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Description

TECHNICAL FIELD

[0001] The present disclosure relates to a layered body
and a method for producing the layered body.

BACKGROUND ART

[0002] In recent years, decorated products have been
used in fields such as the automotive industry and the
clothing industry.
[0003] As one of decoration methods, quilting plays an
important role for displaying a three-dimensional effect,
and especially for adding commercial value by enhancing
designability of vehicle interior components, furniture or
the like. For example, a prior art for producing vehicle
seats with leather is as follows. First, leather (cow leather,
or the like) tanned with chrome is prepared as a cover or
skin material. The skin material is bonded to a cushioning
material such as urethane foam with a thermoplastic ad-
hesive sheet, or the skin material and the cushioning ma-
terial are layered each other and sewed therearound.
Then, the materials are sewed by a sewing machine in
accordance with created designs. The cushioning mate-
rial in the sewn portions is compressed and becomes
thinner so that concave portions are formed. On the other
hand, a portion surrounded by the sewn portions be-
comes a convex portion which has a three-dimensional
effect since thickness of the cushioning material does
not change in the surrounded portion. Diamond patterns
or border patterns are often used as the three-dimen-
sional designs.
[0004] For example, Patent Literature 1 discloses a
method for making quilting using an adhesive. The meth-
od uses woven fabric, nonwoven fabric, leather, artificial
leather, paper, or the like (a skin material), and a cushion
(a cushioning material) such as urethane, sponge, syn-
thetic cotton, palm lock as an intermediate layer which
is disposed on the skin materials. An adhesive is injected
from a bottom surface or an upper surface and cured by
ultrasonic waves or high-frequency waves while the in-
jected portion is compressed. Thereby, the upper layer,
the intermediate layer and the bottom layer are bonded
each other to form a concave portion. The quilting is made
by performing the above process once or by continuously
repeating the process.
[0005] Patent Literature 2 discloses waterproof quilt-
like synthetic leather. In the synthetic leather, threads are
arranged on a knitted surface in the form of seams using
heat-shrink threads, and a urethane film is integrally coat-
ed on the knitted surface. In the coating film, concave
portions are formed on the lines of the seams and stitch
patterns are formed.

CITATION LIST

Patent Literature

[0006]

Patent Literature 1: JP3037948B
Patent Literature 2: JPH03-7436Y2

SUMMARY

Technical Problem

[0007] However, in the case where the skin material is
bonded to the cushioning material and then sewn togeth-
er as described above, the skin material is folded along
the stitches to generate corners. As a result, soft design
finish cannot be displayed. This problem has not been
recognized before.
[0008] The methods disclosed in Patent Literatures 1,
2 have been proposed as methods for making quilting in
which the stitches do not appear on the upper surface of
the skin material although Patent Literatures 1, 2 do not
raise the above problem as a problem to be solved.
[0009] However, the methods disclosed in Patent Lit-
eratures 1, 2 have following problems and the methods
are the same as the prior art in that either of the methods
cannot display softness in terms of their designs.
[0010] Specifically, in the method for making the quilt-
ing disclosed in Patent Literature 1, the upper layer or
the bottom layer is bonded to the intermediate layer or
the upper layer, or the bottom layer is disposed on the
intermediate layer. Then, the adhesive is injected from
the upper layer or the bottom layer and cured while the
injected portion is pressed. However, after disposing the
skin material on the cushioning material, the skin material
is pressed by an ultrasonic bonding device with a flat tip
to form narrow concave portions, so that corners are also
generated between the portions pressed by the ultrason-
ic bonding device and surroundings around the portions.
[0011] Also, in the method disclosed in Patent Litera-
ture 2, the concave portions are formed when the thread
shrinks by heating. The concave portions become narrow
since a single stitch is used, so that corners are generated
along the stitch, which is shown in FIG. 1 of Patent Lit-
erature 2.
[0012] Accordingly, in the prior art and the methods
disclosed in Patent Literatures 1, 2, the corners are gen-
erated at the boundaries of the convex portions and con-
cave portions, causing a problem which deteriorates the
soft finish with regard to its design.
[0013] JP 2000 158573 A relates to a quilting material
and its production. The purpose is to provide a quilting
material enhanced in functionality, suitable for a packing
material of baggages or a mattress, having waterproof
function provided thereto and capable of being simply
produced by an existing quilting machine.
[0014] The present disclosure has been made consid-
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ering the above problems, and an object of the present
disclosure is to provide a layered body and a method for
the layered body which can improve softness of the de-
sign finish with regard to the shape of the layered body.

Solution to Problem

[0015] An inventor of the present disclosure has found
that the cause of the above problem lies in the conven-
tional methods. The skin material is placed on the cush-
ioning material and sewn them from the upper surface,
so that the skin material and the cushioning material
closely contact each other and the corners generated by
pressing the cushioning material by sewing appear on
the upper surface of the skin material. Therefore, the in-
ventor has found that the skin material can have a
smoothly curved upper surface and a shape with a soft
and gentle design appearance if the skin material is dis-
posed not to completely contact the cushioning material
so that spaces are formed at the corners in the both ends
of each concave portion in the cushioning material. Con-
sidering the above, means to solve the problems are pro-
posed as follows.
[0016] A layered body according to the present disclo-
sure includes a cover or skin layer, a cushioning layer,
and an adhesive layer. The skin layer is made from a
cover or skin material. The cushioning layer is made from
a cushioning material. The adhesive layer is made from
an adhesive and provided between the skin layer and
the cushioning layer. The cushioning layer includes a
concave portion, and the concave portion of the cush-
ioning layer includes a pair of valleys. The cushioning
layer is folded at portions corresponding to the valleys to
form corners. A portion between the pair of valleys is a
bottom surface of the concave portion. A portion of the
skin layer located between the pair of valleys and corre-
sponding to a bottom portion of the concave portion has
positive curvature in the side view. The pair of valleys
are separated by a distance set to have a predetermined
length of equal to or more than 5 mm. The bottom portion
of the concave portion between the valleys in a surface
of the cushioning layer on which the adhesive layer is
provided has negative curvature or is flat in the side view.
Thereby, spaces are formed between the valleys of the
cushioning layer and the skin layer.
[0017] A method for producing a layered body accord-
ing to the present disclosure comprises: forming a con-
cave portion on a first surface of a cushioning layer made
from a cushioning material, wherein the concave portion
of the cushioning layer includes a pair of valleys, such
that a convex portion is formed between the pair of val-
leys. The valleys are separated by a distance set to have
a predetermined length of equal to or more than 5 mm.
The method further comprises providing an adhesive lay-
er, pressing a cover or skin layer, and reforming the con-
vex portion. The forming, the providing, the pressing and
the reforming are performed in the above order. A second
surface of the skin layer has the positive curvature in the

side view. A first surface of the cushioning layer has the
negative curvature or is flat in the side view. In the step
for forming the convex portion, the convex portion is
formed on the first surface of the cushioning layer made
from a cushioning material. In the step for providing the
adhesive layer, the adhesive layer made from an adhe-
sive is provided on the first surface of the skin layer made
from a cover or skin material. In the step for pressing the
skin layer, the skin layer is pressed to the first surface of
the cushioning layer at a predetermined pressure. In the
step for reforming the convex portion, the convex portion
is reformed on the first surface of the cushioning layer
by releasing the predetermined pressure to bulge the first
surface of the cushioning layer by restoring force of the
cushioning layer that is pressed.

Advantageous Effects

[0018] The present disclosure can provide the layered
body and the method for producing the layered body
which can improve softness of the design finish with re-
gard to shape of the layered body.

BRIEF DESCRIPTION OF DRAWINGS

[0019]

[FIG. 1] FIG. 1 is a side cross sectional view illus-
trating the schematic configuration of a layered body
according to a First Embodiment and a Second Em-
bodiment.
[FIG. 2] FIG. 2 is a photograph of a test product I
taken from a skin layer 1 having diamond patterns,
the test product I made by steps according to an
experimental example in the First Embodiment.
[FIG. 3] FIG. 3 is a photograph of the test product I
taken from a second porous layer 41 having diamond
patterns, the test product I made by steps according
to the experimental example in the First Embodi-
ment.
[FIG. 4] FIG. 4 is a side cross sectional view illus-
trating the schematic configuration of a test product
II made by conventional steps according to an ex-
perimental example in the First Embodiment.
[FIG. 5] FIG. 5 is a photograph of the test product II
taken from a skin layer 21 having diamond patterns,
the test product II made by the conventional steps
according to the experimental example in the First
Embodiment.
[FIG. 6] FIG. 6 is a photograph of the test product II
taken from a nonwoven fabric 24 having diamond
patterns, the test product II made by the conventional
steps according to in the First Embodiment.
[FIG. 7] FIG. 7 is an explanatory view illustrating
mechanism for deteriorating the quality of a layered
body due to the perforation process, which is a com-
parative example to the layered body according to
the Second Embodiment.
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[FIG. 8] FIG. 8 is an explanatory view illustrating
mechanism for reducing the productivity of the lay-
ered body due to the perforation process, which is
the comparative example to the layered body ac-
cording to the Second Embodiment.
[FIG. 9] FIG. 9 is a side cross sectional view illus-
trating the schematic configuration of the layered
body according to a Third Embodiment.

DESCRIPTION OF EMBODIMENTS

[0020] Hereinafter, preferred embodiments of a lay-
ered body and a method for producing the layered body
according to the present disclosure will be described with
reference to First to Third Embodiments shown in the
drawings.

First Embodiment

[0021] First, the configuration will be described. A lay-
ered body according to the First Embodiment is applied
to a vehicle interior component (a vehicle seat and the
like, for example).
[0022] (Overall Configuration of Layered Body) FIG. 1
is a side cross sectional view illustrating the schematic
configuration of the layered body according to the First
Embodiment. Hereinafter, the overall configuration of the
layered body will be described with reference to FIG. 1.
[0023] The layered body 100 includes a cover or skin
layer 1, a cushion layer 2, an adhesive layer 3, a porous
layer 4, and a binding portion 5. The layered body 100
includes concave portions 2C formed by compressing
the cushion layer 2 in an X direction, and valley 2V at
each end of each concave portion 2C in the cushion layer
2.
[0024] The skin layer 1 is made from a cover or skin
material (cow leather, for example). A convex portion 2T
(bottom portion of the concave portion) is provided be-
tween a pair of valleys 2V of the cushion layer 2. A portion
of the skin layer 1 corresponding to the convex portion
2T has the positive curvature in a side view.
[0025] The cushion layer 2 is made from a cushioning
material (urethane foam, for example). The cushion layer
2 includes a surface 2A on which a second adhesive
layer 31 is provided. The convex portion 2T of the cushion
layer 2 between the valleys 2V has negative curvature
in the side view. The cushion layer 2 includes a surface
2B on which a third adhesive layer 32 is provided. Sim-
ilarly, the surface 2B of the convex portion 2T between
the valleys 2V has the positive curvature in the side view.
Spaces 2Vh are provided at locations corresponding to
the valleys 2V of the cushion layer 2 between the surface
2A of the cushion layer 2 on which the second adhesive
layer 31 is provided and a surface 1B of the skin layer 1
on which a first adhesive layer 30 is provided. Each of
the spaces 2Vh has a substantially triangle shape in the
side view. The spaces 2Vh function as passages for air
flow in a Z direction.

[0026] The adhesive layer 3 is formed from an adhe-
sive (a thermo plastic adhesive sheet, for example). The
adhesive layer 3 includes the first adhesive layer 30, the
second adhesive layer 31, and the third adhesive layer
32. The first adhesive layer 30 is provided between the
skin layer 1 and a first porous layer 40. The second ad-
hesive layer 31 is provided on the first surface 2A of the
cushion layer 2. The second adhesive layer 31 is provid-
ed between the first porous layer 40 and the cushion
layer 2 to bond the first porous layer 40 to the cushion
layer 2. The third adhesive layer 32 is provided on the
second surface 2B of the cushion layer 2. The third ad-
hesive layer 32 is provided between a second porous
layer 41 and the cushion layer 2 to bond the second po-
rous layer 41 to the cushion layer 2.
[0027] The porous layer 4 (nonwoven fabric, for exam-
ple) is configured to communicate the inside and the out-
side of the cushion layer 2. The porous layer 4 generates
air flow in the Z direction. The porous layer 4 includes
the first porous layer 40 and the second porous layer 41.
The first porous layer 40 is provided on a surface 31A of
the second adhesive layer 31, which is opposite to a sur-
face on which the cushion layer 2 is provided. The second
porous layer 41 is provided on a surface 32A of the third
adhesive layer 32 opposite to a surface on which the
cushion layer 2 is provided.
[0028] The binding portion 5 (a stitch, for example)
binds the first porous layer 40, the second adhesive layer
31, the cushion layer 2, the third adhesive layer 32, and
the second porous layer 41 together. The binding portion
5 includes a first binding portion 50 and a second binding
portion 51. The first binding portion 50 and the second
binding portion 51 are disposed separate from each other
in the Y direction. A distance D between the portions is
set to have a predetermined length (equal to or more
than 5 mm,) necessary to display the design of the lay-
ered body 100. If the distance D is less than 5 mm, the
softness of the design cannot be displayed since a fold
line is formed in the center of the concave portion 2C. If
the distance D is relatively longer (equal to or more than
15 mm, for example), the number of the stitches has to
be increased since the center of the concave portion in
the cushioning material bulges and accordingly the con-
cave portion of the layered body becomes shallow.
[0029] (Experimental Example I) Next, the present dis-
closure will be specifically described with reference to
the experimental example I. Here, an experimental result
considering the designability of the layered body 100
(See FIG. 1) according to this embodiment will be de-
scribed. Note that the present disclosure is not limited to
this experimental example. More specifically, the inven-
tor conducted an experiment to evaluate the designability
of a test product (hereinafter referred to as a test product
I) of the layered body 100 and a test product (hereinafter
referred to as a test product II) of the conventional layered
body 200 (See FIG. 4) by comparing the layered body
100, 200.
[0030] (Production of Test Product I) The inventor
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made the test product I for the lower part of the seat back
and the rear part of the seat base of the vehicle seat.
First, the genuine leather for the vehicle was provided as
the skin layer 1 (See FIG. 1). The thickness of the vehicle
genuine leather was 1.2 60.2 mm, and BLC (bending
resistance) of the leather was 33.8. Thermoplastic adhe-
sive sheets were provided as the first adhesive layer 30,
the second adhesive layer 31, and the third adhesive
layer 32. De-film urethane (t10, 0.03 g/cm3) was provided
as the first porous layer 40 and the second porous layer
41. Urethane foam (t2, 50 g, 0.022 g/cm3) was provided
as the cushion layer 2. Stitches for a computerized sew-
ing machine (AMS-224EN-420 (product name), JUKI
Corporation) were provided as the binding portion 5.
[0031] Next, the second adhesive layer 31 was dis-
posed between the cushion layer 2 and the first porous
layer 40, and the third adhesive layer 32 was disposed
between the cushion layer 2 and the second porous layer
41. Then, the press process was performed to press a
surface 40A of the first porous layer 40 (See FIG. 1) op-
posite to a surface on which the second adhesive layer
31 was provided, and a surface 41A of the second porous
layer 41 opposite to a surface on which the third adhesive
layer 32 was provided. The conditions for the press proc-
ess were set to a temperature of 115 °C, a pressure of
2000 kg/0.6m2, and a processing time of 10 seconds. In
the press process, the cushion layer 2 and the first porous
layer 40 were bonded by the second adhesive layer 31,
and the cushion layer 2 and the second porous layer 41
were bonded by the third adhesive layer 32. Subsequent-
ly, in this experimental example, the test product I was
made by performing a convex portion forming step, an
adhesive layer providing step, and a pressing step in this
order. The above steps will be described below.
[0032] (Convex Portion Forming Step) In the convex
portion forming step, the quilting process was performed
to the first porous layer 40, the second adhesive layer
31, the cushion layer 2, the third adhesive layer 32, and
the second porous layer 41 to provide the first binding
portion 50 and the second binding portion 51 by the com-
puterized sewing machine. The convex portions 2T was
formed on the first surface 2A and the second surface
2B of the cushion layer 2 by the quilting process. At this
time, the distance between the first binding portion 50
and the second binding portion 51 (i.e. the distance D
shown in FIG. 1) was set to at least equal to or more than
5 mm for the quilting process.
[0033] (Adhesive Layer Providing Step) In the adhe-
sive layer providing step, the first adhesive layer 30 was
provided between the skin layer 1 and the first porous
layer 40 to which the quilting process was performed in
the convex portion forming step. Thereby, the first adhe-
sive layer 30 was provided to the second surface 1B (See
FIG. 1) of the skin layer 1.
[0034] (Pressing Step) In the pressing step, the press
process was performed to press a first surface 1A of the
skin layer 1, which was provided with the first adhesive
layer 30 on the second surface 1B in the adhesive layer

providing step, toward the first surface 2A of the cushion
layer 2 at a predetermined pressure. By the press proc-
ess, the skin layer 1 and the first porous layer 40 were
bonded each other via the first adhesive layer 30. The
conditions for the press process were set to a tempera-
ture of 115 °C, a pressure of 2000 kg/0.6m2, and a
processing time of 30 seconds.
[0035] (Convex Portion Reforming Step) In the convex
portion reforming step, the predetermined pressure
(press pressure) in the press process of the pressing step
was released, so that the first surface 2A of the cushion
layer 2 bulged by the restoring force of the cushion layer
2 which had been pressed with the pressure, and accord-
ingly the convex portion 2T was reformed on the first
surface 2A of the cushion layer 2. As a result, the first
surface 1A of the skin layer 1 has the positive curvature
in the side view, and the first surface 2A of the cushion
layer 2 has the negative curvature in the side view (See
FIG. 1). The spaces 2Vh were formed when the release
of the pressure expanded the surface 2A of the cushion
layer 2 and moved the skin layer 1 away from the surface
2A of the cushion layer 2 in the valleys 2V on the surface
2A of the cushion layer 2.
[0036] (Designability of Test Product I) FIG. 2 is a pho-
tograph of the test product I taken from the skin layer 1,
the test product I being made according to the above
steps. FIG. 3 is a photograph of the test product I taken
from the second porous layer 41, the test product I being
made according to the above steps.
[0037] As shown in FIG. 3, the inventor successfully
improved the designability of the layered body 100 by
setting the distance D between the first binding portion
50 and the second binding portion 51 equal to or more
than a predetermined length (5 mm,) when performing
the quilting process in the convex portion forming step.
Specifically, the cross-sectional shape of the skin layer
1 can have a gently curved surface by forming the convex
portion 2T on the first surface 2A of the cushion layer 2
in the convex portion forming step and then pressing the
surface 1A of the skin layer 1 toward the first porous layer
40 to bond the skin layer 1 to the cushion layer 2 in the
pressing step. As a result, the surface 1A of the skin layer
1 can have a soft and gentle design finish with regard to
the shape of the diamond patterns as shown in FIG. 2.
[0038] Further, the test product I can improve the free-
dom of the relief expression on the skin layer 1 since only
the cushion layer 2 is provided with the relief in the quilting
process before bonding the skin layer 1 and the cushion
layer 2, and then the skin layer 1 and the first porous
layer 40 are bonded by the first adhesive layer 30.
[0039] (Production of Test Product II) FIG. 4 is a side
cross sectional view illustrating the schematic configura-
tion of the test product II made by the conventional meth-
od. FIG. 5 is a photograph of the test product II taken
from a skin layer 21 having diamond patterns, the test
product II being made by the conventional steps. FIG. 6
is a photograph of the test product II taken from the non-
woven fabric 24 having diamond patterns, the test prod-
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uct II being made by the conventional steps.
[0040] The inventor made the test product II by the
conventional method (See FIG. 4) for the lower part of
the seat back and the rear part of the seat base of the
vehicle seat. First, as shown in FIG. 4, the skin layer 21
was bonded to a first surface 22A of the urethane foam
22 by a first adhesive 23A. Then, the nonwoven fabric
24 was bonded to a second surface 22B of the urethane
foam 22 by a second adhesive 23B. Next, the quilting
process was performed to the skin layer 21, the first ad-
hesive 23A, the urethane foam 22, the second adhesive
23B and the nonwoven fabric 24. Thereby, the skin layer
21, the first adhesive 23A, the urethane foam 22, the
second adhesive 23B, and the nonwoven fabric 24 were
bound by threads 25 and the test product II is made.
[0041] (Designability of Test Product II) In the layered
body 200 of the test product II, a surface 21A of the skin
layer 21 opposite to a surface on which the first adhesive
23A is provided has the negative curvature as shown in
FIG. 4. Accordingly, corners are generated in the valleys
21V of the surface 21A as shown in FIG. 4. Similar to the
surface 21A, in the layered body 200 of the test product
II, a surface 24A of the nonwoven fabric 24 opposite to
a surface on which the second adhesive 23B is provided
has the positive curvature as shown in FIG. 4. Accord-
ingly, similar to the valleys 21V, corners are also gener-
ated in the valleys 24V of the surface 24A as shown in
FIG. 4.
[0042] As mentioned above, due to the corners gen-
erated in the surface 21A of the skin layer 21 and the
corners generated in the surface 24A of the nonwoven
fabric 24, the surface 21A of the skin layer 21 in the test
product II loses a soft design finish with regard to the
shape of the diamond patterns as shown in FIG. 5. Sim-
ilarly, as shown in FIG. 6, the surface 24A of the nonwo-
ven fabric 24 in the test product II cannot have a soft
design finish with regard to the shape of the diamond
patterns.
[0043] In the layered body 100 according to the First
Embodiment, a portion of the skin layer 1 corresponding
to the convex portion 2T between the two valleys 2V of
the cushion layer 2 has the positive curvature in the side
view. The convex portion 2T in the cushion layer 2 be-
tween the two valleys 2V of the surface 2A, on which the
second adhesive layer 31 (i.e. the skin layer 1) is provid-
ed, has the negative curvature in the side view. Specifi-
cally, in the layered body 100 of the First Embodiment,
the cushion layer 2 underneath the skin layer 1 is provid-
ed with the relief and then the skin layer 1 is bonded to
the cushion layer 2 with the first adhesive layer 30. As a
result, unlike the prior art, corners are not generated in
the valleys of the relief on the surface 1A of the skin layer
1. Thereby, the cross-sectional of the skin layer 1 can
have the gently curved surface. Accordingly, the surface
1A of the skin layer 1 have the soft design finish and the
visual effect of the surface 1A improves when the layered
body 100 is applied to the vehicle seat.

Second Embodiment

[0044] In the Second Embodiment, perforation proc-
ess is performed on the skin layer 1 and the first adhesive
layer 30.
[0045] First, the configuration will be described. A lay-
ered body according to the Second Embodiment is ap-
plied to a vehicle interior component (vehicle seat and
the like) similar to the First Embodiment.
[0046] (Overall Configuration of Layered Body) FIG. 1
is a side cross sectional view illustrating the schematic
configuration of the layered body according to the Sec-
ond Embodiment. FIG. 7 illustrates the layered body ac-
cording to the Second Embodiment seen from the skin
layer 1. Hereinafter, overall configuration of the layered
body will be described with reference to FIG. 1. Note that
perforation holes are omitted in FIG. 1.
[0047] As shown in FIG. 1, the layered body 100 in-
cludes the skin layer 1, the cushion layer 2, the adhesive
layer 3, the porous layer 4, and the binding portion 5. The
adhesive layer 3 includes the first adhesive layer 30, the
second adhesive layer 31, and the third adhesive layer
32.
[0048] The skin layer 1 and the first adhesive layer 30
include perforation holes which extend through the skin
layer 1 and the first adhesive layer 30 in the X direction
and communicate with the spaces 2Vh. Specifically, the
perforation process is performed to the skin layer 1 in the
Second Embodiment for the design of the skin material
of the vehicle seat or for the ventilation of warm air and/or
cold air from the seat to the vehicle interior depending
on the perceived temperature or the room temperature
when the vehicle includes an air conditioner. Note that
other configurations are the same as the First Embodi-
ment, so the same reference numerals are attached to
the corresponding elements and descriptions thereof will
be omitted.
[0049] (Mechanism for Quality Deterioration and Pro-
ductivity Reduction Due to Perforation Process) FIG. 7
is an explanatory view illustrating mechanism for deteri-
orating quality of a layered body, which is a comparative
example to the layered body of the Second Embodiment,
due to the perforation process. FIG. 8 is an explanatory
view illustrating mechanism for reducing the productivity
of the layered body, which is a comparative example rel-
ative to the layered body of the Second Embodiment,
due to the perforation process. With regard to a product
to which the perforation process is performed, the quilting
process may be performed to the product after the per-
foration process. Hereinafter, mechanisms for deterio-
rating the quality and productivity of the product will be
described with reference to FIG. 7 and FIG. 8.
[0050] (Mechanism for Deteriorating Quality Due to
Perforation Process) As shown in FIG. 7, after performing
the perforation process to a surface 61A of a cover or
skin material 61, the skin material 61 and a urethane
foam layer (not shown) are bonded each other and then
the quilting process is performed thereto. As shown in
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the partial enlarged view of FIG. 7, needle holes coincide
with perforation holes 61H and accordingly stitches 65
have zigzag arrangements, causing a problem that the
visual quality reduces.
[0051] (Mechanism for Receding Productivity Due to
Perforation Process) To overcome the above problem,
as shown in FIG. 8, adjustment is made in advance so
that the perforation holes 71H do not open in the vicinity
of the stitches 75 for the quilting process. Then the quilt-
ing process is performed to a punched skin material 71.
However, it is difficult to accurately stitch in the center
between the holes 71H. In addition, it takes time to per-
form such special perforation process, and accordingly,
its productivity reduces.
[0052] On the other hand, in the layered body 100 of
the Second Embodiment as shown in FIG. 1, the design
with the relief expression can be formed by the skin layer
1 to which the perforation process is performed regard-
less of portions to which the quilting process is performed
since the first binding portion 50 and the second binding
portion 51 for the quilting process are provided below the
skin layer 1.
[0053] Further, in the layered body 100 of the Second
Embodiment, the skin layer 1 and the first adhesive layer
30 include the perforation holes which extend through
the skin layer 1 and the first adhesive layer 30 in the X
direction and communicate with the spaces 2Vh. Accord-
ingly, the spaces 2Vh form air passages in the Z direction
and the perforation holes form air passages in the X di-
rection. As a result, the breathability of the layered body
100 can be further improved since the air passages in
the X direction increase.

Third Embodiment

[0054] In the Third Embodiment, the cushion layer is
formed by heat welding.
[0055] First, the configuration will be described. A lay-
ered body according to the Third Embodiment is applied
to a vehicle interior component (a vehicle seat and the
like) similar to the First Embodiment.
[0056] (Overall Configuration of Layered Body) FIG. 9
is a side cross sectional view illustrating the schematic
configuration of the layered body according to the Third
Embodiment. Hereinafter, the overall configuration of the
layered body will be described with reference to FIG. 9.
[0057] As shown in FIG. 9, the layered body 300 in-
cludes a skin layer 81, a cushion layer 82, and an adhe-
sive layer 83. The layered body 300 includes concave
portions 82C and valleys 82V. The concave portions 82C
are formed by compressing the cushion layer 82 in the
X direction. The valley 82V is formed at each end of each
concave portion 82C in the cushion layer 82.
[0058] The skin layer 81 is made from a cover or skin
material (cow leather, for example). A flat section 82F
(bottom portion of the concave portion) is provided be-
tween the valleys 82V of the cushion layer 82. A portion
of the skin layer 81 corresponding to the flat section 82F

has the positive curvature in a side view.
[0059] The cushion layer 82 is made from a cushioning
material (urethane foam, for example). The cushion layer
82 includes a surface 82A on which the adhesive layer
83 is provided. The flat section 82F between the valleys
82V of the surface 82A is flat in the side view. The cushion
layer 82 also includes a surface 82B opposite to the sur-
face 82A on which the adhesive layer 83 is provided.
Similarly, the flat section 82F between the valleys 82V
of the surface 82B is flat in the side view. The pair of
valleys 82V is provided spaced away from each other in
the Y direction. A distance D1 between the valleys is set
to have a predetermined length (equal to or more than 5
mm,) necessary to display the design of the layered body
300. Spaces 82Vh are provided at locations correspond-
ing to the valleys 82V of the cushion layer 82 between
the surface 82A of the cushion layer 82 on which the
adhesive layer 83 is provided and a surface 81B of the
skin layer 81 on which the adhesive layer 83 is provided.
Each of the spaces 82Vh has a substantially triangle
shape in the side view. The spaces 82Vh function as
passages for air flow in the Z direction.
[0060] In the Third Embodiment, the cushion layer 82
is formed by heat welding. The heat welding is performed
by welding process to the cushion layer 82.
[0061] The adhesive layer 83 is made from an adhe-
sive (thermoplastic adhesive sheet, for example). The
adhesive layer 83 is provided between the skin layer 81
and the cushion layer 82 to bond the skin layer 81 to the
cushion layer 82.
[0062] (Experimental Example II) Next, the present
disclosure will be described with reference to an exper-
imental example II. Here, an experimental result consid-
ering the designability of the layered body 300 (See FIG.
9) according to this embodiment will be described. Note
that the present disclosure is not limited to this experi-
mental example. More specifically, the inventor conduct-
ed an experiment to evaluate the designability of the test
product II and a test product (hereinafter referred to as
a test product III) of the layered body 300 by comparing
the test products II, III.
[0063] (Production of Test Product III) The inventor
made the test product III for the lower part of the seat
back and the rear part of the seat base of the vehicle
seat. First, genuine leather for the vehicle was provided
for the skin layer 81 (See FIG. 9). The thickness of the
vehicle genuine leather was 1.2 60.2 mm, and BLC
(bending resistance) of the leather was 33.8. The ther-
moplastic adhesive sheet was provided for the adhesive
layer 83. Urethane foam (t2, 50 g, 0.022 g/cm3) was pro-
vided for the cushion layer 8.
[0064] Subsequently, in this experimental example,
the test product III was made by performing a convex
portion forming step, an adhesive layer providing step,
and a pressing step in this order.
[0065] (Convex Portion Forming Step) In the convex
portion forming step, the welding process was performed
to the cushion layer 82. As the conditions for the welding
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process, the current was set to 0.35A, the welding time
was set to 3.0 seconds, the cooling time was set to 3.0
seconds, and the mold temperature was set to 90 °C.
The cushion layer 82 was formed and convex portions
82T were formed on the surface 82A and the surface 82B
of the cushion layer 82 by the welding process. At this
time, the distance between the valleys 82V (i.e. the dis-
tance D1 shown in FIG. 9) was set to at least equal to or
more than 5 mm for the welding process.
[0066] (Adhesive Layer Providing Step) In the adhe-
sive layer providing step, the adhesive layer 83 was dis-
posed between the cushion layer 82 and the skin layer
81 to which the welding process was performed in the
convex portion forming step. Thereby, the adhesive layer
83 was provided on the second surface 81B of the skin
layer 81 (See FIG. 9).
[0067] (Pressing Step) In the pressing step, the press
process was performed to press a first surface 81A of
the skin layer 81, which is provided with the adhesive
layer 83 on the second surface 81B in the adhesive layer
providing step, to the first surface 82A of the cushion
layer 82 at a predetermined pressure. By the press proc-
ess, the skin layer 81 and the cushion layer 82 were bond-
ed each other with the adhesive layer 83. The conditions
for the press process were set to temperature of 115 °C,
pressure of 2000 kg/0.6 m2, and processing time of 30
seconds.
[0068] (Convex Portion Reforming Step) In the convex
portion reforming step, the predetermined pressure
(press pressure) in the press process of the pressing step
was released, so that the first surface 82A of the cushion
layer 82 bulged to form spaces 82Vh by the restoring
force of the cushion layer 82 which had been pressed
with the pressure and accordingly the convex portions
82T was reformed on the first surface 82A of the cushion
layer 82. As a result, the first surface 81A of the skin layer
81 has the positive curvature in the side view, and the
first surface 82A of the cushion layer 82 becomes flat
(See FIG. 9).
[0069] (Designability of Test Product III) The inventor
successfully improved the designability of the layered
body 300 by setting the distance D1 between the valleys
82V to equal to or more than 5 mm when performing the
quilting process in the convex portion forming step. Spe-
cifically, the cross-sectional of the skin layer 81 can have
a gently curved surface by forming the convex portions
82T on the first surface 82A of the cushion layer 82 in
the convex portion forming step and then pressing the
surface 81A of the skin layer 81 toward the cushion layer
82 to bond the skin layer 81 to the cushion layer 82 in
the pressing step. As a result, the surface 81A of the skin
layer 81 can have a softer design finish with regard to
the shape thereof compared to the test product II.
[0070] Further, the test product III can improve the free-
dom of the relief expression on the skin layer 81 com-
pared to the test product II since only the cushion layer
82 is provided with the relief in the welding process before
bonding the skin layer 81 and the cushion layer 82 and

then the skin layer 81 is bonded to the cushion layer 82
with the adhesive layer 83.
[0071] Moreover, in the layered body 300 according to
the Third Embodiment, the cushion layer 82 is formed by
heat welding in the welding process, and the convex por-
tions 82T are formed on the first surface 82A and the
second surface 82B of the cushion layer 82. Accordingly,
it is very advantageous in cost compared to forming the
cushion layer 82 by sewing process, for example. Spe-
cifically, it is required to prepare a mold for foam molding
according to the design of the cushion layer 82 when
using the sewing process. However, the thermal welding
is very advantageous in cost since it only requires pre-
paring a mold for a portion of the cushion layer 82 to be
recessed. Moreover, the thermal welding is not compli-
cated and is very advantageous in cost compared to the
formation by the cutting process.
[0072] The layered body and the method for producing
the layered body according to the present disclosure
have been described with reference to the First, Second,
and Third Embodiments. However, the specific configu-
rations are not limited to ones in these embodiments, and
changes, additions, and the like may be made without
departing from the scope of the inventions as recited in
the claims.
[0073] In the First and Second Embodiments, the cush-
ion layer 2 underneath the skin layer 1 is formed from
the quilted urethane foam. However, the present disclo-
sure is not limited to these embodiments. For example,
the cushion layer 2 may be molded urethane foam (heat
welding, foaming in molds, cutting, or the like). Alterna-
tively, the cushion layer 2 may be quilted cotton. In this
case, the layered body 100 may be decorated by cutting
the urethane foam without performing the quilting proc-
ess to the urethane foam as long as the hardness of the
molded urethane foam can be maintained so as not to
deform by cutting. In the case where the urethane foam
is cut, the cushion layer 2 may not be provided with the
first porous layer 40 which prevents the breakage or the
like of the urethane foam when the urethane foam is sewn
with stitches. Further, in the case where the layered body
100 is decorated by cutting the urethane foam even if the
urethane foam is soft, the cushion layer 2 may not be
provided with the first porous layer 40 which prevents the
breakage or the like of the urethane foam.
[0074] The skin layer 1 is made of the cow leather in
the First and Second Embodiments and the skin layer 81
is made of the cow leather in the Third Embodiment. How-
ever, the present disclosure is not limited to these em-
bodiments. For example, the skin layer 1 or the skin layer
81 may be made of any one of genuine leather, synthetic
leather, artificial leather, polyvinyl chloride (PVC) and
cloth.
[0075] In the First and Second Embodiments, the po-
rous layer 4 is made of non-woven cloth. However, the
present disclosure is not limited to these embodiments.
For example, the porous layer 4 may be made of mesh
material. In short, the porous layer 4 may be made of a
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material which communicates between the inside and
the outside of the cushion layer 2.
[0076] In the First and Second Embodiments, the skin
layer 1 and the second porous layer 41 have the diamond
patterns. However, the present disclosure is not limited
to these embodiments. For example, the skin layer 1 and
the second porous layer 41 may have straight border
patterns or curved patterns. In short, the skin layer 1 and
the second porous 23 layer 41 may have other patterns
as long as the layers have a soft design finish with regard
to the shape thereof.
[0077] In the First, Second and Third Embodiments,
the layered body and the method for producing the lay-
ered body according to the present disclosure are applied
to the vehicle seats. However, the present disclosure is
not limited to the above embodiments. The layered body
and the method for producing the layered body according
to the present disclosure may be applied to vehicle inte-
rior components such as an instrument panel, a door
trim, or a seat back.
[0078] In the First, Second and Third Embodiments,
the layered body and the method for producing the lay-
ered body according to the present disclosure are applied
to the interior components for the vehicle such as an au-
tomobile. However, the layered body and the method for
producing the layered body according to the present dis-
closure may be applied to interior components for vehi-
cles other than the automobile (rail cars, pleasure boats,
or the like, for example) or furniture (leather sofa, and
the like, for example).
[0079] The distance D between the first binding portion
50 and the second binding portion 51 is set to equal to
or more than 5 mm in the First Embodiment, and the
distance D1 between the pair of the valleys 82V is set to
equal to or more than 5 mm in the Third Embodiment.
According to an embodiment not forming part of the
present invention, the distance D, D1 may be set to less
than 5 mm. Each of the distances D, D1 may be set to
any length necessary to display the design of the layered
body 100, 300.

REFERENCE SIGNS LIST

[0080] 1, 81. Skin Layer; 1A Surface of Skin Layer 1
Opposite to Surface on Which First Adhesive Layer 30
Is Provided; 1B Surface of Skin Layer 1 on Which First
Adhesive Layer 30 Is Provided; 1L Turning Portion; 2, 82
Cushion Layer; 2A Surface of Cushion Layer 2 on Which
Second Adhesive Layer 31 Is Provided; 2B Surface of
Cushion Layer 2 on Which Third Adhesive Layer 32 Is
Provided; 2C, 82C Concave Portion; 2T Convex Portion
(Bottom Portion of Concave Portion); 2V, 82V Valley;
2Vh, 82Vh Space; 3, 83 Adhesive Layer; 4 Porous Layer;
5 Binding Portion; 30 First Adhesive Layer; 31 Second
Adhesive Layer; 32 Third Adhesive Layer; 40 First Po-
rous Layer; 41 Second Porous Layer; 50 First Binding
Portion; 51 Second Binding Portion; 81A Surface of Skin
Layer 81 Opposite to Surface on Which Adhesive Layer

83 Is Provided; 81B Surface of Skin Layer 81 on Which
Adhesive Layer 83 Is Provided; 82A Surface of Cushion
Layer 82 on Which Adhesive Layer 83 Is Provided; 82B
Surface of Cushion Layer 82 Opposite to Surface on
Which Adhesive Layer 83 Is Provided; 82F Flat Section
(Bottom Portion of Concave Portion); 100, 300 Layered
Body

Claims

1. A layered body (100, 300) comprising:

a skin layer (1, 81) made from a skin material;
a cushioning layer (2, 82) made from a cushion-
ing material;
an adhesive layer (3, 83) made from an adhesive
and provided between the skin layer (1, 81) and
the cushioning layer (2, 82);
wherein the cushioning layer (2, 82) comprises
a concave portion (2C, 82C),
wherein the concave portion (2C, 82C) of the
cushioning layer (2, 82) comprises a pair of val-
leys (2V, 82V),
wherein a portion of the skin layer (1, 81) located
between the valleys (2V, 82V) and correspond-
ing to a bottom portion (2T, 82F) of the concave
portion (2C, 82C) has positive curvature in the
side view,
wherein the pair of valleys (2V, 82V) are sepa-
rated by a distance (D, D1) set to have a prede-
termined length of equal or more than 5 mm, and
wherein the bottom portion (2T, 82F) of the con-
cave portion (2C, 82C) between the valleys (2V,
82V) in a surface of the cushioning layer (2, 82)
on which the adhesive layer (3, 83) is provided
has negative curvature or is flat in the side view.

2. The layered body (100, 300) according to claim 1,
further comprising a porous layer (4) between adhe-
sive layer (3, 83) and the cushioning layer (2, 82).

3. The layered body (100, 300) according to claim 2,
wherein the porous layer (4) is a nonwoven fabric or
a mesh material.

4. The layered body (100, 300) according to one of
claims 1 to 3, wherein a space (2Vh) is provided in
a portion corresponding to the valley of the cushion-
ing layer (2, 82) in the side view between a surface
of the skin layer (1, 81) on which the adhesive layer
(3, 83) is provided and a surface of the cushioning
layer (2, 82) on which the adhesive layer (3, 83) is
provided.

5. A method for producing a layered body (100, 300)
comprising:
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forming a concave portion on a first surface of
a cushioning layer (2, 82) made from a cushion-
ing material, wherein the concave portion of the
cushioning layer includes a pair of valleys (2V,
82V), such that a convex portion is formed be-
tween the pair of valleys (2V, 82V), and wherein
the valleys are separated by a distance (D, D1)
set to have a predetermined length of equal or
more than 5 mm;
providing an adhesive layer (3, 83) made from
an adhesive on a first surface of a skin layer (1,
81) made from a skin material;
pressing the skin layer (1, 81) to the first surface
of the cushioning layer (2, 82) at a predeter-
mined pressure; and
reforming the convex portion on the first surface
of the cushioning layer (2, 82) by releasing the
predetermined pressure to bulge the first sur-
face of the cushioning layer (2, 82) by restoring
force of the cushioning layer (2, 82) that is
pressed,
wherein the forming, the providing, the pressing
and the reforming are performed in the above
order, and
wherein a second surface of the skin layer (1,
81) has positive curvature in the side view, and
the first surface of the cushioning layer (2, 82)
has negative curvature or is flat in the side view.

Patentansprüche

1. Schichtkörper (100; 300), umfassend:

eine Verkleidungsschicht (1, 81), die aus einem
Verkleidungsmaterial hergestellt ist;
eine Polsterschicht (2, 82), die aus einem Pols-
termaterial hergestellt ist;
eine Klebeschicht (3, 83), die aus einem Kleb-
stoff hergestellt und zwischen der Verkleidungs-
schicht (1, 81) und der Polsterschicht (2, 82) vor-
gesehen ist;
wobei die Polsterschicht (2, 82) einen konkaven
Abschnitt (2C, 82C) umfasst,
wobei der konkave Abschnitt (2C, 82C) der Pols-
terschicht (2, 82) ein Paar Vertiefungen (2V,
82V) umfasst,
wobei ein Abschnitt der Verkleidungsschicht (1,
81), der sich zwischen den Vertiefungen (2V,
82V) befindet und einem Bodenabschnitt (2T,
82F) des konkaven Abschnitts (2C, 82C) ent-
spricht, in der Seitenansicht eine positive Krüm-
mung aufweist,
wobei das Paar Vertiefungen (2V, 82V) um ei-
nen Abstand (D, D1) getrennt ist, der festgelegt
ist, um eine vorbestimmte Länge von größer
oder gleich 5 mm aufzuweisen, und
wobei der Bodenabschnitt (2T, 82F) des konka-

ven Abschnitts (2C, 82C) zwischen den Vertie-
fungen (2V, 82V) in einer Fläche der Polster-
schicht (2, 82), auf der die Klebeschicht (3, 83)
vorgesehen ist, in der Seitenansicht eine nega-
tive Krümmung aufweist oder flach ist.

2. Schichtkörper (100, 300) nach Anspruch 1, ferner
umfassend eine poröse Schicht (4) zwischen der
Klebeschicht (3, 83) und der Polsterschicht (2, 82).

3. Schichtkörper (100, 300) nach Anspruch 2, wobei
die poröse Schicht (4) ein Vliesstoff oder ein Ma-
schenmaterial ist.

4. Schichtkörper (100, 300) nach einem der Ansprüche
1 bis 3, wobei ein Raum (2Vh) in einem Abschnitt
entsprechend der Vertiefung der Polsterschicht (2,
82) in der Seitenansicht zwischen einer Fläche der
Verkleidungsschicht (1, 81), auf der die Klebeschicht
(3, 83) vorgesehen ist, und einer Fläche der Polster-
schicht (2, 82), auf welcher die Klebeschicht (3, 83)
vorgesehen ist, vorgesehen ist.

5. Verfahren zum Herstellen eines Schichtkörpers
(100, 300), umfassend:

Bilden eines konkaven Abschnitts auf einer ers-
ten Fläche einer Polsterschicht (2, 82), die aus
einem Polstermaterial hergestellt ist, wobei der
konkave Abschnitt der Polsterschicht ein Paar
Vertiefungen (2V, 82V) aufweist, sodass ein
konvexer Abschnitt zwischen dem Paar Vertie-
fungen (2V, 82V) gebildet wird, und wobei die
Vertiefungen um einen Abstand (D, D1) getrennt
sind, der festgelegt ist, um eine vorbestimmte
Länge von größer oder gleich 5 mm aufzuwei-
sen;
Vorsehen einer Klebeschicht (3, 83), die aus ei-
nem Klebstoff hergestellt ist,
auf einer ersten Fläche einer Verkleidungs-
schicht (1, 81), die aus einem Verkleidungsma-
terial hergestellt ist;
Drücken der Verkleidungsschicht (1, 81) gegen
die erste Fläche der Verkleidungsschicht (2, 82)
mit einem vorbestimmten Druck; und
Umformen des konvexen Abschnitts auf der ers-
ten Fläche der Polsterschicht (2, 82) durch Auf-
heben des vorbestimmten Drucks, um die erste
Fläche der Polsterschicht (2, 82) zu wölben, in-
dem eine Kraft der Polsterschicht (2, 82) die ge-
drückt wird, wiederhergestellt wird,
wobei das Bilden, das Vorsehen, das Drücken
und das Umformen in der vorangehenden Rei-
henfolge durchgeführt werden, und
wobei eine zweite Fläche der Verkleidungs-
schicht (1, 81) in der Seitenansicht eine positive
Krümmung aufweist und die erste Fläche der
Polsterschicht (2, 82) in der Seitenansicht eine
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negative Krümmung aufweist oder flach ist.

Revendications

1. Corps stratifié (100, 300) comprenant :

une couche de revêtement (1, 81) constituée
d’un matériau de revêtement ;
une couche de rembourrage (2, 82) constituée
d’un matériau de rembourrage ;
une couche adhésive (3, 83) constituée d’un ad-
hésif et disposée entre la couche de revêtement
(1, 81) et la couche de rembourrage (2, 82) ;
dans lequel la couche de rembourrage (2, 82)
comprend une partie concave (2C, 82C),
dans lequel la partie concave (2C, 82C) de la
couche de rembourrage (2, 82) comprend une
paire de vallées (2V, 82V),
dans lequel une partie de la couche de revête-
ment (1, 81) située entre les vallées (2V, 82V)
et correspondant à une partie inférieure (2T,
82F) de la partie concave (2C, 82C) présente
une courbure positive dans la vue latérale,
dans lequel la paire de vallées (2V, 82V) sont
séparées selon une distance (D, D1) définie
pour avoir une longueur prédéterminée égale
ou supérieure à 5 mm, et
dans lequel la partie inférieure (2T, 82F) de la
partie concave (2C, 82C) entre les vallées (2V,
82V) dans une surface de la couche de rem-
bourrage (2, 82) sur laquelle la couche adhésive
(3, 83) est disposée présente une courbure né-
gative ou est plate dans la vue latérale.

2. Corps stratifié (100, 300) selon la revendication 1,
comprenant en outre une couche poreuse (4) entre
la couche adhésive (3, 83) et la couche de rembour-
rage (2, 82).

3. Corps stratifié (100, 300) selon la revendication 2,
dans lequel la couche poreuse (4) est un tissu non-
tissé ou un matériau maillé.

4. Corps stratifié (100, 300) selon l’une des revendica-
tions 1 à 3, dans lequel un espace (2Vh) est prévu
dans une partie correspondant à la vallée de la cou-
che de rembourrage (2, 82) dans la vue latérale entre
une surface de la couche de revêtement (1, 81) sur
laquelle la couche adhésive (3, 83) est disposée et
une surface de la couche de rembourrage (2, 82)
sur laquelle la couche adhésive (3, 83) est disposée.

5. Procédé de fabrication d’un corps stratifié (100, 300)
comprenant :

la formation d’une partie concave sur une pre-
mière surface d’une couche de rembourrage (2,

82) constituée d’un matériau de rembourrage,
la partie concave de la couche de rembourrage
incluant une paire de vallées (2V, 82V), de sorte
qu’une partie convexe est formée entre la paire
de vallées (2V, 82V), et les vallées étant sépa-
rées selon une distance (D, D1) définie pour
avoir une longueur prédéterminée égale ou su-
périeure à 5 mm ;
la mise à disposition d’une couche adhésive (3,
83) constituée d’un adhésif sur une première
surface d’une couche de revêtement (1, 81)
constituée d’un matériau de revêtement ;
la compression de la couche de revêtement (1,
81) sur la première surface de la couche de rem-
bourrage (2, 82) à une pression prédéterminée ;
et
la reformation de la partie convexe sur la pre-
mière surface de la couche de rembourrage (2,
82) par relâchement de la pression prédétermi-
née de manière à bomber la première surface
de la couche de rembourrage (2, 82) par la force
de rappel de la couche de rembourrage (2, 82)
comprimée,
dans lequel la formation, la mise à disposition,
la compression et la reformation sont effectuées
dans l’ordre ci-dessus, et
dans lequel une deuxième surface de la couche
de revêtement (1, 81) présente une courbure
positive dans la vue latérale, et la première sur-
face de la couche de rembourrage (2, 82) pré-
sente une courbure négative ou est plate dans
la vue latérale.
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