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Description

Technical Field

[0001] The present invention relates to a protective woven fabric that is high in strength and shock resistance and that
is composed of high strength high elasticity fiber yarns. More specifically, the present invention relates to a protective
woven fabric having a satisfactory weaving pattern, and a method for producing the same.

Background Art

[0002] Woven fabrics made from high strength high elasticity fibers such as aramid fibers have been proposed con-
ventionally as protective woven fabrics (e. g., knife-resistant clothing, a bulletproof vest) (Patent Documents 1-2). In
Patent Document 3, the present inventors propose applying a multi-ply woven fabric having a specific fabric structure
and a laminated sheet using the multi-ply woven fabric to knife-resistant clothing, etc.
[0003] Patent Document 4 discloses a multi-ply woven fabric using a high-strength high elasticity fiber yarn and has
a structure in which the warps at both outsides are each set to intersect between one weft of both outermost layers, and
the inner layer warps are set to intersect between two wefts adjacent to each other in the thickness direction. The woven
fabric laminated sheet is prepared by laminating plural woven fabrics, coating or impregnating interlayers with an adhesive,
and pressing in the thickness direction to perform integral compression molding.

Prior Art Documents

Patent Documents

[0004]

Patent Document 1: JP 3051449
Patent Document 2: JP 2002-371408 A
Patent Document 3: JP 5156410
Patent Document 4: JP 2008-208512 A

Disclosure of Invention

Problem to be Solved by the Invention

[0005] When the above woven fabric or sheet is applied to the knife-resistant clothing (e. g., a knife-resistant vest, a
leg protector for chain saw work), it is placed inside a covering fabric and then the covering fabric is sewn to, e. g., the
body part of the vest. In this case, slight defects such as fluff or fiber aggregates on the surface of the fabric do not cause
a big problem. However, recently, in addition to the application to the knife-resistant clothing, such a woven fabric or
sheet is used alone as, e. g., a vehicle sheet without being placed inside a covering fabric. When used as a vehicle
sheet, the woven fabric or sheet may be used by itself. Hence, the woven fabric is required to have a satisfactory weaving
pattern.

Means for Solving the Problem

[0006] The present invention provides a protective woven fabric according to claim 1 having a satisfactory weaving
pattern while retaining a high protective function, a method for producing same according to claim 8, and its uses
according to claims 9 to 12.
[0007] A protective woven fabric of the present invention is a protective woven fabric including super fiber yarns. The
warp of the woven fabric is a covered yarn composed of two twisted inorganic filament yarns as core yarns and two
super fiber yarns as covering yarns that are wound and twisted around the core yarns. The weft of the woven fabric is
a super fiber yarn.
[0008] A method for producing the protective woven fabric of the present invention is a method for producing the
above-described protective woven fabric, wherein at the time of moving the warp upward and downward by a heddle,
a distance between a highest point and a lowest point of the warp is 80 mm or more and 120 mm or less.
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Effect of the Invention

[0009] In the present invention, the warp of the woven fabric is a covered yarn composed of two twisted inorganic
filament yarns as core yarns and two super fiber yarns as covering yarns that are wound and twisted around the core
yarns. The weft of the woven fabric is a super fiber yarn. Thus, it is possible to provide a protective woven fabric that,
even when the warp and the weft is squeezed or rubbed by the reed, heddles, etc., of the loom, has few defects such
as fluff or fiber aggregates and has a satisfactory weaving pattern while retaining a high protective function. Especially,
by using as the warp a covered yarn composed of inorganic filament yarns as core yarns and two super fiber yarns as
covering yarns that are wound and twisted around the surface of the core yarns, the present invention can avoid fabric
defects such as fluff or fiber aggregates, which are easily generated when the warp and the weft is squeezed or rubbed
by the reed, heddles, etc., of the loom, and the core yarns and the twisted covering yarns are separated.

Brief Description of Drawings

[0010]

[FIG. 1] FIG. 1A is a schematic side view of a single covered yarn used as a warp representing background art,
FIG. 1B is a schematic side view of a double covered yarn in one embodiment of the present invention, and FIG.
1C is a schematic side view of another double covered yarn useful for understanding the invention.
[FIG. 2] FIG. 2 is a schematic side view of an illustrative example of a double covered yarn in which an additional
yarn is arranged with core yarns of the warp.
[FIG. 3] FIG. 3 is a weave diagram of a 2/1 twill woven fabric in one embodiment of the present invention.
[FIG. 4] FIG. 4 is a weave diagram of a 2/2 twill woven fabric in another embodiment of the present invention.
[FIG. 5] FIG. 5 is a weave diagram of a quadruple plain woven fabric in still another embodiment of the present
invention.
[FIG. 6] FIG. 6 is a weave diagram of a quintuple plain woven fabric in still another embodiment of the present invention.
[FIG. 7] FIG. 7 is a cross-sectional weave diagram of a quintuple plain woven fabric in one embodiment of the
present invention.
[FIG. 8] FIG. 8 is a schematic cross-sectional view illustrating a woven fabric production step in one embodiment
of the present invention.

Description of the Invention

[0011] The warp of the protective woven fabric of the present invention is a covered yarn composed of two or more
twisted inorganic filament yarns as core yarns and one or more super fiber yarns as covering yarns that are wound and
twisted around the core yarns. The reason for using two or more inorganic filament yarns as core yarns of the warp is
to highly integrate the twisted covering yarns with the core yarns and to increase a cutting resistance. The covered yarn
may be a single covered yarn or a double covered yarn, preferably a double covered yarn. By using the double covered
yarn, a higher force is required to cut the woven fabric.
[0012] In the covered yarn, the twist coefficient K of the covering yarns with respect to the core yarns is preferably
2000 to 30000, more preferably 3000 to 26000. This strengthens the twisted structure, and a higher force is required to
cut the woven fabric (hereinafter, a force (N) required to cut a woven fabric is referred to as "a woven fabric having a
cut resistance force of ... N"). Consequently, this woven fabric, even when being a monolayer woven fabric, can have
a cut resistance force of 50 N or more, preferably 60 N or more in the cutting test in accordance with JIS-T8052. 

where T represents the number of twists per 1 m of yarn, and
D represents the fineness of the yarn (unit: decitex)

[0013] A super fiber yarn alone is used as the weft. This is because the weft receives a large frictional force from
warps and a reed during production of a woven fabric, and thus covered yarns such as those used as the warp would
be easily separated into core yarns and covering yarns if used as the weft. The term "super fiber" is a general technical
term for a person skilled in the art, as described in "Seni no Hyakkajiten (Encyclopedia of Fibers)" written by Tatsuya
Motomiya et al., published by Maruzen, March 25, 2002, page 522.
[0014] In the covered yarn as the warp, it is preferred that an additional yarn made of a super fiber yarn is arranged
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with the inorganic filament yarns (core yarns). Thus, the integration of the twisted covering yarns with the core yarns
can be increased further, and it becomes possible to obtain a protective woven fabric having few defects such as fluff
or fiber aggregates while having a more satisfactory weaving pattern.
[0015] The inorganic filament yarns have a twist coefficient K of preferably 500 to 20000, more preferably 1000 to
15000. A plurality of the inorganic filament yarns may be arranged in parallel or twisted in use. In the above, the twist
coefficient K is determined by the following formula. 

where T represents the number of twists per 1 m of yarn, and
D represents the fineness of the yarn (unit: decitex)

[0016] The inorganic filament yarn is preferably at least one selected from glass fiber yarns and carbon fiber yarns.
Of these, the glass fibers are preferred because they have high viscoelasticity and high resistance against shocks from
a weft direction. When the glass fiber yarn is an E-glass fiber yarn, the density is 2.55 g/cm3, the tensile strength is 2410
MPa, and the Young’s modulus is 69 GPa. When the carbon fiber yarn is "T1000G" (trade name) manufactured by Toray
Industries, Inc., the density is 1.80 g/cm3, the tensile strength is 6370 MPa, and the Young’s modulus is 297 GPa. These
fiber yarns have high strength, and favorable cutting resistance and shock resistance. It is preferred that the fineness
of the inorganic filament yarn is 200 to 2000 decitex, and the total number of single fibers is appropriately 400 to 4000.
[0017] The super fiber yarn is preferably a high strength high elasticity fiber yarn having a strength of 18 cN/decitex
or more, and an elastic modulus of 380 cN/decitex or more. Specifically, the super fiber is preferably at least one selected
from aramid fibers (including para- and meta-aramid fibers), polyarylate fibers, poly(p-phenylenebenzobisoxazole) (PBO)
fibers, poly(p-phenylenebenzobisthiazole) (PBZT) fibers, polyethylene fibers, polyether ether ketone fibers, and polyvinyl
alcohol fibers. These fibers can be mixed in use. The super fiber yarns of the warp and the weft may be the same or
different from each other. Among these, the following are preferred: aramid fibers having high heat resistance (e.g.,
trade name "Kevlar (registered trademark)" manufactured by DuPont - Toray Co., Ltd., trade name "Twaron (registered
trademark)" manufactured by Teijin Twaron B.V, trade name "Technora (registered trademark)" manufactured by Teijin
Ltd.); polyarylate fibers (e.g., trade name "Vectran (registered trademark)" manufactured by KURARAY Co., Ltd.); and
poly(p-phenylenebenzobisoxazole) (PBO) fibers (e.g., trade name "Zylon (registered trademark)" manufactured by Toy-
obo Co., Ltd.).
[0018] The super fiber yarn may be a multifilament yarn or a spun yarn. The total fineness of the multifilament yarn is
preferably about 100 to 3000 decitex (the fineness of the single fiber: 1 to 20 decitex). The fineness of the spun yarn is
preferably 1 to 50 (cotton count). The super fiber yarn may be used alone as a single yarn, or a plurality of the super
fibers may be arranged in parallel or twisted in use. The multifilament yarn may be a processed yarn.
[0019] The protective woven fabric of the present invention is preferably a monolayer woven fabric or a multi-ply woven
fabric including 2 to 5 layers. In terms of the production cost, the protective woven fabric is preferably a monolayer woven
fabric. Examples of the monolayer woven fabric include plain weave, twill weave, and satin weave. Among these, the
twill weave is preferred because of its beautiful weaving pattern. The twill weave may be 1/2 twill, 2/1 twill, 2/2 twill, or
the like. The multi-ply woven fabric preferably has a structure in which warps on the both outer sides are each arranged
to cross between one weft in the outermost layer, and warps in the inner layers are each arranged to cross between
two wefts adjacent to each other in the thickness direction. The multi-ply woven fabric may be composed of 3 to 8 warps
and 2 to 7 wefts (layers) seen from the cross-sectional direction.
[0020] The protective woven fabric of the present invention preferably has a cut resistance force of 30 N or more,
further preferably 50 N or more, and particularly preferably 100 N or more in a cutting test in accordance with JIS-T8052.
When the cut resistance force is greater than or equal to 100 N, the fabric is evaluated as "100 N or more". Some of the
protective woven fabrics of the present invention actually have a cut resistance force of "100 N or more". Protective
woven fabrics having a cut resistance force of 30 N or more in the cutting test have favorable cutting resistance and
shock resistance.
[0021] It is preferred that the protective woven fabric of the present invention is a monolayer woven fabric, and has a
warp density of 50 yarns/ 2.54 cm or more and a weft density of 35 yarns/ 2.54 cm or more. It is more preferred that the
protective woven fabric is a monolayer woven fabric, and has a warp density of 50 to 80 yarns/ 2.54 cm and a weft
density of 40 to 60 yarns/ 2.54 cm. With this structure, the protective woven fabric, even when a monolayer woven fabric,
can have a cut resistance force of 50 N or more in the cutting test in accordance with JIS-T8052.
[0022] The protective woven fabric of the present invention can be used as knife-resistant clothing, heat-resistant
sheets, shock-resistant sheets, and the like. Examples of the knife-resistant clothing include knife-resistant vests, and
leg protectors for chain saw work. Examples of the heat-resistant sheets include sheets for operations near a furnace
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such as a blast furnace or aluminum die cast, and sheets for welding. Examples of the shock-resistant sheets include
human body protective sheets for fixing a human body to a protective position in a vehicle, and vehicle reinforcing sheets.
In addition to these, the protective woven fabric of the present invention can be used at locations in, e.g., vehicles, trains,
ships, minesweepers, submarines, chemical plants, and petroleum facilities, that are required to have shock resistance.
[0023] Hereinafter, the present disclosure will be described with reference to the drawings. In the drawings, the same
reference numeral denotes the same element. FIG. 1A is a schematic side view of a single covered yarn 1 used as a
warp in an illustrative example not according to the present invention. The single covered yarn 1 is composed of two
twisted inorganic filament yarns as core yarns 2a and 2b, and a covering yarn 3 made of super fibers for covering the
core yarns. FIG. 1B is a schematic side view of a double covered yarn 4 in which covering yarns 3a and 3b cover the
core yarns according to the present invention. The twist directions of the covering yarns 3a and 3b differ from each other.
FIG. 1C is a schematic side view of another double covered yarn 5 not according to the invention. The twist directions
of the covering yarns 3a and 3c are the same. Of these, the double covered yarn 4 of FIG. 1B is preferred because of
its strong twisted structure.
[0024] FIG. 2 is a schematic side view of a double covered yarn 6 in which an additional yarn 7 is arranged with the
core yarns 2a and 2b of the warp in another example not according to the present invention. A super fiber yarn is used
as the additional yarn 7. With this configuration, the integration of the covering yarns with the core yarns can be increased
further. A super fiber yarn is used as a weft for the warps of FIGS. 1 and 2.
[0025] FIG. 3 is a weave diagram of a 2/1 twill woven fabric (back weave, monolayer woven fabric) in one embodiment
of the present invention. Black areas are where the warp appears on the face of the fabric. White areas are where the
warp is hidden on the back. The numbers 1, 2, and 3 on the lower side of FIG. 3 indicate one cycle. FIG. 4 is a weave
diagram of a 2/2 twill woven fabric (monolayer woven fabric) in another embodiment of the present invention. The
numbers from 1 to 4 indicate one cycle. FIG. 5 is a weave diagram of a quadruple plain woven fabric in still another
embodiment of the present invention. The numbers from 1 to 6 indicate one cycle. FIG. 6 is a weave diagram of a
quintuple plain woven fabric in still another embodiment of the present invention. The numbers from 1 to 6 indicate one
cycle.
[0026] FIG. 7 is a cross-sectional weave diagram of a quintuple plain woven fabric 10 illustrated in FIG. 6. Reference
numerals a1 to a6 indicate warps, and 1 to 10 in circles indicate wefts. The warp a1 on one outer side is arranged zigzag
to alternately pass between the wefts 1 and 2 in circles (outermost layer), and the warp a6 on the other outer side is
arranged zigzag to alternately pass between the wefts 9 and 10 in circles (outermost layer). The warps a2 to a5 in the
inner layers are each arranged zigzag to alternately pass between two wefts adjacent to each other in the thickness
direction. The wefts located in the outermost layer, e.g., the wefts indicated by 1 and 2 in circles, are configured similarly
to a plain woven fabric using the warps a1 and a2, but this structure is different therefrom in that the warp a2 is arranged
to alternately pass between two wefts adjacent to each other in the thickness direction (2 and 3, and 1 and 4 in circles).
The warps in the inner layers are each arranged to alternately pass between two wefts adjacent to each other in the
thickness direction and pass between one weft in a horizontal direction. Although the number of layers is different, the
structure of the quadruple plain woven fabric illustrated in FIG. 5 is basically the same as that of the quintuple plain
woven fabric.
[0027] FIG. 8 is a schematic cross sectional view illustrating a step of producing a woven fabric in one embodiment
of the present invention. A loom 11 to be used in the present invention is, e.g., a needle rapier loom. This needle rapier
loom, which had been conventionally used for silk, was modified to have a distance L between the highest point and the
lowest point of warps 13a and 13b of 80 mm to 120 mm, preferably 85 mm to 105 mm, at the time of moving the warps
upward and downward with heddles 15a and 15b. Conventionally, the distance L was 55 mm to 75 mm. By increasing
the distance L (shed) as such, the loom can be driven stably while a shuttle does not jump out on the warps, especially
on the warps on the upper side, even at a reciprocation speed of the shuttle of, e.g., 130-150 times/minute, thereby
reducing defects. Moreover, even when the weft is squeezed or rubbed by the reed, heddles, etc., of the loom, or the
weft and the warp are rubbed, it is possible to produce a protective woven fabric that has few defects such as fluff or
fiber aggregates while having a satisfactory weaving pattern. When the distance L between the highest point and the
lowest point of the warps is less than 80 mm, problems increase, including the jump of the shuttle, and defects such as
fluff or fiber aggregates. When the distance L exceeds 120 mm, the productivity decreases.
[0028] As illustrated in FIG. 8, a plurality of warps warped without using a sizing agent are arranged onto the loom 11,
and passed through the heddles 15a and 15b from a back roll 12 to create a shed. The weft is inserted by passing a
rapier shuttle 16 through the shed. A reference numeral 14 indicates a warp line. The weft is then beaten by moving a
reed 17 frontward to form a fabric structure. A reference numeral 18 indicates the motion of the reed 17. A woven fabric
thus produced is wound on a cylinder. A reference numeral 19 indicates the wound woven fabric.

Examples

[0029] Hereinafter, the present invention will be described specifically by way of examples. However, the present
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invention is not limited to the examples.

<Cutting Resistance Test>

[0030] A cutting resistance was measured in accordance with JIS-T8052 2005 (Protective clothing - Mechanical prop-
erties - Determination of resistance to cutting by sharp objects). The measurement method of JIS-T8052 2005 is the
same as that of ISO 13997. The results obtained by this test are expressed as a cut resistance force (N) (a force required
to cut a woven fabric). A cut resistance force of 100 N or more is indicated as "100 N or more". This test was conducted
by KAKEN TEST CENTER General Incorporated Foundation, Tokyo office.

<Surface Inspection of Woven Fabric>

[0031] The surface of a woven fabric was evaluated by irradiating the front and back sides of the woven fabric with
light (fluorescent lamp) over the full width to inspect defects of the woven fabric including fluff and fiber aggregates, and
calculating the average number of defects present per 1 m2 after removal with scissors. The defects were judged visually.

A: 0 to 2
B: more than 2 and 5 or less
C: more than 5

<Weaving Pattern Evaluation of Woven Fabric>

[0032] In parallel with the surface evaluation of the woven fabric, the weaving pattern of the woven fabric was judged
visually.

A: Weaving pattern is satisfactory.
B: Weaving pattern slightly collapses but has no problem in practical use.
C: Weaving pattern collapses and is worthless as a product.

[0033] (Example 1)

(1) Warp

[0034] Two glass filament yarns (the number of constituent fibers: 800) having a fineness of 675 decitex were twisted
together to prepare core yarns. The number of twists was 150 T/m (twist coefficient K: 5511), and the twist direction was
S. A polyarylate spun yarn (trade name "VECTRAN (registered trademark)" manufactured by KURARAY Co., Ltd.)
having a fineness of 295 decitex was twisted around the surface of the core yarns in a Z direction with the number of
twists of 910 T/m (twist coefficient K: 15630), and another polyarylate spun yarn was twisted therearound in an S direction
with the number of twists of 1180 T/m (twist coefficient K: 20267). Thus, a W covered yarn illustrated in FIG. 1B was
prepared. The total fineness was 2150 decitex.

(2) Weft

[0035] A polyarylate filament fiber yarn (trade name "VECTRAN (registered trademark)" manufactured by KURARAY
Co., Ltd., the number of twists: 25 T/m) having a fineness of 1100 decitex was used (the number of single fibers: 200).

(3) Production of Woven Fabric

[0036] A needle rapier loom, trade name "KR-Z" manufactured by Imamura-Machinery Co., Ltd, was used to produce
the following woven fabric using 2070 warps and one weft (the weft was inserted with a rapier shuttle): the width of the
woven fabric: 100 cm, the fabric structure: a 2/1 twill (monolayer woven fabric) illustrated in FIG. 3, the thickness of the
woven fabric: 1.25 mm, the mass per unit area: 676 g/m2 (the amount of the warp used: 474 g/m2, the amount of the
weft used: 202 g/m2). This loom is illustrated in FIG. 8. The distance L between the highest point and the lowest point
of the warps was 100 mm. As heddles, wire heddles with ring were used. The weft was inserted from the right side, seen
from the upper side of the woven fabric. On the left end of the woven fabric, a selvedge was formed by intertwining the
weft with an intertwining yarn and folding it. On the right end of the woven fabric, a selvedge was formed by intertwining
the weft with the warp on the end.
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(4) Evaluation Results of Woven Fabric

[0037] The woven fabric obtained had a cut resistance force of 31.9 N in the cutting resistance test, and was judged
as A in the surface inspection test.

(Example 2)

[0038] A woven fabric of Example 2 was prepared in the same manner as in Example 1 except for the following: the
number of the warp used: 2760, the fabric structure: a 2/2 twill (monolayer woven fabric) illustrated in FIG. 4, the thickness
of the woven fabric: 1.48 mm, the mass per unit area: 918 g/m2 (the amount of the warp used: 688 g/m2, the amount of
the weft used: 230 g/m2). The woven fabric obtained had a cut resistance force of 51.5 N in the cutting resistance test,
and was judged as A in the surface inspection. Incidentally, a double-layered woven fabric in which two of the woven
fabrics were stacked had a cut resistance force of 100 N or more in the cutting resistance test.

(Example 3)

[0039] A woven fabric of Example 3 was prepared in the same manner as in Example 1 except for the following: the
number of the warp used: 4140, the fineness of the weft: 560 decitex, the fabric structure: a quadruple plain woven fabric
illustrated in FIG. 5, the thickness of the woven fabric: 2.35 mm, the mass per unit area: 1525 g/m2 (the amount of the
warp used: 1083 g/m2, the amount of the weft used: 422 g/m2). The woven fabric obtained had a cut resistance force
of 100 N or more in the cutting resistance test, and was judged as A in the surface inspection.

(Example 4)

[0040] A woven fabric of Example 4 was prepared in the same manner as in Example 1 except for the following: the
number of the warp used: 4140, the fineness of the weft: 560 decitex, the fabric structure: a quintuple plain woven fabric
illustrated in FIGS. 6 and 7, the thickness of the woven fabric: 2.43 mm, the mass per unit area: 1458 g/m2 (the amount
of the warp used: 1035 g/m2, the amount of the weft used: 423 g/m2). The woven fabric obtained had a cut resistance
force of 76.6 N in the cutting resistance test, and was judged as A in the surface inspection.
[0041] Table 1 summarizes the results of Examples 1-4.

[Table 1]

Example 
1

Example 
2

Example 
3

Example 
4 Test method

Yarn density of 
woven fabric 
(number/2.54 cm)

Warp 52.5 69.3 102.7 107.0
JIS L 1096

Weft 37.5 40.1 89.6 91.7

Mass of woven fabric (g/m2) 676 918 1525 1458 JIS L 1096

Thickness of woven fabric 
(mm) 1.25 1.48 2.35 2.43 JIS L 1096, load: 23.5 kPa

Tensile strength 
(N)

Warp 4530 5680 6930 11400 JIS L 1096 (Label strip method), 
Sample width: 5cm, Distance 
between grips: 20 cm, Tensile 
rate: 20 cm/min, Test machine: 
constant-rate-of-extension type

Weft 18100 23100 42400 38400

Tear strength (N)
Warp 343.0 433.0 804.7 862.0 JIS L 1096A-1 (Single tongue 

method), Sample width: 5 cm, 
Tensile rate: 0 cm/mmWeft 137.1 182.7 1816.0 1873.3

Dimensional 
change rate (%)

Warp 0.0 0.0 0.0 -0.3
JIS L 1096 D

Weft 0.0 0.0 0.0 0.0

Cut resistance force (N) 31.9 51.5
100 or 
more

76.6 JIS T 8052
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(Comparative Example 1)

[0042] A woven fabric of Comparative Example 1 was prepared in the same manner as in Example 1 except that an
untwisted glass filament yarn was used as the warp. The woven fabric obtained was judged as C in the surface inspection,
C in the weaving pattern evaluation, and had many defects and had a problem as a product.

(Comparative Example 2)

[0043] A woven fabric of Comparative Example 2 was prepared in the same manner as in Example 1 except that the
same yarn as the warp was used as the weft. The woven fabric obtained was judged as B in the surface inspection, B
in the weaving pattern evaluation, and had many defects and had a problem as a product.

(Comparative Example 3)

[0044] A woven fabric of Comparative Example 3 was prepared in the same manner as in Example 1 except that a
conventional needle rapier loom was used as a loom, and the distance L between the highest point and the lowest point
of the warps was 75 mm. The woven fabric obtained was judged as C in the surface inspection, C in the weaving pattern
evaluation, and had many defects and had a problem as a product.

(Example 5)

[0045] A 2/1 twill woven fabric (monolayer woven fabric) was prepared in the same manner as in Example 1 except
that the yarn density of the woven fabric was changed as indicated in Table 2. The woven fabric obtained had a cut
resistance force of 52.1 N in the cutting resistance test, and was judged as A in the surface inspection. The other
evaluation results are shown in Table 2.

(Example 6)

[0046] A 2/2 twill woven fabric (monolayer woven fabric) was prepared in the same manner as in Example 2 except
that the yarn density of the woven fabric was changed as indicated in Table 2. The woven fabric obtained had a cut
resistance force of 76.7 N in the cutting resistance test, and was judged as A in the surface inspection. The other
evaluation results are shown in Table 2.

(continued)

Example 
1

Example 
2

Example 
3

Example 
4 Test method

Surface inspection of woven 
fabric A A A A Visual inspection

Weaving pattern evaluation 
of woven fabric A A A A Visual inspection

[Table 2]

Example 
5

Example 
6

Test method

Yarn density of woven 
fabric (number/2.54cm)

Warp 52.5 70.0
JIS L 1096

Weft 41.7 50.1

Mass of woven fabric (g/m2) 742 1002 JIS L 1096

Thickness of woven fabric (mm) 1.37 1.62 JIS L 1096, Load: 23.5kPa

Tensile strength (N)

Warp 5210 6540 JIS L 1096 (Label strip method), Sample width: 5 cm, 
Distance between grips: 20 cm, Tensile rate: 20 
cm/min, Test machine: constant-rate-of-extension 
type

Weft 20820 26570
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[0047] It was confirmed from the results of Examples 5-6 that the woven fabric, even when being a monolayer woven
fabric, could have a cut resistance force of 50 N or more in the cutting test in accordance with JIS-T8052, by increasing
the yarn density. Particularly, the monolayer woven fabric of Example 6 had a cut resistance force equivalent to that of
the quintuple plain woven fabric of Example 4. Such a configuration can reduce the production cost.

Industrial Applicability

[0048] The protective woven fabric of the present invention can be used as knife-resistant clothing, heat-resistant
sheets, shock-resistant sheets, and the like. Examples of the knife-resistant clothing include knife-resistant vests, and
leg protectors for chain saw work. Examples of the heat-resistant sheets include sheets for operations near a furnace
such as a blast furnace or aluminum die cast, and sheets for welding. Examples of the shock-resistant sheets include
human body protective sheets for fixing a human body to a protective position in a vehicle, and vehicle reinforcing sheets.
In addition to these, the protective woven fabric of the present invention can be used at locations in, e.g., vehicles, trains,
ships, minesweepers, submarines, chemical plants, and petroleum facilities, that are required to have shock resistance.

Description of Reference Numerals

[0049]

1 single covered yarn
2a, 2b core yarn
3, 3a, 3b, 3c covering yarn
4, 5, 6 double covered yarn
7 additional yarn
10 quintuple plain woven fabric
11 loom
12 back roll
13a, 13b warp
14 warp line
15a, 15b heddle
16 rapier shuttle
17 reed
18 motion of reed
19 wound woven fabric

Claims

1. A protective woven fabric comprising super fiber yarns,
wherein a warp of the woven fabric is a covered yarn (4) composed of two twisted inorganic filament yarns as core
yarns (2a, 2b) and two super fiber yarns as covering yarns (3a, 3b) that are wound and twisted around the core
yarns (2a, 2b), and
a weft of the woven fabric is a super fiber yarn,
wherein the super fiber yarns are high strength high elastic modulus yarns having a strength of 18 cN/decitex or

(continued)

Example 
5

Example 
6 Test method

Dimensional change 
rate (%)

Warp 0.0 0.0
JIS L 1096 D

Weft 0.0 0.0

Cut resistance force (N) 52.1 76.7 JIS T 8052

Surface inspection of woven fabric A A Visual inspection.

Weaving pattern evaluation of 
woven fabric

A A Visual inspection
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more and an elastic modulus of 380 cN/decitex or more,
wherein the inorganic filament yarns as core yarns (2a, 2b) have a twist coefficient K1 determined by a formula
below of 500 to 20000: 

where T represents the number of twists per 1 m of the core yarns (2a, 2b), and
D represents the fineness of the core yarns (2a, 2b) (unit: decitex),

wherein the covered yarn (4) is a W covered yarn configured so that the covering yarns (3a, 3b) are twisted in a Z
direction and a S direction on the outside of the core yarns (2a, 2b), and a twist coefficient K2 of the core yarns (2a,
2b) and the covering yarns (3a, 3b) determined by a formula below is 2000 to 30000: 

where T represents the number of twists per 1 m of the core yarns (2a, 2b) and the covering yarns (3a, 3b), and
D represents the fineness of the core yarns (2a, 2b) and the covering yarns (3a, 3b) (unit: decitex).

2. The protective woven fabric according to claim 1, wherein the inorganic filament yarns are glass fiber yarns.

3. The protective woven fabric according to claim 1 or 2, wherein the super fiber yarns are at least one selected from
aramid fibers, polyarylate fibers, poly(p-phenylene-benzobisoxazole) fibers, poly(p-phenylenebenzobisthiazole) fib-
ers, polyethylene fibers, polyether ether ketone fibers, and polyvinyl alcohol fibers.

4. The protective woven fabric according to any one of claims 1 to 3, wherein the protective woven fabric is at least
one selected from a monolayer woven fabric and a multi-ply woven fabric including 2 to 5 layers.

5. The protective woven fabric according to any one of claims 1 to 4, wherein a force required to cut the protective
woven fabric is 30 N or more, as measured through a cutting test in accordance with JIS-T8052.

6. The protective woven fabric according to any one of claims 1 to 5, wherein the protective woven fabric is a monolayer
woven fabric, and a force required to cut the woven fabric is 50 N or more, as measured through a cutting test in
accordance with JIS-T8052.

7. The protective woven fabric according to any one of claims 1 to 6, wherein the protective woven fabric is a monolayer
woven fabric, and has a warp (13a, 13b) density of 50 yarns/2.54 cm or more and a weft density of 35 yarns/2.54
cm or more.

8. A method for producing the protective woven fabric according to any one of claims 1 to 7, wherein at the time of
moving the warp (13a, 13b) upward and downward by a heddle, a distance between a highest point and a lowest
point of the warp (13a, 13b) is 80 mm or more and 120 mm or less.

9. Use of the protective woven fabric according to one of claims 1 to 7, or manufactured according to claim 8, as knife-
resistant clothing, such as a vest or a leg-protector, such as for chain-saw work.

10. Use of the protective woven fabric according to one of claims 1 to 7, or manufactured according to claim 8, as a
heat-resistant sheet, such as a sheet for operations near a furnace such as a blast furnace, or a sheet for welding.

11. Use of the protective woven fabric according to one of claims 1 to 7, or manufactured according to claim 8, as a
shock-resistant sheet, such as a vehicle reinforcing sheet or a human body protective sheet such as for fixing a
human body to a protective position in a vehicle.

12. Use of the protective woven fabric according to one of claims 1 to 7, or manufactured according to claim 8, at a
location required to have shock resistance, such as in vehicles, trains, ships, minesweepers, submarines, chemical
plants, or petroleum facilities.
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Patentansprüche

1. Schutz-Webstoff mit Superfaser-Garnen,
wobei eine Kette des Webstoffs ein behülltes Garn (4) aus zwei verdrillten Anorganisches-Filament-Garnen als
Kerngarnen (2a, 2b) und zwei Superfaser-Garnen als Hüllgarnen (3a, 3b) ist, die um die Kerngarne (2a, 2b) gewunden
und verdrillt sind, und
ein Schuss des Webstoffs ein Superfasergarn ist,
wobei die Superfasergarne hochfeste Garne mit hohem Elastizitätsmodul mit einer Festigkeit von 18 cN/decitex
oder mehr und einem Elastizitätsmodul von 380 cN/decitex oder mehr sind,
wobei die Anorganisches-Filament-Garne als Kerngarne (2a, 2b) einen Verdrill-Koeffizienten K1, bestimmt durch
die nachfolgende Formel, von 500 bis 20000 aufweisen: 

worin T die Anzahl der Verdrillungen pro 1 m der Kerngarne (2a, 2b) darstellt,
und D die Feinheit der Kerngarne (2a, 2b) (Einheit: decitex) darstellt,

wobei das behüllte Garn (4) ein W-behülltes Garn ist, das derart konfiguriert ist, dass die Hüllgarne (3a, 3b) in einer
Z-Richtung und einer S-Richtung auf der Außenseite der Kerngarne (2a, 2b) verdrillt sind, und ein Verdrill-Koeffizient
K2 der Kerngarne (2a, 2b) und der Hüllgarne (3a, 3b), der durch die nachfolgende Formel bestimmt ist, 2000 bis
30000 beträgt: 

worin T die Anzahl der Verdrillungen pro 1 m der Kerngarne (2a, 2b) und der Hüllgarne (3a, 3b) darstellet, und D
die Feinheit der Kerngarne (2a, 2b) und der Hüllgarne (3a, 3b) (Einheit: decitex) darstellt.

2. Schutz-Webstoff gemäß Anspruch 1, wobei die Anorganisches-Filament-Garne Glasfasergarne sind.

3. Schutz-Webstoff gemäß Anspruch 1 oder 2, wobei die Superfasergarne wenigstens eines sind ausgewählt von
Aramidfasern, Polyarylatfasern, Poly(p-phenylen-benzobisoxazol)fasern, Poly(p-phenylenbenzobisthiazol)fasern,
Polyethylenfasern, Polyetheretherketonfasern und Polyvinylalkoholfasern.

4. Schutz-Webstoff gemäß einem der Ansprüche 1 bis 3, wobei der Schutz-Webstoff wenigstens einer ist ausgewählt
von einem Monolayer-Webstoff und einem Multi-Ply-Webstoff mit 2 bis 5 Lagen.

5. Schutz-Webstoff gemäß einem der Ansprüche 1 bis 4, wobei eine zum Schneiden des Schutz-Webstoffs benötigte
Kraft, gemessen mit einem Schneidetest gemäß JIS-T8052, 30 N oder mehr beträgt.

6. Schutz-Webstoff gemäß einem der Ansprüche 1 bis 5, wobei der Schutz-Webstoff ein Monolayer-Webstoff ist und
eine zum Schneiden des Schutz-Webstoffs benötigte Kraft, gemessen mit einem Schneidetest gemäß JIS-T8052,
50 N oder mehr beträgt.

7. Schutz-Webstoff gemäß einem der Ansprüche 1 bis 6, wobei der Schutz-Webstoff ein Monolayer-Webstoff ist und
eine Kettdichte (13a, 13b) von 50 Garnen/2,54 cm oder mehr und eine Schussdichte von 35 Garnen/2,54 cm oder
mehr aufweist.

8. Verfahren zum Herstellen des Schutz-Webstoff gemäß einem der Ansprüche 1 bis 7, wobei der Abstand zwischen
dem höchsten Punkt und dem tiefsten Punkt der Kette (13a, 13b) beim Bewegen der Kette (13a, 13b) nach oben
und unten durch eine Webelitze 80 mm oder mehr und 120 mm oder weniger beträgt.

9. Verwendung des Schutz-Webstoffs gemäß einem der Ansprüche 1 bis 7, oder des gemäß Anspruch 8 hergestellten
Webstoffs, als Messer-feste Bekleidung, wie als Weste oder Bein-Protektor, wie für Kettensägenarbeiten.

10. Verwendung des Schutz-Webstoffs gemäß einem der Ansprüche 1 bis 7, oder des gemäß Anspruch 8 hergestellten
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Webstoffs, als Hitze-beständiges Tuch, wie als Tuch für Arbeiten nahe einem Ofen wie einem Hochofen, oder als
Tuch zum Schweißen.

11. Verwendung des Schutz-Webstoffs gemäß einem der Ansprüche 1 bis 7, oder des gemäß Anspruch 8 hergestellten
Webstoffs, als Schlag-beständige Schicht, wie als Fahrzeug-verstärkende Schicht oder als Schutzschicht für den
menschlichen Körper, wie zum Fixieren des menschlichen Körpers in einer Schutzposition in einem Fahrzeug.

12. Verwendung des Schutz-Webstoffs gemäß einem der Ansprüche 1 bis 7, oder des gemäß Anspruch 8 hergestellten
Webstoffs, an einem Ort, an dem Schlag-Beständigkeit vonnöten ist, wie in Fahrzeugen, Zügen, Schiffen, Minen-
räumern, Unterseebooten, Chemie-Fabriken oder Erdöl-Anlagen.

Revendications

1. Tissé de protection comprenant des fils de super-fibres,
dans lequel une chaîne du tissé est un fil guipé (4) composé de deux fils de filaments inorganiques torsadés en tant
que fils d’âme (2a, 2b) et de deux fils de super-fibres en tant que fils de guipage (3a, 3b) qui sont enroulés et torsadés
autour des fils d’âme (2a, 2b), et
une trame du tissé est un fil de super-fibre,
dans lequel les fils de super-fibres sont des fils à haute résistance et à haut module d’élasticité ayant une résistance
de 18 cN/décitex ou plus et un module d’élasticité de 380 cN/décitex ou plus,
dans lequel les fils de filaments inorganiques en tant que fils d’âme (2a, 2b) ont un coefficient de torsion K1 déterminé
par une formule ci-dessous de 500 à 20 000 : 

où T représente le nombre de torsions pour 1 m des fils d’âme (2a, 2b), et D représente la finesse des fils d’âme
(2a, 2b) (unité : décitex),
dans lequel le fil guipé (4) est un fil guipé en W configuré de sorte que les fils de guipage (3a, 3b) soient torsadés
dans une direction Z et une direction S à l’extérieur des fils d’âme (2a, 2b), et un coefficient de torsion K2 des fils
d’âme (2a, 2b) et des fils de guipage (3a, 3b) déterminé par une formule ci-dessous est de 2000 à 30 000 : 

où T représente le nombre de torsions pour 1 m des fils d’âme (2a, 2b) et des fils de guipage (3a, 3b), et
D représente la finesse des fils d’âme (2a, 2b) et des fils de guipage (3a, 3b) (unité : décitex).

2. Tissé de protection selon la revendication 1, dans lequel les fils de filaments inorganiques sont des fils de fibres de
verre.

3. Tissé de protection selon la revendication 1 ou 2, dans lequel les fils de super-fibres sont au moins un élément
sélectionné parmi des fibres d’aramide, des fibres de polyarylate, des fibres de poly(p-phénylène-benzobisoxazole),
des fibres de poly(p-phénylènebenzobisthiazole), des fibres de polyéthylène, des fibres de polyéther éther cétone
et des fibres d’alcool polyvinylique.

4. Tissé de protection selon l’une des revendications 1 à 3, dans lequel le tissé de protection est au moins un élément
sélectionné parmi un tissé monocouche et un tissé multi-pli comportant 2 à 5 couches.

5. Tissé de protection selon l’une des revendications 1 à 4, dans lequel une force nécessaire pour couper le tissé de
protection est de 30 N ou plus, telle que mesurée par un essai de coupe conformément à JIS-T8052.

6. Tissé de protection selon l’une des revendications 1 à 5, dans lequel le tissé de protection est un tissé monocouche,
et une force nécessaire pour couper le tissé est de 50 N ou plus, telle que mesurée par un essai de coupe confor-
mément à JIS-T8052.
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7. Tissé de protection selon l’une des revendications 1 à 6, dans lequel le tissé de protection est un tissé monocouche,
et a une densité de chaîne (13a, 13b) de 50 fils/2,54 cm ou plus et une densité de trame de 35 fils/2,54 cm ou plus.

8. Procédé de production du tissé de protection selon l’une des revendications 1 à 7, dans lequel au moment de
déplacer la chaîne (13a, 13b) vers le haut et vers le bas par une lisse, une distance entre un point le plus haut et
un point le plus bas de la chaîne (13a, 13b) est de 80 mm ou plus et de 120 mm ou moins.

9. Utilisation du tissé de protection selon l’une des revendications 1 à 7, ou fabriqué selon la revendication 8, en tant
que vêtement résistant aux coups de couteau, tel qu’une veste ou une jambière, tel que pour des travaux de
tronçonnage.

10. Utilisation du tissé de protection selon l’une des revendications 1 à 7, ou fabriqué selon la revendication 8, en tant
que feuille résistant à la chaleur, telle qu’une feuille pour des opérations près d’un four tel qu’un haut fourneau, ou
une feuille pour soudage.

11. Utilisation du tissé de protection selon l’une des revendications 1 à 7, ou fabriqué selon la revendication 8, en tant
que feuille résistant aux chocs, telle qu’une feuille de renforcement pour véhicule ou une feuille de protection pour
le corps humain telle que pour fixer un corps humain dans une position de protection dans un véhicule.

12. Utilisation du tissé de protection selon l’une des revendications 1 à 7, ou fabriqué selon la revendication 8, à un
emplacement nécessitant d’avoir une résistance aux chocs, tel que dans des véhicules, des trains, des vaisseaux,
des dragueurs de mines, des sous-marins, des usines chimiques ou des installations pétrolières.
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