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Description

TECHNICAL FIELD

[0001] An aspect of the present disclosure relates to
an air filter, a light source device, and an air filter manu-
facturing method.

BACKGROUND

[0002] Japanese Unexamined Patent Publication No.
2002-174855  discloses a projector device including a
housing provided with an air intake port and a dustproof
air filter attached to the housing so as to cover the air
intake port. The air filter is configured as a filter unit having
a filter member and a frame member holding the filter
member and is fixed to the housing in the frame member.
[0003] GB 894 732 A discloses a gas filter comprising
a mass of polyurethane foam material having intercon-
nected cells, said mass being completely enclosed by an
integral impermeable skin except at locations thereon
which constitute an inlet for gas to be filtered and an outlet
for filtered gas.

SUMMARY

[0004] A device to which the air filter is applied may
need to be reduced in size and the air filter may need to
be reduced in thickness. However, simple air filter thick-
ness reduction may lead to an increase in the complexity
of air filter attachment to the housing. In addition, a sep-
arate frame member is necessary for the air filter to be
sandwiched and fixed between the housing and the
frame member, and then no sufficient device size reduc-
tion may be possible.
[0005] An object of an aspect of the present disclosure
is to provide an air filter that can be reduced in thickness
with attachability ensured, a light source device that can
be reduced in size, and an air filter manufacturing method
for such an air filter.
[0006] An air filter according to an aspect of the present
disclosure includes a first urethane portion made of poly-
urethane foam and having air permeability and a second
urethane portion made of polyurethane foam and dis-
posed so as to overlap with a part of the first urethane
portion. The second urethane portion is higher in density
than the first urethane portion. The first urethane portion
and the second urethane portion are integrated with each
other by thermocompression bonding in a state where
the second urethane portion is incorporated in the part
of the first urethane portion.
[0007] As a result, it is possible to omit a frame member
as described above and it is possible to reduce the thick-
ness of the air filter. In addition, because the density of
the second urethane portion is higher than the density of
the first urethane portion, rigidity can be ensured for the
air filter even after the air filter is reduced in thickness
and handling of the air filter can be facilitated. Further,

the air filter can be easily fixed to an attachment target
(such as a housing) in the high-density second urethane
portion even after the air filter is reduced in thickness.
Accordingly, the air filter can be reduced in thickness with
attachability ensured.
[0008] A recess may be provided in a surface of the
first urethane portion and the second urethane portion
may be disposed in the recess such that a surface of the
second urethane portion is flush with the surface of the
first urethane portion. In this case, the thickness of the
air filter can be further reduced.
[0009] The air filter according to an aspect of the
present disclosure may further include a metallic mesh
member disposed between the first urethane portion and
the second urethane portion. In this case, the rigidity of
the air filter can be enhanced and the attachability of the
air filter can be ensured in a more reliable manner.
[0010] The second urethane portion may be formed in
a frame shape and disposed along an outer edge of the
first urethane portion. In this case, the attachability of the
air filter can be ensured in an even more reliable manner.
[0011] A through hole may be provided so as to pen-
etrate the first urethane portion and the second urethane
portion. In this case, it is possible to attach the air filter
to an attachment target by, for example, inserting a screw
into the through hole and it is possible to ensure the at-
tachability of the air filter in an even more reliable manner.
[0012] An adhesive layer may be provided on a surface
of the second urethane portion. In this case, the air filter
can be attached to an attachment target by, for example,
the adhesive layer and the attachability of the air filter
can be ensured in an even more reliable manner.
[0013] An opening penetrating the first urethane por-
tion may be provided at a remaining part of the first ure-
thane portion other than the part. In this case, the air filter
can be attached to an attachment target such that a pro-
truding portion is disposed in the opening in a case where,
for example, the protruding portion (such as a terminal
portion) is provided at the air filter attachment position in
the attachment target and the attachability of the air filter
can be ensured in an even more reliable manner.
[0014] A light source device according to an aspect of
the present disclosure includes the air filter and a housing
provided with an intake port and accommodating a light
source. The air filter is disposed so as to cover the intake
port and fixed to the housing in the second urethane por-
tion. This light source device includes the air filter, which
can be reduced in thickness with attachability ensured
as described above, and thus the light source device can
be reduced in size.
[0015] An air filter manufacturing method according to
an aspect of the present disclosure includes an overlap-
ping step of overlapping a first urethane member made
of polyurethane foam and having air permeability and a
second urethane member made of polyurethane foam
and higher in density than the first urethane member with
each other such that the second urethane member over-
laps a part of the first urethane member and an integration
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step of integrating the first urethane member and the sec-
ond urethane member with each other by thermocom-
pression bonding after the overlapping step.
[0016] As a result, it is possible to omit the above-men-
tioned frame member and it is possible to obtain the thick-
ness-reduced air filter. In the obtained air filter, the part
that the second urethane member constitutes is higher
in density than the part that the first urethane member
constitutes. Accordingly, rigidity can be ensured for the
air filter even after the air filter is reduced in thickness
and handling of the air filter can be facilitated. Further,
even in a case where the air filter is reduced in thickness,
it is possible to easily fix the air filter to an attachment
target (such as a housing) at the part that the second
urethane member constitutes. As described above, the
air filter that can be reduced in thickness with attachability
ensured can be obtained by the air filter manufacturing
method.
[0017] In the integration step, the first urethane mem-
ber and the second urethane member are integrated with
each other by thermocompression bonding in a state
where the first urethane member and the second ure-
thane member are directly overlapped with each other.
In this way, the thickness of the air filter can be reduced.
[0018] In the overlapping step, the first urethane mem-
ber, the second urethane member, and a metallic mesh
member may be mutually overlapped such that the mesh
member is disposed between the first urethane member
and the second urethane member. In the integration step,
the first urethane member and the second urethane
member may be integrated with each other by thermo-
compression bonding in a state where the mesh member
is disposed between the first urethane member and the
second urethane member. In this case, the rigidity of the
air filter can be enhanced and the attachability of the air
filter can be ensured in a more reliable manner.
[0019] The air filter manufacturing method according
to an aspect of the present disclosure may further include
a step of forming a through hole after the integration step,
the through hole penetrating the first urethane member
and the second urethane member. In this case, it is pos-
sible to attach the air filter to an attachment target by, for
example, inserting a screw into the through hole and it
is possible to ensure the attachability of the air filter in an
even more reliable manner.
[0020] The air filter manufacturing method according
to an aspect of the present disclosure may further include
a step of forming an adhesive layer on a surface of the
second urethane member after the integration step. In
this case, the air filter can be attached to an attachment
target by, for example, the adhesive layer and the attach-
ability of the air filter can be ensured in an even more
reliable manner.
[0021] The air filter manufacturing method according
to an aspect of the present disclosure may further include
a step of forming an opening at a remaining part of the
first urethane member other than the part after the inte-
gration step, the opening penetrating the first urethane

member. In this case, the air filter can be attached to an
attachment target such that a protruding portion is dis-
posed in the opening in a case where, for example, the
protruding portion (such as a terminal portion) is provided
at the air filter attachment position in the attachment tar-
get and the attachability of the air filter can be ensured
in an even more reliable manner.
[0022] According to an aspect of the present disclo-
sure, it is possible to provide an air filter that can be re-
duced in thickness with attachability ensured, a light
source device that can be reduced in size, and an air
filter manufacturing method.

BRIEF DESCRIPTION OF THE DRAWINGS

[0023]

FIG. 1 is a perspective view in which a light source
device provided with an air filter according to an em-
bodiment is viewed from the front side.
FIG. 2 is a perspective view in which the light source
device illustrated in FIG. 1 is viewed from the back
side.
FIG. 3 is a diagram illustrating a state where the air
filter is removed in FIG. 2.
FIG. 4 is a front view of the air filter.
FIG. 5 is a cross-sectional view taken along line V-
V illustrated in FIG. 4.
FIGS. 6A and 6B are diagrams illustrating an air filter
manufacturing method.
FIG. 7 is a schematic diagram illustrating a joint be-
tween a first urethane portion and a second urethane
portion.
FIG. 8A is a front view of an air filter according to a
first modification example, and FIG. 8B is a cross-
sectional view taken along line B-B illustrated in FIG.
8A.
FIG. 9 is a cross-sectional view of an air filter accord-
ing to a second modification example.
FIG 10A is a front view of an air filter according to a
third modification example, and FIG. 10B is a front
view of an air filter according to a fourth modification
example.
FIG. 11A is a front view of an air filter according to
a fifth modification example, FIG. 11B is a front view
of an air filter according to a sixth modification ex-
ample, and FIG. 11C is a front view of an air filter
according to a seventh modification example.

DETAILED DESCRIPTION

[0024] Hereinafter, an embodiment of the present dis-
closure will be described in detail with reference to ac-
companying drawings. In the following description, the
same or corresponding elements will be denoted by the
same reference numerals without redundant description.
[0025] A light source device 1 illustrated in FIGS. 1, 2,
and 3 is, for example, a high-power air-cooled LED light
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source. The light source device 1 is used as, for example,
a light source unit mounted on a UV printing device (UV
printer). The light source device 1 performs ink drying
and the like by emitting light such as ultraviolet light, for
example. The light source device 1 includes a housing
2, an LED substrate 3, and an air filter 4.
[0026] The housing 2 is, for example, metallic and
formed in a rectangular box shape and accommodates
the LED substrate 3. The housing 2 may further accom-
modate a heat sink thermally connected to the LED sub-
strate 3, an electric circuit board provided with a drive
circuit of the light source device 1, a fan pumping air, and
the like.
[0027] The housing 2 has a front surface 11, a back
surface 12, and a side surface 13. The front surface 11
and the back surface 12 face each other in the direction
orthogonal to the front surface 11. The side surface 13
extends along the direction orthogonal to the front sur-
face 11 and is continuous with the front surface 11 and
the back surface 12. The front surface 11 is provided with
a transparent emission window 14. The back surface 12
is provided with a plurality of (five in this example) intake
ports 15 for suctioning air into the housing 2 from the
outside. Although each intake port 15 has, for example,
a substantially rectangular cross-sectional shape, the
number, shape, size, and disposition of the intake ports
15 may be set in any manner. The side surface 13 may
be provided with a discharge port for discharging air to
the outside from the inside of the housing 2. In the housing
2, air flows from the intake port 15 side toward the dis-
charge port side.
[0028] The back surface 12 is further provided with a
pair of terminal portions 18 and a plurality of (six in this
example) screw receiving portions 19. Each terminal por-
tion 18 is electrically connected to an internal circuit such
as the electric circuit board. A cable for communication
with the outside or the like is connected to each terminal
portion 18. Each terminal portion 18 protrudes from the
back surface 12 to the side opposite to the front surface
11. The plurality of screw receiving portions 19 are re-
spectively disposed at positions corresponding to the po-
sitions of a plurality of through holes 41, which will be
described later.
[0029] The LED substrate 3 has, for example, a sub-
strate constituting a predetermined circuit and a plurality
of LED elements (light sources) provided side by side on
the substrate. The LED substrate 3 is disposed on the
front surface 11 side in the housing 2. The light emitted
from each LED element is emitted to an irradiation object
through the emission window 14.
[0030] The air filter 4 is a filter for protecting the inside
of the housing 2 from, for example, the dust and the mist
that are contained in air suctioned into the housing 2.
The air filter 4 is formed in a flat plate shape and is at-
tached to the housing 2 so as to cover each intake port
15. In the present embodiment, the air filter 4 is formed
in a rectangular plate shape corresponding to the shape
of the back surface 12 and covers the entire back surface

12. For example, the length of the long side of the air
filter 4 is approximately 100 mm and the length of the
short side of the air filter 4 is approximately 40 mm.
[0031] As illustrated in FIGS. 4 and 5, the air filter 4
includes a first urethane portion 20 and a second ure-
thane portion 30. The air filter 4 is formed symmetrically
with respect to a plane passing through the center of the
air filter 4 and orthogonal to the long side of the air filter
4. The air filter 4 is formed symmetrically with respect to
a plane passing through the center of the air filter 4 and
orthogonal to the short side of the air filter 4. The air filter
4 may not necessarily be formed symmetrically with re-
spect to the planes.
[0032] The first urethane portion 20 is formed in a sub-
stantially rectangular plate shape. The first urethane por-
tion 20 has a first surface 21 and a second surface 22
facing each other and a side surface 23 continuous with
the first surface 21 and the second surface 22. The first
surface 21 is provided with a recess 24 having a shape
corresponding to the second urethane portion 30. In the
present embodiment, the recess 24 is a groove portion
extending along the outer edge of the first urethane por-
tion 20. The recess 24 has a substantially rectangular
ring shape in a cross section along the first surface 21
and has a rectangular shape in a cross section orthogonal
to the extending direction of the recess 24. The thickness
of the first urethane portion 20 in the direction orthogonal
to the first surface 21 (that is, the distance between the
first surface 21 and the second surface 22) is, for exam-
ple, approximately 1.5 mm.
[0033] The second urethane portion 30 is formed in a
substantially rectangular frame shape. The second ure-
thane portion 30 is disposed so as to overlap with a part
26 of the first urethane portion 20 in front view (that is,
when viewed from the direction orthogonal to the first
surface 21). The second urethane portion 30 is disposed
in the recess 24 such that a surface 31 of the second
urethane portion 30 is flush with the first surface 21 of
the first urethane portion 20. In other words, the surface
31 is positioned on the same plane as the first surface
21. The second urethane portion 30 is disposed in the
recess 24 without a gap. The second urethane portion
30 is disposed along the outer edge of the first urethane
portion 20. A side surface 32, which is continuous with
the surface 31 of the second urethane portion 30, is flush
with the side surface 23 of the first urethane portion 20.
The second urethane portion 30 has a substantially rec-
tangular ring shape in a cross section along the first sur-
face 21 (that is, a cross section parallel to the first surface
21) and has a rectangular shape in a cross section or-
thogonal to the extending direction of the second ure-
thane portion 30. The thickness of the second urethane
portion 30 in the direction orthogonal to the first surface
21 is, for example, approximately 10 mm. The second
urethane portion 30 is coupled to the part 26 of the first
urethane portion 20 at a bottom surface (that is, a surface
opposite to the surface 31) 33. Details of this coupling
will be described later. In the present embodiment, the
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part 26 of the first urethane portion 20 is a rectangular
ring-shaped region extending along the outer edge of the
first urethane portion 20 and is a region overlapping with
a bottom surface 24a of the recess 24 in plan view.
[0034] The part of the first urethane portion 20 other
than the part 26 (that is, the part not overlapping with the
second urethane portion 30 in front view) is provided with
a pair of openings 25 penetrating the first urethane por-
tion 20 along the direction orthogonal to the first surface
21. Each opening 25 has a cross-sectional shape corre-
sponding to the outer shape of the terminal portion 18
such that the terminal portion 18 can be inserted through
the opening 25, which is disposed at a position corre-
sponding to the position of the terminal portion 18. For
example, each opening 25 has a rectangular shape that
is larger than the terminal portion 18 in a cross section
along the first surface 21. The pair of openings 25 are
respectively disposed on one side and the other side in
the direction along the long side of the first urethane por-
tion 20 with respect to the center of the first urethane
portion 20.
[0035] The first urethane portion 20 and the second
urethane portion 30 are provided with the plurality of (six
in this example) through holes 41 penetrating the first
urethane portion 20 and the second urethane portion 30
along the direction orthogonal to the first surface 21. The
plurality of through holes 41 are respectively disposed at
positions corresponding to the positions of the plurality
of screw receiving portions 19.
[0036] The second urethane portion 30 has a through
hole forming portion 34, which protrudes toward the cent-
er of the first urethane portion 20, in each of four corner
portions and the middle portions in two long side portions.
The through hole forming portions 34 that are provided
in the long side portions have a semicircular shape. The
through hole forming portions 34 that are provided in the
corner portions have a fan shape with a central angle of
90 degrees. The through hole 41 described above is
formed in the through hole forming portion 34.
[0037] The air filter 4 is fixed to the back surface 12 of
the housing 2 by a plurality of screws 42 being respec-
tively inserted through the plurality of through holes 41
and screwed into the screw receiving portions 19. In other
words, the air filter 4 is fixed to the housing 2 in the second
urethane portion 30 by the fastening force of the screw
42.
[0038] Polyurethane foam having an open-cell struc-
ture constitutes the first urethane portion 20. Poly-
urethane foam may be foam made of polyurethane or
urethane sponge, for example. The first urethane portion
20 is configured to include multiple interconnected cells
(that is, open cells), has air permeability, and transmits
air. In other words, the first urethane portion 20 includes
open cells open to both the first surface 21 and the second
surface 22. Polyurethane foam having an open-cell struc-
ture constitutes the second urethane portion 30.
[0039] The density of the second urethane portion 30
is higher than the density of the first urethane portion 20.

For example, the density of the first urethane portion 20
is approximately 30 kg/m3 and the density of the second
urethane portion 30 is approximately 50 kg/m3. Further,
the number of cells per unit length of the second urethane
portion 30 is larger than the number of cells per unit length
of the first urethane portion 20. In other words, the size
of the cell of the second urethane portion 30 is smaller
than the size of the cell of the first urethane portion 20.
For example, the number of cells per unit length of the
first urethane portion 20 is 8/25 mm to 20/25 mm.
[0040] Although the second urethane portion 30 has
an open-cell structure, the second urethane portion 30
is higher in density than the first urethane portion 20, and
thus the second urethane portion 30 has no air permea-
bility and hardly transmits air. The second urethane por-
tion 30 may have a closed-cell structure. In this case, the
second urethane portion 30 is configured to include mul-
tiple disconnected cells (that is, closed cells), has no air
permeability, and blocks air. Although the second ure-
thane portion 30 is, for example, semi-rigid foam, the
second urethane portion 30 may also be rigid foam or
flexible foam.
[0041] FIGS. 6A and 6B are diagrams illustrating a
method for manufacturing the air filter 4. During the man-
ufacturing of the air filter 4, a first urethane member 51
that becomes the first urethane portion 20 after process-
ing and a second urethane member 52 that becomes the
second urethane portion 30 after processing are over-
lapped with each other first (overlapping step), as illus-
trated in FIG. 6A, such that the second urethane member
52 overlaps with a part of the first urethane member 51
when viewed from the direction orthogonal to a surface
51a of the first urethane member 51 (that is, the direction
of overlapping of the first urethane member 51 and the
second urethane member 52). The part of the first ure-
thane member 51 becomes the part 26 of the first ure-
thane portion 20 after processing.
[0042] Subsequently, as illustrated in FIG. 6B, the first
urethane member 51 and the second urethane member
52 are integrated with each other by thermocompression
bonding (integration step). More specifically, the first ure-
thane member 51 and the second urethane member 52
are sandwiched by a pair of heated press portions 5a by
means of a press machine 5 having the pair of press
portions 5a and are heat-pressed for a predetermined
time. In the present embodiment, the heat pressing is
performed in a state where the first urethane member 51
and the second urethane member 52 are directly over-
lapped with each other (that is, in a state where no other
member is interposed between the first urethane member
51 and the second urethane member 52). The heat press-
ing is performed for 3 minutes at, for example, 180°C.
[0043] In the integration step, the first urethane mem-
ber 51 and the second urethane member 52 are integrat-
ed with (coupled to) each other while being compressed
by the heat pressing and are formed into a single flat
plate-shaped member, that is, the air filter 4. At this time,
the part of the first urethane member 51 that overlaps
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with the second urethane member 52 when viewed from
the direction orthogonal to the surface 51a is compressed
more than the other part. As a result, in the obtained air
filter 4, the recess 24 is formed in the first urethane portion
20 and the second urethane portion 30 is disposed in the
recess 24 without a gap as described above.
[0044] Before the thermocompression bonding, for ex-
ample, the thickness of the first urethane member 51 is
3.5 mm and the thickness of the second urethane mem-
ber 52 is 10 mm. After the thermocompression bonding,
the total thickness of the first urethane member 51 and
the second urethane member 52 (that is, the thickness
of the air filter 4) is 1.5 mm. The planar shapes of the first
urethane member 51 and the second urethane member
52 hardly change through the thermocompression bond-
ing. Even before the thermocompression bonding, the
density of the second urethane member 52 is higher than
the density of the first urethane member 51 and the
number of cells per unit length of the second urethane
member 52 is larger than the number of cells per unit
length of the first urethane member 51.
[0045] A joint part between the first urethane portion
20 (first urethane member 51) and the second urethane
portion 30 (second urethane member 52) will be de-
scribed with reference to FIG. 7. The first urethane portion
20 and the second urethane portion 30 are integrated
with each other in a state where the second urethane
portion 30 is incorporated in the part 26 of the first ure-
thane portion 20.
[0046] The first urethane portion 20 has an open-cell
structure as described above. The first urethane portion
20 includes multiple interconnected cells 20a. The first
urethane portion 20 is lower in density than the second
urethane portion 30. Accordingly, the first urethane por-
tion 20 is sparser in structure than the second urethane
portion 30. The second urethane portion 30 has an open-
cell structure as described above. The second urethane
portion 30 includes multiple interconnected cells 30a.
The second urethane portion 30 is higher in density than
the first urethane portion 20. Accordingly, the second ure-
thane portion 30 is denser in structure than the first ure-
thane portion 20.
[0047] Accordingly, once the heat pressing is per-
formed in the integration step, the second urethane por-
tion 30 (the fiber of the second urethane portion 30 to be
specific) enters the cells 20a at the part 26 in the boundary
portion between the part 26 of the first urethane portion
20 and the second urethane portion 30 (that is, the con-
tact portion between the bottom surface 24a of the recess
24 in the first urethane portion 20 and the bottom surface
33 of the second urethane portion 30). As a result, the
first urethane portion 20 and the second urethane portion
30 are integrated with each other. The part 26 of the first
urethane portion 20 and the second urethane portion 30
may be intertwined with each other. Although the cells
20a are not interconnected in FIG 7, the cells 20a are
interconnected in practice. The same applies to the cells
30a. Although the cells 20a and 30a are regularly ar-

ranged in FIG. 7, the cells 20a and 30a are irregularly
arranged in practice.
[0048] Returning to the method for manufacturing the
air filter 4, the plurality of through holes 41 penetrating
the first urethane member 51 and the second urethane
member 52 are formed subsequently to the integration
step. Subsequently, the pair of openings 25 penetrating
the first urethane member 51 are formed at the part other
than the part of the first urethane member 51 overlapping
with the second urethane member 52. The air filter 4 is
obtained as a result of the above steps. Each of the above
steps may be carried out by, for example, a worker and/or
a work machine.
[0049] As described above, in the air filter 4, the air-
permeable first urethane portion 20 made of poly-
urethane foam and the second urethane portion 30 made
of polyurethane foam are integrated with each other in a
state where the second urethane portion 30 is incorpo-
rated (inserted) in the part 26 of the first urethane portion
20. As a result, it is possible to omit a frame member for
holding a filter member as described above or a frame
member sandwiching and fixing an air filter between a
housing and the frame member and it is possible to re-
duce the thickness of the air filter 4. In addition, because
the density of the second urethane portion 30 is higher
than the density of the first urethane portion 20, rigidity
can be ensured for the air filter 4 even after the air filter
4 is reduced in thickness and handling of the air filter 4
can be facilitated. Further, the air filter 4 can be easily
fixed to an attachment target (such as the housing 2) in
the high-density second urethane portion 30 even after
the air filter 4 is reduced in thickness. Accordingly, the
air filter 4 can be reduced in thickness with attachability
ensured.
[0050] In the air filter 4, the first surface 21 of the first
urethane portion 20 is provided with the recess 24 and
the second urethane portion 30 is disposed in the recess
24 such that the surface 31 of the second urethane por-
tion 30 is flush with the first surface 21 of the first urethane
portion 20. As a result, the thickness of the air filter 4 can
be further reduced.
[0051] In the air filter 4, the second urethane portion
30 is formed in a frame shape and is disposed along the
outer edge of the first urethane portion 20. As a result,
the attachability of the air filter 4 can be ensured in a
more reliable manner.
[0052] The air filter 4 is provided with the through hole
41 penetrating the first urethane portion 20 and the sec-
ond urethane portion 30. As a result, it is possible to at-
tach the air filter 4 to the housing 2 by, for example, in-
serting the screw 42 into the through hole 41 and it is
possible to ensure the attachability of the air filter 4 in an
even more reliable manner.
[0053] In the air filter 4, the remaining part of the first
urethane portion 20 other than the part 26 is provided
with the opening 25 penetrating the first urethane portion
20. As a result, it is possible to attach the air filter 4 to
the housing 2 such that, for example, the terminal portion

9 10 



EP 3 578 246 B1

7

5

10

15

20

25

30

35

40

45

50

55

18 is disposed in the opening 25 and it is possible to
ensure the attachability of the air filter 4 in an even more
reliable manner.
[0054] In the light source device 1, the air filter 4 is
disposed so as to cover the intake port 15 and is fixed to
the housing 2 in the second urethane portion 30. The
light source device 1 is provided with the air filter 4, which
can be reduced in thickness with attachability ensured
as described above, and thus the light source device 1
can be reduced in size.
[0055] In the method for manufacturing the air filter 4,
the air-permeable first urethane member 51 made of
polyurethane foam and the second urethane member 52
made of polyurethane foam are overlapped with each
other and integrated with each other by thermocompres-
sion bonding. As a result, it is possible to omit the frame
member and it is possible to obtain the thickness-reduced
air filter 4. In the obtained air filter 4, the part that the
second urethane member 52 constitutes (that is, the sec-
ond urethane portion 30) is higher in density than the part
that the first urethane member 51 constitutes (that is, the
first urethane portion 20). Accordingly, rigidity can be en-
sured for the air filter 4 even after the air filter 4 is reduced
in thickness and handling of the air filter 4 can be facili-
tated. Further, even in a case where the air filter 4 is
reduced in thickness, it is possible to easily fix the air
filter 4 to the housing 2 at the part that the second ure-
thane member 52 constitutes. As described above, the
air filter 4 that can be reduced in thickness with attacha-
bility ensured can be obtained by the method for manu-
facturing the air filter 4.
[0056] The present disclosure is not limited to the em-
bodiment of the present disclosure described above. For
example, the air filter 4 may be further include a metallic
mesh member 53 disposed between the first urethane
portion 20 and the second urethane portion 30 as in a
first modification example illustrated in FIGS. 8A and 8B.
The mesh member 53 has, for example, a rectangular
outer shape corresponding to the outer shape of the first
urethane portion 20. In the first modification example, the
recess 24 is not formed in the first surface 21 of the first
urethane portion 20 and the first surface 21 is a flat sur-
face. During manufacturing of the air filter 4 of the first
modification example, the first urethane member 51 and
the second urethane member 52 are integrated with each
other by thermocompression bonding in the integration
step with the mesh member 53 disposed between the
first urethane member 51 and the second urethane mem-
ber 52. In the air filter 4 of the first modification example,
the first urethane portion 20 and the second urethane
portion 30 are integrated with each other in a state where
the second urethane portion 30 has entered the part 26
of the first urethane portion 20 through the mesh member
53.
[0057] In the first modification example, the mesh
member 53 has a mesh spacing of 2 mm or more such
that the second urethane portion 30 is capable of easily
entering the gap formed between the meshes of the mesh

member 53. This is based on the knowledge that the first
urethane portion 20 and the second urethane portion 30
are satisfactorily coupled to each other in a case where
the mesh member 53 has a mesh diameter of 0.5 mm
and a mesh spacing of 2.5 mm whereas the first urethane
portion 20 and the second urethane portion 30 easily peel
without being satisfactorily coupled to each other in a
case where the mesh member 53 has a mesh diameter
of 0.2 mm and a mesh spacing of 1 mm. Also with the
air filter 4 of the first modification example, thickness re-
duction can be achieved and attachability can be ensured
as in the above embodiment. Further, the air filter 4 of
the first modification example is further include the me-
tallic mesh member 53 disposed between the first ure-
thane portion 20 and the second urethane portion 30.
Accordingly, the rigidity of the air filter 4 can be enhanced
and the attachability of the air filter 4 can be ensured in
an even more reliable manner.
[0058] The surface 31 of the second urethane portion
30 may be provided with an adhesive layer 54 as in a
second modification example illustrated in FIG. 9. The
adhesive layer 54 is, for an example, a double-sided tape
or the like and is provided over the entire surface 31. Also
with the air filter 4 of the second modification example,
thickness reduction can be achieved and attachability
can be ensured as in the above embodiment. Further,
the air filter 4 can be attached to the housing 2 by the
adhesive layer 54, and thus the attachability of the air
filter 4 can be ensured in an even more reliable manner.
The through hole 41 may not be provided in the second
modification example. In this case, the air filter 4 may be
attached to the housing 2 only by the adhesive layer 54
without the screw 42 being used. In a case where the
screw 42 and the adhesive layer 54 are used in combi-
nation, the adhesion between the air filter 4 and the hous-
ing 2 can be improved and the air filter 4 can be more
firmly fixed to the housing 2. The adhesive layer 54 may
be provided on the surface 31 of the second urethane
portion 30 in the first modification example described
above.
[0059] The second urethane portion 30 may have a
linear connecting portion 36 interconnecting the pair of
long side portions as in a third modification example il-
lustrated in FIG. 10A. As in a fourth modification example
illustrated in FIG. 10B, the second urethane portion 30
may further have the linear connecting portion 36 inter-
connecting a pair of short side portions in the third mod-
ification example. Also with the air filter 4 of the third and
fourth modification examples, thickness reduction can be
achieved and attachability can be ensured as in the
above embodiment. Further, in the third and fourth mod-
ification examples, the rigidity of the second urethane
portion 30 can be effectively enhanced because the con-
necting portion 36 is provided. The shape of the second
urethane portion 30 in the third and fourth modification
examples is particularly effective in a case where the
planar shape of the air filter 4 is large.
[0060] The second urethane portion 30 may be con-
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stituted by four parts 37 overlapping with the four corner
portions of the first urethane portion 20 in front view as
in a fifth modification example illustrated in FIG. 11A. The
through hole 41 may be formed at each part 37. The
second urethane portion 30 may have a cross shape in
front view as in a sixth modification example illustrated
in FIG 11B. The second urethane portion 30 may be con-
stituted by a pair of linear portions 38 overlapping with a
pair of facing side portions of the first urethane portion
20 in front view as in a seventh modification example
illustrated in FIG. 11C. Also with the air filter 4 of the fifth
to seventh modification examples, thickness reduction
can be achieved and attachability can be ensured as in
the above embodiment. In the embodiment and each
modification example, various materials and shapes can
be adopted, without being limited to the above-described
material and shape, for the material and shape of each
configuration. The air filter 4 may be applied to devices
other than the light source device 1. For example, the air
filter 4 may be applied to a device in which a housing
incorporates a heat generation unit (such as a light
source, a light receiving portion, and a drive circuit) that
generates heat in operation, air needs to flow into the
housing, and dust intrusion into the housing needs to be
prevented. For example, the air filter 4 may be applied
to radiation source devices such as X-ray devices, elec-
tron beam source devices, various light receiving devic-
es, radiation detection devices, radiation imaging devic-
es, projection devices (projectors), personal computers,
and the like.

Claims

1. An air filter comprising:

a first urethane portion (20) made of poly-
urethane foam and having air permeability; and
a second urethane portion (30) made of poly-
urethane foam and disposed so as to overlap
with a part (26) of the first urethane portion (20),
the second urethane portion (30) is higher in
density than the first urethane portion (20), and
characterized in that, the first urethane portion
(20) and the second urethane portion (30) are
integrated with each other by thermocompres-
sion bonding in a state where the second ure-
thane portion (30) is incorporated in the part (26)
of the first urethane portion (20).

2. The air filter according to claim 1, wherein
a recess (24) is provided in a surface (21) of the first
urethane portion (20), and
the second urethane portion (30) is disposed in the
recess (24) such that a surface (31) of the second
urethane portion (30) is flush with the surface (21)
of the first urethane portion (20).

3. The air filter according to claim 1, further comprising
a metallic mesh member (53) disposed between the
first urethane portion (20) and the second urethane
portion (30).

4. The air filter according to any one of claims 1 to 3,
wherein the second urethane portion (30) is formed
in a frame shape and disposed along an outer edge
of the first urethane portion (20).

5. The air filter according to any one of claims 1 to 4,
wherein a through hole (41) is provided so as to pen-
etrate the first urethane portion (20) and the second
urethane portion (30).

6. The air filter according to any one of claims 1 to 5,
wherein an adhesive layer (54) is provided on a sur-
face (31) of the second urethane portion (30).

7. The air filter according to any one of claims 1 to 6,
wherein an opening (25) penetrating the first ure-
thane portion (20) is provided at a remaining part of
the first urethane portion (20) other than the part.

8. A light source device comprising:

the air filter (4) according to any one of claims 1
to 7; and
a housing (2) provided with an intake port (15)
and accommodating a light source,
wherein the air filter (4) is disposed so as to cover
the intake port (15) and fixed to the housing (2)
in the second urethane portion (30).

9. An air filter manufacturing method characterized by
comprising:

an overlapping step of overlapping a first ure-
thane member (51) made of polyurethane foam
and having air permeability and a second ure-
thane member (52) made of polyurethane foam
and higher in density than the first urethane
member (51) with each other such that the sec-
ond urethane member (52) overlaps a part of
the first urethane member (51); and
an integration step of integrating the first ure-
thane member (51) and the second urethane
member (52) with each other by thermocom-
pression bonding after the overlapping step in a
state, where the second urethane member (52)
is incorporated in the part of the first urethane
member (51).

10. The air filter manufacturing method according to
claim 9, wherein in the integration step, the first ure-
thane member (51) and the second urethane mem-
ber (52) are integrated with each other by thermo-
compression bonding in a state where the first ure-
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thane member (51) and the second urethane mem-
ber (52) are directly overlapped with each other.

11. The air filter manufacturing method according to
claim 9, wherein
in the overlapping step, the first urethane member
(51), the second urethane member (52), and a me-
tallic mesh member (53) are mutually overlapped
such that the mesh member (53) is disposed be-
tween the first urethane member (51) and the second
urethane member (52), and
in the integration step, the first urethane member (51)
and the second urethane member (52) are integrated
with each other by thermocompression bonding in a
state where the mesh member (53) is disposed be-
tween the first urethane member (51) and the second
urethane member (52).

12. The air filter manufacturing method according to any
one of claims 9 to 11, further comprising a step of
forming a through hole (41) after the integration step,
the through hole (41) penetrating the first urethane
member (51) and the second urethane member (52).

13. The air filter manufacturing method according to any
one of claims 9 to 12, further comprising a step of
forming an adhesive layer (54) on a surface of the
second urethane member (52) after the integration
step.

14. The air filter manufacturing method according to any
one of claims 9 to 13, further comprising a step of
forming an opening (25) at a remaining part of the
first urethane member (51) other than the part after
the integration step, the opening (25) penetrating the
first urethane member (51).

Patentansprüche

1. Luftfilter, der umfasst:

einen ersten Urethan-Abschnitt (20), der aus
Polyurethanschaum besteht und Luftdurchläs-
sigkeit aufweist; sowie
einen zweiten Urethan-Abschnitt(30), der aus
Polyurethanschaum besteht und so angeordnet
ist, dass er sich mit einem Teil (26) des ersten
Urethan-Abschnitts (20) überlappt,
wobei der zweite Urethan-Abschnitt (30) eine
höhere Dichte hat als der erste Urethan-Ab-
schnitt (20), und
dadurch gekennzeichnet, dass
der erste Urethan-Abschnitt (20) und der zweite
Urethan-Abschnitt (30) mittels Thermokomp-
ressionsbonden miteinander in einem Zustand
integral verbunden werden, in dem der zweite
Urethan-Abschnitt (30) in den Teil (26) des ers-

ten Urethan-Abschnitts (20) integriert ist.

2. Luftfilter nach Anspruch 1, wobei
eine Vertiefung (24) in einer Oberfläche (21) des ers-
ten Urethan-Abschnitts (20) vorhanden ist, und
der zweite Urethan-Abschnitt (30) in der Vertiefung
(24) so angeordnet ist, dass eine Oberfläche (31)
des zweiten Urethan-Abschnitts (30) mit der Ober-
fläche (21) des ersten Urethan-Abschnitts (20) bün-
dig ist.

3. Luftfilter nach Anspruch 1, der des Weiteren ein Me-
tallgeflecht-Element (53) umfasst, das zwischen
dem ersten Urethan-Abschnitt (20) und dem zweiten
Urethan-Abschnitt (30) angeordnet ist.

4. Luftfilter nach einem der Ansprüche 1 bis 3, wobei
der zweite Urethan-Abschnitt (30) in einer Rahmen-
form ausgebildet und entlang einer Außenkante des
ersten Urethan-Abschnitts (20) angeordnet ist.

5. Luftfilter nach einem der Ansprüche 1 bis 4, wobei
ein Durchgangsloch (41) vorhanden ist, das den ers-
ten Urethan-Abschnitt (20) und den zweiten Ure-
than-Abschnitt (30) durchdringt.

6. Luftfilter nach einem der Ansprüche 1 bis 5, wobei
eine Klebeschicht (54) an einer Oberfläche (31) des
zweiten Urethan-Abschnitts (30) vorhanden ist.

7. Luftfilter nach einem der Ansprüche 1 bis 6, wobei
eine Öffnung (25), die den ersten Urethan-Abschnitt
(20) durchdringt, an einem verbleibenden Teil des
ersten Urethan-Abschnitts (20) vorhanden ist, der
sich von dem Teil unterscheidet.

8. Lichtquellen-Vorrichtung, die umfasst:

den Luftfilter (4) nach einem der Ansprüche 1
bis 7; und
ein Gehäuse (2), das mit einer Einlassöffnung
(15) versehen ist und eine Lichtquelle aufnimmt,
wobei der Luftfilter (4) so angeordnet ist, dass
er die Einlassöffnung (15) abdeckt und an dem
Gehäuse (2) in dem zweiten Urethan-Abschnitt
(30) befestigt ist.

9. Verfahren zum Herstellen eines Luftfilters, dadurch
gekennzeichnet, dass es umfasst:

einen Überlappungs-Schritt, in dem ein erstes
Urethan-Element (51), das aus Polyurethan-
schaum besteht und Luftdurchlässigkeit auf-
weist, und ein zweites Urethan-Element (52),
das aus Polyurethanschaum besteht und eine
höhere Dichte hat als das erste Urethan-Ele-
ment (51), so überlappt werden, dass das zweite
Urethan-Element (52) einen Teil des ersten Ure-
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than-Elementes (51) überlappt; sowie
einen Integrations-Schritt, in dem das erste Ure-
than-Element (51) und das zweite Urethan-Ele-
ment (52) nach dem Überlappungs-Schritt mit-
tels Thermokompressionsbonden miteinander
in einem Zustand integral verbunden werden, in
dem das zweite Urethan-Element (52) in den
Teil des ersten Urethan-Elementes (51) inte-
griert ist.

10. Verfahren zum Herstellen eines Luftfilters nach An-
spruch 9, wobei in dem Integrations-Schritt das erste
Urethan-Element (51) und das zweite Urethan-Ele-
ment (52) mittels Thermokompressionsbonden in ei-
nem Zustand integral miteinander verbunden wer-
den, in dem das erste Urethan-Element (51) und das
zweite Urethan-Element (52) einander direkt über-
lappen.

11. Verfahren zum Herstellen eines Luftfilters nach An-
spruch 9, wobei
in dem Überlappungs-Schritt das erste Urethan-Ele-
ment (51), das zweite Urethan-Element (52) und ein
Metallgeflecht-Element (53) gegenseitig so über-
lappt werden, dass das Geflecht-Element (53) zwi-
schen dem ersten Urethan-Element (51) und dem
zweiten Urethan-Element (52) angeordnet ist, und
in dem Integrations-Schritt das erste Urethan-Ele-
ment (51) und das zweite Urethan-Element (52) mit-
tels Thermokompressionsbonden in einem Zustand
integral miteinander verbunden werden, in dem das
Geflecht-Element (53) zwischen dem ersten Ure-
than-Element (51) und dem zweiten Urethan-Ele-
ment (52) angeordnet ist.

12. Verfahren zum Herstellen eines Luftfilters nach ei-
nem der Ansprüche 9 bis 11, das des Weiteren einen
Schritt nach dem Integrations-Schritt umfasst, in
dem ein Durchgangsloch (41) ausgebildet wird, wo-
bei das Durchgangsloch (41) das erste Urethan-Ele-
ment (51) und das zweite Urethan-Element (52)
durchdringt.

13. Verfahren zum Herstellen eines Luftfilters nach ei-
nem der Ansprüche 9 bis 12, das des Weiteren einen
Schritt nach dem Integrationsschritt umfasst, in dem
eine Klebeschicht (54) an einer Oberfläche des zwei-
ten Urethan-Elementes (52) ausgebildet wird.

14. Verfahren zum Herstellen eines Luftfilters nach ei-
nem der Ansprüche 9 bis 13, das des Weiteren einen
Schritt nach dem Integrationsschritt umfasst, in dem
eine Öffnung (25) an einem verbleibenden Teil des
ersten Urethan-Elementes (51) ausgebildet wird, der
sich von dem Teil unterscheidet, wobei die Öffnung
(25) das erste Urethan-Element (51) durchdringt.

Revendications

1. Filtre à air comprenant :

une première partie en uréthane (20) constituée
d’une mousse de polyuréthane et présentant
une perméabilité à l’air ; et
une deuxième partie en uréthane (30) consti-
tuée d’une mousse de polyuréthane et disposée
de sorte à chevaucher une partie (26) de la pre-
mière partie en uréthane (20),
la deuxième partie en uréthane (30) est supé-
rieure en densité à la première partie en urétha-
ne (20), et
caractérisé en ce que,
la première partie en uréthane (20) et la deuxiè-
me partie en uréthane (30) sont intégrées l’une
à l’autre par liaison par thermocompression
dans un état où la deuxième partie en uréthane
(30) est incorporée à la partie (26) de la première
partie en uréthane (20).

2. Le filtre à air selon la revendication 1, dans lequel
une cavité (24) est disposée dans une surface (21)
de la première partie en uréthane (20), et
la deuxième partie en uréthane (30) est disposée
dans la cavité (24) de sorte qu’une surface (31) de
la deuxième partie en uréthane (30) est affleurante
avec la surface (21) de la première partie en urétha-
ne (20).

3. Le filtre à air selon la revendication 1, comprenant
en outre un élément maillé métallique (53) disposé
entre la première partie en uréthane (20) et la deuxiè-
me partie en uréthane (30).

4. Le filtre à air selon l’une quelconque des revendica-
tions 1 à 3, dans lequel la deuxième partie en uré-
thane (30) est constituée en une forme de cadre et
disposée le long d’une arête extérieure de la premiè-
re partie en uréthane (20).

5. Le filtre à air selon l’une quelconque des revendica-
tions 1 à 4, dans lequel un trou traversant (41) est
réalisé de sorte à pénétrer la première partie en uré-
thane (20) et la deuxième partie en uréthane (30).

6. Le filtre à air selon l’une quelconque des revendica-
tions 1 à 5, dans lequel une couche adhésive (54)
est placée sur une surface (31) de la deuxième partie
en uréthane (30).

7. Le filtre à air selon l’une quelconque des revendica-
tions 1 à 6, dans lequel une ouverture (25) pénétrant
dans la première partie en uréthane (20) est réalisée
au niveau d’une partie restante de la première partie
en uréthane (20) autre que la partie.

17 18 



EP 3 578 246 B1

11

5

10

15

20

25

30

35

40

45

50

55

8. Dispositif de source de lumière comprenant :

le filtre à air (4) selon l’une quelconque des re-
vendications 1 à 7 ; et
un boîtier (2) doté d’un port d’admission (15) et
accueillant une source de lumière,
dans lequel le filtre à air (4) est disposé de sorte
à couvrir le port d’admission (15) et fixé au boîtier
(2) dans la deuxième partie en uréthane (30).

9. Procédé de fabrication de filtre à air caractérisé par
ce qu’il comprend :

une étape de chevauchement de chevauche-
ment d’un premier élément en uréthane (51)
constitué d’une mousse de polyuréthane et pré-
sentant une perméabilité à l’air et d’un deuxième
élément en uréthane (52) constitué d’une mous-
se de polyuréthane et supérieur en densité au
premier élément en uréthane (51) l’un avec
l’autre de sorte que le deuxième élément en uré-
thane (52) chevauche une partie du premier élé-
ment en uréthane (51) ; et
une étape d’intégration d’intégration du premier
élément en uréthane (51) et du deuxième élé-
ment en uréthane (52) l’un avec l’autre par
liaison par thermocompression après l’étape de
chevauchement dans un état, où le deuxième
élément en uréthane (52) est incorporé à la par-
tie du premier élément en uréthane (51).

10. Le procédé de fabrication de filtre à air selon la re-
vendication 9, dans lequel à l’étape d’intégration, le
premier élément en uréthane (51) et le deuxième
élément en uréthane (52) sont intégrés l’un à l’autre
par liaison par thermocompression dans un état où
le premier élément en uréthane (51) et le deuxième
élément en uréthane (52) se chevauchent directe-
ment l’un l’autre.

11. Le procédé de fabrication de filtre à air selon la re-
vendication 9, dans lequel
à l’étape de chevauchement, le premier élément en
uréthane (51), le deuxième élément en uréthane
(52), et un élément maillé métallique (53) sont mu-
tuellement chevauchés de sorte que l’élément maillé
(53) est disposé entre le premier élément en urétha-
ne (51) et le deuxième élément en uréthane (52), et
à l’étape d’intégration, le premier élément en urétha-
ne (51) et le deuxième élément en uréthane (52) sont
intégrés l’un à l’autre par liaison par thermocompres-
sion dans un état où l’élément maillé (53) est disposé
entre le premier élément en uréthane (51) et le
deuxième élément en uréthane (52).

12. Le procédé de fabrication de filtre à air selon l’une
quelconque des revendications 9 à 11, comprenant
en outre une étape de formation d’un trou traversant

(41) après l’étape d’intégration, le trou traversant
(41) pénétrant le premier élément en uréthane (51)
et le deuxième élément en uréthane (52).

13. Le procédé de fabrication de filtre à air selon l’une
quelconque des revendications 9 à 12, comprenant
en outre une étape de formation d’une couche ad-
hésive (54) sur une surface du deuxième élément
en uréthane (52) après l’étape d’intégration.

14. Le procédé de fabrication de filtre à air selon l’une
quelconque des revendications 9 à 13, comprenant
en outre une étape de formation d’une ouverture (25)
au niveau d’une partie restante du premier élément
en uréthane (51) autre que la partie après l’étape
d’intégration, l’ouverture (25) pénétrant le premier
élément en uréthane (51).
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