limited to the instrument panel. A heat-activated
adhesive or the like is used as an adhesive 2. The ad-
hesive layer 5 is formed by applying the adhesive 2 either
on the upper surface of the base member 3 or on the
bottom surface of the cover member 4 to have a prede-
termined thickness. The base member 3 is made of a
hard resin. The cover member 4 is made of a soft resin.
[0014] In addition to the fundamental configuration de-
scribed above, following elements are provided in this
embodiment.

(1) As shown in Figs. 3 to 5, non-adhesive portions
12 (or non-attaching portions) are provided on cor-
ners 11 of the base member 3 and in the vicinity of
the corners 11. The non-adhesive portions 12 are
areas where the adhesive 2 is not partially applied
in the base member 3.
In the case of the instrument panel, the corners 11
of the base member 3 are formed in a boundary be-
tween an upper side and a side facing occupants (a
vehicle rear side) of the instrument panel. In this em-
bodiment, the corners are located in both ends of
the boundary in a vehicle width direction 17 and the
like.
In addition to the corners 11 of the base member 3,
the non-adhesive portions 12 may be formed in other
areas where the elongation and the breakage of the
cover member 4 may be occurred.
(2) As shown in Figs. 6 and 7, the base member 3
includes air holes 21 in the non-adhesive portions 12.
Each of the air holes 21 is a thought hole for removing
air. One or more air holes can be provided in each

of the non-adhesive portions 12 in accordance with
the size and/or shape of the non-adhesive portion
12. The air holes 21 may be formed at the same time
when the base member 3 is molded, or may be
formed by post-processing after the formation of the
base member 3 and before the simultaneous vacu-
um suctioning and compression bonding. Prefera-
bly, the air holes 21 are simultaneously formed with
vacuum suction holes 25 since the vacuum suction
holes 25 are formed in the base member 3 for the
simultaneous vacuum suctioning and compression
bonding in advance. Alternatively, a part of the vac-
uum suction hole 25 may be used as the air hole 21.
Preferably, the air holes 21 are necessarily provided
when the layer thickness t of the adhesive 2 (the
adhesive layer 5) is larger than about 75 mm as
shown in Fig. 8.
(3) As shown in Fig. 9, the base member 3 includes
a fine concave-convex portion 31 in the non-adhe-
sive portions 12 to improve slidability (lubricity).
Preferably, the fine concave-convex portion 31 in-
cludes a plurality of smooth concave and convex por-
tions, and each of the concave portions has a round
end. The depth of the concave portion is equal to or
less than about 0.3mm, preferably equal to or more
than 0.05 mm. The planar shape of the fine concave-
convex portion 31 may be the same as that of a dec-
orative concave-convex portion 35 such as a grain
pattern or a geometric pattern provided on the upper
surface of the cover member 4 for decoration or the
like. The fine concave-convex portion 31 may be
formed entirely on the upper surface of the base
member 3, or partially on the upper surface of the
base member 3 where the non-adhesive portions 12
are provided or in the vicinity thereof. In this embod-
iment, the fine concave-convex portion 31 is formed
entirely on the upper surface of the base member 3.
The fine concave-convex portion 31 may be formed
at the same time when the base member 3 is molded,
or may be formed by post-processing after the for-
mation of the base member 3 and before the simul-
taneous vacuum suctioning and compression bond-
ing.
In the embodiment shown in figures, the cover mem-
ber 4 has a multilayer configuration in which a
foamed layer 36 is integrally provided on the bottom
surface side to deteriorate its slidability.
Hereinafter, a method for producing the vehicle in-
terior component 1 will be described.
The method for producing the vehicle interior com-
ponent includes applying the adhesive 2 to the base
member 3 or the cover member 4, and attaching the
cover member 4 to the base member 3 by performing
vacuum suction after placing the heated cover mem-
ber 4 on the upper surface of the base member 3.
The base member 3 applied with the adhesive 2
shown in Fig. 5 is set to a mold 41 (a mold for the
base member) as shown in Fig. 7. The cover member
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4 is clamped by clamps 42, and the upper and bottom
surfaces of the cover member 4 are heated by heat-
ers 43, 44 provided above and below the cover mem-
ber 4 as shown in Fig. 10. Then, the cover member
4 is placed above the base member 3 as shown in
Fig. 11. Subsequently, the mold 41 together with the
base member 3 is pushed up such that the base
member 3 contacts the cover member 4 and then
the vacuum suction is performed by evacuating the
mold 41 as shown in Fig. 12. The vacuum suction
holes 25, 45 are formed in the base member 3 and
the mold 41 in advance.
(4) The method for producing the vehicle interior
component includes, on the corners 11 of the base
member 3 or the cover member 4 to which the ad-
hesive 2 is applied and in the vicinity of the corners
11, providing the non-adhesive portions 12 which
are areas where the adhesive 2 is not applied in the
base member 3 or the cover member 4 such that the
non-adhesive portions 12 prevent the cover member
4 from being attached to the base member 3 in the
non-adhesive portions 12 to reduce the local elon-
gation of the cover member 4 in the non-adhesive
portions 12 and to prevent the breakage or torn of
the cover member 4 due to the local elongation of
the cover member 4.
Specifically, as shown in Figs. 13 and 14, the non-
adhesive portions 12 are formed, for example, by
taping masking tapes 55 to the corners 11 of the
base member 3 and then applying the adhesive 2
over it. The masking tapes 55 are peeled after ap-
plying the adhesive 2 as shown in Fig. 15.
As shown in Fig. 16, when the mold 41 together with
the base member 3 is pushed up to contact the base
member 3 to the cover member 4 without providing
the non-adhesive portions 12, the viscosity of the
adhesive 2 applied to the base member 3 suppress-
es the slidability of the cover member 4 relative to
the base member 3 (the corners 11), resulting in the
breakage (a torn portion 51) of the cover member 4
due to the local elongation as shown in Figs. 17 and
18. On the other hand, in the embodiment with the
non-adhesive portions 12, the cover member 4 is not
torn and has a better appearance as shown in Fig.
19 since the suppression of the slidability is eliminat-
ed.
(5) The air holes 21 are provided in the non-adhesive
portions 12 of the base member 3 such that air, which
may be (would be otherwise) within the non-adhe-
sive portions 12, can escape through the air holes
21 when the base member 3 and the cover member
4 are attached.
(6) Further, the fine concave-convex portion 31 is
provided in the non-adhesive portions 12 of the base
member 3 such as to improve slidability of the cover
member 4 relative to the non-adhesive portions 12
of the base member 3 (when pushing up the mold
and/or performing the vacuum suction).

[0015] More specifically, in the method for producing
the vehicle interior component, as shown in Fig. 3, the
corners 11 of the base member 3 are masked with the
masking tapes 55 or masking tools (a masking step) as
an adhesive applying step. In this state, as shown in Fig.
4, the adhesive 2 is applied to the upper surface of the
base member 3. Thereby, on the upper surface of the
base member 3, a layer of the adhesive 2 (the adhesive
layer 5) and the non-adhesive portions 12 where the ad-
hesive 2 is not applied because of the masking are
formed as shown in Fig. 5.
[0016] The adhesive 2 is entirely sprayed to the upper
surface of the base member 3 by using a spray nozzle
56 or the like. The non-adhesive portions 12 are formed
only by taping the masking tapes 55 or placing masking
members to the upper surface of the base member 3.
[0017] Note that the air holes 21 and the fine concave-
convex portion 31 are provided before the adhesive ap-
plying step.
[0018] Then, with the base member 3 as described
above, the simultaneous vacuum suctioning and com-
pression bonding is performed.
[0019] Specifically, in a base member setting step, the
base member 3 is set to the mold 41 as shown in Fig. 7.
Further, in a cover member heating step, the cover mem-
ber 4 clamped with the clamps 42 is heated by the heaters
43, 44 from above and below as shown in Fig. 10. Then,
in a mold pushing step, the heated cover member 4 is
placed above the base member 3 which is set to the mold
41 as shown in Fig. 11, and the base member 3 together
with the mold 41 is pushed toward the cover member 4.
[0020] Further, in a vacuum suctioning step, the vac-
uum suction is performed on the cover member 4 relative
to the base member 3 via the mold 41 and the base mem-
ber 3 as shown in Fig. 12. Thereby, the cover member 4
is attached to the base member 3 and accordingly the
vehicle interior component 1 is produced.
[0021] (Operational Effect) According to the embodi-
ment, following operational effects can be obtained.
[0022] (Operational Effect I) The vehicle interior com-
ponent 1 includes the adhesive layer 5 applied to the
base member 3 or the cover member 4. The vehicle in-
terior component 1 is produced by placing the (heated)
cover member 4 on the base member 3 via the adhesive
layer 5, and then by performing vacuum suction thereto
(the cover member 4 is attached to the base member 3).
[0023] The non-adhesive portions 12 are formed on
the corners 11 of the base member 3 and in the vicinity
of the corners 11. The non-adhesive portions 12 are ar-
eas where the adhesive 2 is not partially applied in the
base member 3. This prevents the cover member 4 from
being attached to the base member 3 in the non-adhesive
portions 12 around the corners 11 of the base member
3 when the base member 3 and the cover member 4 are
attached. Thereby, the local elongation of the cover
member 4 in the non-adhesive portions 12 can be re-
duced and the breakage of the cover member 4 due to
the local elongation of the cover member 4 can be pre-
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vented. As a result, an appearance defection such as the
breakage of the cover member 4 can be eliminated and
accordingly the vehicle interior component 1 can be pro-
duced with high quality and high yield ratio. Moreover,
this can be achieved by adding the masking step to the
adhesive applying step relative to the base member 3.
Therefore, the process is not significantly changed and
the burden of workers is not significantly increased.
[0024] Note that, as the results of various tests, it has
been found that the breakage or torn of the cover member
4 can be occurred more easily when the cover member
4 is relatively thin and consist of a single layer. The thick-
ness of the cover member 4 which breaks more easily is
less than about 1.5 mm. Accordingly, it is preferable that
the cover member 4 is necessarily attached to the base
member 3 after providing the non-adhesive portions 12
when using the cover member 4 having the thickness of
less than 1.5 mm. The breakage of the cover member 4
may be occurred in accordance with the shape of the
corners 11 or the like even with the cover member 4 hav-
ing the thickness equal to or larger than 1.5 mm. In this
case, it is preferable to provide the non-adhesive portions
12.
[0025] (Operational Effect II) The air holes 21 are pro-
vided in the non-adhesive portions 12 of the base mem-
ber 3. The air holes 21 can release a small amount of air
which would be otherwise enclosed within the non-ad-
hesive portions 12 when the base member 3 and the
cover member 4 are attached. As a result, this prevents
occurrence of defects such as formation of boundary line
steps or gaps between adhesive portions to which the
adhesive 2 is applied and the non-adhesive portions 12
due to the elongation of the cover member 4 which is
caused by a small amount of air remaining within a small
space in the non-adhesive portions 12 and thermally ex-
panded after the attachment of the base member 3 and
the cover member 4, for example. Note that the thermal
expansion of a small amount of air remaining within the
non-adhesive portions 12 tends to occur, for example, at
the time of high temperature in summer and at the time
of the heat resistance test after manufacturing the vehicle
interior component 1.
[0026] The air holes 21 should be provided only when
the layer thickness t of the adhesive 2 is relatively large
since various tests show that such boundary line steps
tend to be formed when the layer thickness t (the dry
layer thickness) of the adhesive 2 (the adhesive layer 5)
is relatively large but not to be formed when the layer
thickness t of the adhesive 2 is relatively small. The layer
thickness t of the adhesive 2 which forms the boundary
line step is equal to or more than about 75 mm (see Fig.
8). Therefore, the air holes 21 may not be necessarily
provided (or may be provided) when the layer thickness
t of the adhesive 2 is less than 75 mm.
[0027] (Operational Effect III) The fine concave-con-
vex portion 31 is provided in the non-adhesive portions
12 of the base member 3. The fine concave-convex por-
tion 31 decreases frictional resistance between the non-

adhesive portions 12 and the cover member 4, and ac-
cordingly improves its slidability since the fine concave-
convex portion 31 decreases a contact area between the
non-adhesive portions 12 and the cover member 4 (the
contact becomes close to a point contact, for example).
This is particularly effective when the cover member 4
has a multilayer configuration in which the foamed layer
36 deteriorating slidability is provided on the bottom sur-
face of the cover member 4.
[0028] Although the embodiment has been described
with reference to the drawings, it should be understood
that the embodiment is only an example of this disclosure.
This disclosure should not be limited to the embodiment,
and it should be appreciated that variations or modifica-
tions may be made in the embodiments described by
persons skilled in the art without departing from the gist
of this disclosure. Further, when the embodiment in-
cludes a plurality of elements, any possible combinations
of these elements may be possible even without a de-
tailed description. Furthermore, when several embodi-
ments are described in this disclosure, any possible com-
binations of these configurations that may even across
these embodiments may be possible even without a de-
tailed description. Additionally, when the term "and the
like", is used, it means it covers similar elements. Further,
when the terms "substantially", "about", "around", etc.
are used, it should be considered that they cover ranges
and/or accuracy within a technical common sense un-
derstood by persons skilled in the art.

REFERENCE SIGNS LIST

[0029] 1 Vehicle Interior Component; 2 Adhesive; 3
Base Member; 4 Cover Member; 5 Adhesive Layer; 11
Corners; 12 Non-Adhesive Portions; 21 Air Holes; 31
Fine Concave-Convex Portions; 51 Torn Portions.

CROSS-REFERENCE TO RELATED APPLICATION

[0030] The present application is based on and claims
priority from Japanese Patent Application No.
2015-191569, filed on September 29, 2015, the disclo-
sure of which is hereby incorporated by reference in its
entirety.

Claims

1. A vehicle interior component comprising:

a base member;
a cover member placed on the base member;
an adhesive layer applied to the base member
or the cover member, the base member and the
cover member attached each other via the ad-
hesive layer; and
a non-adhesive portion provided on a corner of
the base member or the cover member to which
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the adhesive layer is applied and in vicinity of
the corner,
wherein the non-adhesive portion is an area to
which an adhesive is not partially applied in the
base member or the cover member.

2. The vehicle interior component according to claim
1, wherein the base member comprises an air hole
in the non-adhesive portion.

3. The vehicle interior component according to claim 1
or 2, wherein the base member comprises a fine con-
cave-convex portion for improving slidability in the
non-adhesive portion.

4. A method for producing a vehicle interior component
comprising:

applying an adhesive to a base member or a
cover member;
providing a non-adhesive portion on a corner of
the base member or the cover member to which
the adhesive is applied and in vicinity of the cor-
ner such that the non-adhesive portion prevents
the cover member from being attached to the
base member to reduce local elongation of the
cover member in the non-adhesive portion and
to prevent breakage of the cover member due
to the local elongation of the cover member, the
non-adhesive portion being an area to which an
adhesive is not partially applied in the base
member or the cover member; and
attaching the cover member to the base member
by placing the cover member that is heated on
an upper surface of the base member and by
performing vacuum suction thereto.

5. The method according to claim 4, further comprising:
providing an air hole in the non-adhesive portion of
the base member such that air within the non-adhe-
sive portion escapes through the air hole when the
base member and the cover member are attached.

6. The method according to claim 4 or 5, further com-
prising:
providing fine concave-convex portion in the non-
adhesive portion of the base member such as to im-
prove slidability of the cover member relative to the
non-adhesive portion of the base member.
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