22 February 2006 1 RESILIENT PRODUCT This invention relates to a resilient
product adapted to be attached to a support so as to, for exanple,
function as, a sealing nenber. in another exanple the resilient product
may function as a resilient nmounting nenber.. [t. 5 will be convenient to
herei nafter describe the invention with particular reference to sealing
menbers, but it is to be understood that the inventi 6hFRESaRY 4876
application including the resilient nounting nenber exanple. A resilient
product according to the invention is dspecially, but not exclusively,
useful in providing a weather or IEﬁﬁqha U hi cl e doors and 10 ot her
novabl e nmenbers. Vehicle door se t+cl ude a | ength of extruded
rubber or other rddid invantiomreatesio 4 hadiiens preiuor edkgted tBe deashang/ o1 the

frame surroungj the r .opening. Such seals are commonly attached to the

door or the Mgﬁgnb% @ggﬁs ot e’fﬁ“?%%*, 1%891}']‘31 REra PREINRhIMRINRASyi Fegnothise need

for such fastxaniphgtrdendstiest grddscttray MAcERShs %frehmgntsrﬁéénting'}ﬂ ﬂ%gip.[?dds to
uired (and consequent cost) to attach the ear £6its

the tine 5, . : ! .
support. r"‘éﬁgFiC\‘?BYﬁﬁ'?@é%H?mﬂﬂf’%@é degcriradh e Bpntinnopisparticwaatfaehca
resilient seab se@ling®mareitr§! BUtAPH 1P be fRIBR M P%?gﬁ? %veﬂggrgigls%vial?rd:d

adhesive tape. That technique has not been sat ctory Se
tendency of tREIGEEEN incdtingtBg resiiashineunting wepdenexamplem t he adhesi ve t ape.

20 I't is an objech Rfskhe pRSESEY s n{J : Qvi.de a resilient product
that can be satisfactori Ipy attache iYﬁt{od g‘%sﬁ'g’ﬁﬁﬁ'?’ydg er?@%ﬁlgﬁ%f-blﬁnn%dhesi ve.
It is a fur€kensivyeeselfintprevifingenmiesther erpiustisda fan vihipleotess reidhod  of

manuf act yii ng j dugt pinsugh, a of anpl e eal i ng
member. Yet atr?g? h@?ﬂbléébﬁmeﬁr?@égg ' tﬁ%h'lc%vgn i %%4'%%%% '8\9@?8% '?@ﬁl‘%ent
seal i ng menbextrusigdirngber & wthexcesiaht Tateradthat dr sredrat tol teasibor andied theof a

pressure . sengLti , I r . 1 h menber _is able to be secured to a
support. It ﬁértng\ég ?ﬁﬁﬁ%ﬁh@&%’&%@@ §+‘[C}E ﬁ%éqs fiﬁ&{/‘é?wrinfiﬂlytagtaﬁ?%fﬁo& ®a net hod
of manuf act ud#dargprsie framesmatriengs neaiper or otArofdstanirapii@tiesof THgeddeent i on i s

to provide j f j.C S 0 [ ject of the
i nvention i ﬁéglmg%tgéﬁge&gﬁzlef r?%?%gtgg{e #ogélgr%n%ear!mpglhﬁ%}% agg%%h&'ﬁtﬂﬂ}? A
resilients prigduiced @odecdsemienbeasidoiafieetieceationisrsugpsrt.a wor ki ng  section

formed of a rel aty yghieRAELeRMARL N RIS eolBl-E6d@tto QTN NRnS8SH LN

a vehicle door or frame by means of a double sided adhesive tape. That
technique has not been satisfactory because of a tendency of the resilient seal
member to separate from the adhesive tape.

20 It is an object of the present inVen-tl'On to provide a resilient product that
can be satisfactorily attached to a support by means of an adhesive. it is a
further object of the invention to provide an improved method of rmanufacturing
a resilient product, such as (by way of example) a sealing member. Yet ancther
object of the invention is to provide a resilient sealing member having a surface

25  thereof formed at least in part of a pressure sensitive adhesive whereby the
member is able to be secured to a support. It is a still further object of the
invention to provide a method of manufacturing such a sealing member,
Another object of the invention is to provide an improved seal for vehicle doors.
Another object of the invention is to provide an improved resilient mounting

30 member.

A resilient product according to the invention comprises a werking
section formed of a relatively soft slastomeric material, a mounting section
having an adhesive surface for securing the working section to a support, and
an interlayer formed of a relatively hard material interposed hetween the



havi ng an adhesive surface for securing the working section to a support,
and an interlayer fornmed of a relatively hard material interposed between
the 22 February 2006 2 working section and the nounting section and being
secured to both said working section and said nmounting section, wherein
the interlayer is secured to the working section by fusion welding. In an
exanpl e product suitable for use as a vehicle door sEafePURE 2808,0( ki ng
section is forned of Santoprene rubber, or a material of simlar softness,
and the interlayer is forned of polyprapylene, or a material of- simlar
hardness. The iﬂ(t erl a%er ma% ,lée attached to the working section by fusion
vel ding, and PG SEHA NG 40t iPHIEG $RE19R t3eh BN oseckeed: i bpthasaid by any

suitable 10 wewirg scetioh ang sadhasuihg RAeti®@r N~ tﬁ@infté}[aﬁ:ln@ dolErelyth Er | aver

separate fromthe worKki ng). ection, it may be created by eating a surface

of the wor ki n§e VEEEPY SRS WiiLsieR deidiRthat surface into a relatively hard

| ayer whilst |eavimtart BRampRBioadsy s@fattd §orpEKizag id ' rejatively
sof t stat%n whi ch may be IEenEoft state inri ti alal yaz\gﬁséés)s%ggpggalt ﬁﬂégvvorki ng
e

secti on. WG BeFtieacisi Bimed of Sapiograneabitpes @bublreatelidedf sidiilesi ve
strip or |ayejorhayd, Mdans titedsRr id Rfhedt ' | Bdria WL b

adhesi ve surface. renote fromﬁatﬁ%{ali n?gs?g;g?&blfoﬁglgﬁ?gﬁftéﬁgﬁé{gg\éﬁﬁgplgﬁ he
nount i ng secth@#Ess. a doubl e si ded adhesive tape, it is preferred that the

stretchability (e .Gl f th i s substantiall t he sane as that

of the interlayer ?‘ﬁ??r\t%ﬂ]@%nﬁ %e %}a%q%g?é%ﬁgw?r?migsseﬁﬁgf é\‘ His{08 W%%‘FQQO t he

el asticity ofantiteetrapenting grotiah enayt baratizbhtd of thééntemiyer :cbytlwmy- ?L]Eﬁﬁle}[/\m ki ng
rofil e of Santoprene

section we , i be an .extrude ection ar

r ubber fgra e@r‘f‘;’)‘ﬁ\é’?“\?\np?ﬁﬁﬁ%ﬂy Sr\PéH‘éer g"a oLping gl 'FH?W sgherela g@‘f“i city
than both tMe wodsitg sgctecti oaydvel ctdated hy ardativgra slifel oft @l wyRhgmay be
formed of a r I f r . or, 25 ot her. i tabl

mat eri al , angttz]ﬁrng{i’/1 tget r%%?%ﬁnfe%at \%%%Ctét ﬁ?égﬁggY%% hf‘%f)@yf)rr WB'}Sw‘?)aV'n@e'?‘ﬁg
connect ed t orarendeTKitngwseking avtioh in 4 hastvety scistatbanhies maytbedhblsciisual | y
be the case t.t.he. i rl t.ape osite w be stored in roll form
with the ta%)%%oﬂ'i@aﬁwoﬁsﬁs‘%? 83%@1@9“%? a‘f’é‘agﬁbg%ﬁﬁﬂnt LH@BnWBHWl“@nSGE%OF hé wor ki ng
section. 1A pefaasle i idoebleotidpapathesipt astp @r layerohdvéng aUidlaib aingptaggri al ,

will remain Ql}fll‘givle"’\ﬂgteﬁgr Lotect t he qut.er adhqgifr\é% t?sjur_fa e of the tape

until the redd P& hesaq;'[&swa surface remo € interlayer.

In circumstances where tha mounting section is a double sided adhesive
tape, it is preferred that the stretchability (elasticity) of the tape is substantially
the same as that of the interlayer. If there is a difference, it is preferable that

20 the elasticity of the tape is greater than that of the interlayer. The working
- saction however, which may be an extruded section or profile of Santoprene
rubber for example, will usually have greater flexibility and elasticity than bcth

tha mounting section and the interlayer.

The interlayer may bse tormed cf a shest or strip of polypropylene, or

25 other suitable material, and may be combined with the adhesive tape prior to
being connected to the working section, In those circumstances, t will usually
be the case that the interlayer/tape composite will be stored in roll form with-the
tape outermost to facilitale subseguent connection fo the working section. A
release liner of paper, plastic, cr other suitable material, will remain over and

30 protect the outer adhesive surface of the tape until the resilient product is being

made ready for attachment tg_a'support.



made ready for attachment tea support. 22 February 2006 2A It is preferred
that the two opposite surfaces of the liner '"are subjected to differential
surface treatnment prior to that |liner being applied to the adhesive

surface of the tape.' That differential treatnent is designed to ensure
that the 5 finer remains In place on the adhesive t%ﬁg qi the_ tape is being
unwound from the stored condition According to anot4fefe¥pectotst tne
invention there is provided a nethod of producing a resilient product
including the foll ow ng steps: bringing an adhesive surface of a nounting
section into engagenent with 70 once séfface of a relatively hard
iriterlayer, securing the nounting section to the interfayer by adhesion to

forma conposite, | vin conpressional force to said nmounting -section
interlayer conposi 2“?9%?’%838?%53%%% ssilgceeet themnemare siigyaed gonposi t e

into the path offfarerttabeurfavet tesdmbnt sHop el Bkt tifer Ui 3 ;Bygggéfstgeg'aéﬁft

wor ki ng sectio i 1 Ki section to a Ece of
the interfayer %_Egg%g%itﬁgrt%og%tgéﬁr?”%% featipentols psianethtc ensutethet tef t er
further deseri hestramainsveplaco pnvhd Sdteaivt itapd ﬁfhé@i;ﬂﬁ%ﬁgtlﬂwwﬁd from

hat the

acconpanyi ng dgnR@s cohditds t0 be understood however, o
particularity of those draw ngs and the associated detailed description
does not super sede Adserdjinisrasiotitey asect bithpirestin@erek akdvwak ,fagp,gg 5
description of of d(degeél j j IS, a cross-sectional view of a
resilient pr oduc%}el _éccd&ééﬂgm F%:r!c)):m%ﬁg%%iﬂ%gkﬁf NE$ePFe | nvention. The
product | includes P&nglpe RN #ghesict sugacof cohnebpedaton AoBAYadma: RSt i on 3
t hrough anio nt@.’i’da&)ﬁ%césfJ%tiwyﬂgridm&erk%%f;ti on. 3 has an adhesive surface 5
that is protected by a suitabl e renovabl"e’10 overlay 6. The relative
t hi cknesses of t he%‘éﬁ’r"]“@déeé@ﬁ%@%ﬁﬁgbaﬁ@ the inteffayan by adhedal & foantk have
been exagger at@undoslte,conveni ence of illustration. The working section 2 is
preferably forned elatively soft elastoneric material such as
Sant opr ene r ubber, 9{’)?]%3%0% hcgfnpé%’%épaﬁll E?"E‘ané‘? M3 ds34nEng section intertayer
composite,

15 feeding the mounting section interfayer composite into the path of molten

material intended to form a relatively soft working section, and

fusing the working section to an opposed surface cf the Interfayer.



el astonmer. The "relatively soft"” characteristic of the material is to be
understood 15 as normal | y enconpassi ng hardnesses in the range Shore A5 to
Shore A90 inclusive. There may be circunstances under which the working
section 2 has a, hardness falling outside of that range, but in the case
of a product Intended for wuse as a sealing nenber (ezg ,. for vehicle doors)
the hardness will generally fall within the stated % %‘b‘?—f.“awmseri al
suitable for use as a sealing nenber will 20 preferably be a | ow fl exural
nodul us material (eg., 0.3 Mpa to 150 Mpa, inclusive, at 23C) that can be
stretched to at least twice its origi nsl |l ength at roomtenperature, and
be able to return to its approxi mate otiginal |ength when stress is
renmoved. That is, ilfwiNbd coemeieal toyhdraineftar fartgdr édsasbée chemnventionawidh a
recoverabl e el gngation.in th rder. of %:1.0: 1500%. i usj

Furt her nore, zygarﬁﬂ@arnr&{aé?ﬁlcgl %pfr%gf CF%@P?/'%@] h(laj'tt??’f Ve[r{fslt[gvcéet g#\%eﬁ%tﬁo%r

conpr essi on seowhver, rthyat the rpettchianly dribcengrengs and(tbg.assdiddted oetédied at
tensil e break) . sh |44 terials
coul d be used TSR P ErHE ESEET o o SRS P lbE A BE
rubber or & f cievedbtehas thenevantiorpol ymer (such as foaned 30 Santoprene or

PVC foam could be_used, .In such cases. . th | . ght el ected on
t he basis of speci ﬂggregl‘]émat%;osrsés[eﬁ@rﬁwafﬁig% (ﬁar tﬁ@g}sm?é@@cghlt ﬁ%%ﬁoﬁr&?%us
exanpl e. Mat erdnal enatirherg of frecihfandiogr e pyeduct t meludemn gevddkidg sectibn2

inclusive, caould be suitable., B I o] Vi

specific gr aviwn?%‘ad ??15 F‘%@@%&g%3%?%?ﬁcr’%?'u§fte§/r§y%o%'l d egﬁ]sogﬁﬁnacﬁl e. 22
February 2006 séctichh® haelkatachedive fiafade Bribatrit agpdected by alsditdide femersdlcof any
sui tabl e ter] n i I QH? as PVC.
The "rol atrql%) velol;‘/"gﬁggr%" ?h#’%&él}?zra gﬁnéé‘ﬁgéﬁg?sfﬁ%gﬁg‘éuﬁ ;’ﬁ ,‘%@E’%tgt% !és/@g j I E)t he

mat eri al has a&chlaramdayveibeer Axeogemirgdo Ry aRIENCeRRSusBatidBc kwel | R150,

i ncl usive, but harﬁﬁ@ﬁﬁﬁﬁng@é&rﬁin%sgﬁeféraag fSeaRO8 raBieRRRERARIAdiEe | n some
circunmstances., The selected material M pr ef rabslo%t gavg_l e ongatl on (at
break) In the materl $ich1@8YCPBOBEDS/ BIOLEINcPUSOBET Y18 FISERERIEF Sodul us
of 130 Mpa t 0 ofd@PndVPahe Fafkivis} 8t cRdragdridlc of thei riatadi & tofpeahasrsdd but not
essential, that the Interl’ aéer nas a thi.clﬁineess i r)%ht pee 5 ri soe%? rurn to
2.0mm | ndBusPd 1O RAPhEICHREES I "PRBSTRR B MC BNER 3™ 5 gqm%sl_l { usual |y
preferred. A irtluskeeStenr may be crhuamst@:cermmds widhi tke wpriting sretios @dast ¢ he
product | is Lntended:as 2, 86ald it RRED S idhHE cAdbr JrB PRGBS WISt ances
use as a sealing member (eg., for vehicle doors} the hardness will generally fall
within the stated range. A material suitable for use as a sealing member will
20 preferably be a low flexural modulus material (eg., 0.3 Mpa to 150 Mpa,
inclusive, at 23°C) that can be stretched to at least twice its original length at
room temperature, and be abie to return to its approximate originai length when
stress is removed. That is, it will generally have a high elastic memory and a
recoverable elongation in the order of 200% to 1500%, inclusive. Furthermaore,
25 the material preferably exhibits very low tension or compression set during
stretching or compression (eg., 10% to 40% at tensile break), and should

preferably bshave like rubber,
Other matetials could be used for the working section 2. By way of

example, a sponge rubber or a foamed elastomeric polymer (such as foamed
30 ‘Santoprene or PVC foam) could be used. In such cases, the material might be
selected on the basis of specific gravity rather than hardness as in the previous
example. Materials having specific gravity in the range 0.1 to 1.2, inclusive,
could be sultable. By way of example, PVC foam having a specific gravity in

the range 0.8 to 1.2 inclusive couid be suitable.



that require or enable such a |arge thickness. The thickness. of the
interlayer 4 may be selected by reference to the configuration and/or

el asticity of the working section 2. By way of exanple, a 15 relatively
soft unsupported working section 2 may require a thicker Interlayer 4 than
woul d be required for a relatively stiff and therefqg e relat| vely self-

, supporting working section 2. The interlayer 4 may %Vya sheet or
strip of either oriented polypropylene, or blaxially orlented

pol ypr opyl ene. Whi chever of those 2D materials is adopted it is preferably
a material having dinmensional stability - eq., a maxi mumvarl ation. of 3% at
80' C, (AS2324-1979 appendix H. A suitdble nmaterial is sen1|-rigid Iow

pl astiol sed PVC shopid ragiifay had [ﬁi’éH%ﬁr gRBdEHe beRdd ofsaw%a@étﬁb lea Aj
m ni mrum and a BSE harg/ ess of 2+/ (BS. 2782, nmet hod . t ho ugh
the intedayer Belf@gde Efqpﬁ@ae&béwh%[sﬂo&@i’er‘i@“‘ffbﬁ@ﬁcsgﬁar@{aéVGFY h@"ﬁ\“t he

wor ki ng sect i opgdirethbntl ﬁnlrtg@nbt%[!yu%@eéﬁléﬂ&dtftﬂﬂﬁ?nafénaﬂﬁé's 'aehé‘r&m@qnt? gan
integral surface regior, a surface of

|
e Ohar i e i atersio o Kaokaplh S Mabiske hif heranarser oMe at e o1 ot
that surfacg . fahgenfay 6 abdepeitie BOSIms bRdudistdneed. TRé ablevek yndtand wi ate. The

treatment may be3 | ect,ed s to trapsformt state of the material
hear s oo ARG et SIS S0 n B Do g ne

r emai Bder of ltalhﬂ ARekuraioms®dd o3 Mpdtd iZIJO@WibEgllrﬁtﬂtIS|\fe¢bﬁ.23°Ee|WlsSéP§d state,
or substantia

that state. [ ctio may. be of any
suitabl e for mRSF 888%@3 Rat gsseritial qﬁ%ngaﬁ tﬁﬂ%@ﬁi‘ﬁ? a {P‘ffg”‘?ﬁ?ulﬁtt da%ti on 3
is f_O{ med OL hao Sl @ QrUrrﬁﬂilem]g;zuﬁaeyl Wtﬁc%és&&btﬁ@f%gamg tgpz._elx_wrse
sensitive eS|v of . 0 n . strip or
Shoet |y o CRHHGRbTeRn AR ear ran 2 e R Hebe et Bwovn
rayon, satur atpeaﬁlium tths arneramdramais@bﬁganhhm%rveut ‘IHPEH meRbb\tirctimeasadsr | er

material has ”ﬂaqggi}”e{@%ﬁaﬁégﬁ%‘aé o) tﬂc 5}50 3% A-solvent acrylic type

adhesive may D ICU y such an adhesive providing the
section 3 with peefhe titkegsoafl e Iawiamnfinmaélbﬁ seigctat by referhecd fontie assenbl y

as shown by Flgifration gneﬁ;r%xgsﬁé.@o&tfhéubm%e‘émgt*Bwawtéxa F@egtl on 3 1s

covered by a protective and rel éasable |ayer 6 of suitable erial, such
as a sheet!Sof rgjaiysly st ysHprorsd ¥rkieg S??t@at-?ewawqure arinipis nielavgr 4an

appropriate relz2a58uRd8atreqiliRR for a relatively stiff and therefore relatively self-
supporting worklng section 2.

The interlayer 4 may be formed by a sheet or strip of either oriented

polypropylene, or blaxially oriented polypropylene, Whichaver of those

20 materials is adopted it is preferably a material having dimenslonal stability — eg.,
a maximum variation of 3% at 80°C (AS2324-1979 appendix H). A suitable
material is semf—rigid low plasticised PVC sheeting having an Elmendcrf tear
strength of 40 N/mm minimum, and a BSS hardness of 2+/-2 (BS.2782, method
307A).

25 Althcugh the interlayer 4 is described above as being formed separate
from the working section 2, it is to be understood that it may be formed by an
integral surface region of the working section 2. That is, a surface of the
working section 2 may be treated so as to transform the material at that surface
from a relatively soft state to a relatively hard state. The freatment may be

30 selected so as to transform the state of the material through a suitable depth
balow the treated surface whilst leaving the remainder df the working section 2
in its original relatively soft state, or substantially in that state.

The mounting section 3 may be of any suitable form or composttion. In
one arrangement, the mounting secticn 3 is formed of a strip or sheet having a



10 arrangenent is such that the protective |layer 6 can be renoved w t hout
di sturbing the adhesive characteristics of the surface S. It is to be
understood that the nounting section 3 could be forned in other ways. By
way of exanple, the adhesive could be a transfer adhesive, or could be

applied to the section 3 by spraying or another suit roc
Assum ng the resilient. product | is intended to furﬁjﬁ%{g ﬁlsozeal i ng

menber, such as a seal for a vehicle door, the working section 2 could be
formed by any suitable process, such as extrusion or noul ding. Figure 2
shows, in diagrammatic farm an exanpl e noul ded working section 2 of
rectangul ar frane-like form Figure 3 Shows, again in diagramatic, the 20

transverse cropressigstemsitae ddassiveddt sabh ef(t&ﬁﬁipposﬁbetsfubf’d@di ﬂ\@*ﬂdq’ n"ghéﬁﬁél on 2.
Bot h exampl es ar ?own for illust gatl 0ses, on further

exampl e (not ¥h may e SEPRESRY © ﬁa ARy Mpere rsHﬁl?jaﬁé‘o%""?oé?%tl vel y
broad sheet, mpoh, :satmaltbdwmg v ppessiate adesiext Pudeahlypthecasier eetidrial be used

or, Lhat Pur o e g8 eRdh L2 B N e TR T, 01
ijl | ust lr3 ag ess a smnfteb[e,r aedi pambmdrlyr?mh gﬁ aﬂh@me@nhdmgﬁp}@@@?f@@tg, mh ;Weﬁ?/i IC()usl y
escri bed. For |cat|on nder s i e illust t|o i ke
features are rf’éﬁéggaa AT ERIME e%e”‘?’@‘i"er“éh@%ﬁﬂ%@?@l PRy %”‘?L? The
preferr edd errhﬂ@hoﬁ'eanmostl dwfﬁbe atcﬁdhe mokihiriar &cgon 8db udesed bg@pm%@@ﬁvwg f2a
associated with t r ki ti.on The, cap, Sget is formed froma
material whi chd re%g YFH tSrLil a%lmﬁ%%bal S5 i n s%h ggﬁpge%t{h&?n may
have a hardnemsgc,earteetedt kéth, dRomlclwéhg mOHpﬁmﬁrlatapr%msel egentay #leso be
formed sepgyatglyolhom ﬁh&lcﬁ%k £y u'%&gédven;aeé;dss&%sdm vémﬂm@“ ng

section by fusion“or ot section may be fornmed
fromany sui taiiﬁt(é’blnatthﬁafmeswsthay’e@ﬂlcigffh@wﬁ%ﬂ%ﬁ 2006 6 exarrpl e the cap

section may be forgedyf Ber@neeﬂsﬁeaqwfﬁ@%oﬁntgq]@ew-?speom BE for f;ﬁéog d

t hernopl astic Referri ng now t o -Fi rﬁure | ustrates
preferred eno8¢rmans. BY way«ef exyBpe tbh adhrave ouldebg @fréﬁéﬁrc@ih@ﬁlmcw s refer

to like featugggd be aabﬁéuteta% 3:cl68S b Bedyind BEardtharstitad @phobssl | | ent product
i ncl udes a cap section, 2a and ff‘ r ki ng sec]t QE%E \%/g_lg eln t he | section
i s formedPnt egr al AU ERESIH 9\5\8,}0‘?{?‘%’ et f’t?ﬁ' & B T8EY O 5 wor ki ng
section may bewctienesichyasaayseal for a vehicle door, the working section 2 could be
formed by any suitable process, such as extrusion or moulding. Figure 2
shows, in diagrammatic form, an example moulded working sectlon 2 of
rectangular frame-like form. Figure 3 shows, again in diagrammatic, the
20 transverse cross-secticnal form of an exampie extruded working sectlon 2.
Both examples are shown for lllustrative purposes anly. In a further example
(not shown), the warking seéﬁon 2 may be formed as a relatively broad shest,
and a moulding process or an extrusion process could be used for that purpose.
The sheet so formad may be subsequently divided into strips, or sections of
25 other shapes, as may be required.
Figure Q illustrates a preferred embodiment of the resilient product as
previously described. For simp!ification of understanding of the illustratlon like
features are referred to by like reference numerals from Figure 1. The preferred
. embodiment iflustrated in Figure 9 includes a cap section 2a assosiated with the
30 waorking section 2b. The cap section Is formed from & material which is harder
than the working section. Tha cap section may have a hardness greater than
Rockwell R80. The cap section may aiso be focrmed separately from the
WOrking section and secured to the working sectlon by fusion or other welding
process. The cap section may be formed from any sultable material, By way of



sui tabl e process. In one exanple of the process a portion of the working
section is treated so as fo transformthat portion into the relatively hard
cap 10 section 2a. In another exanple of the process the cap section 2a and
wor king section 2b are co-extruded. The relative hardness of the cap

section may increase throughout its depth, or may b elativ const ant
for the depth of the cap section. Figure 4 is a di ag?éﬁ#é’laf%gﬁlq ustration

of an exanpl e nethod of 15 manufacturing a resilient product 1 according
to the present invention. In that exanple nethod, a working section 2 is
produced at the station 8 by noul ding, 6extrusi on, or any other suitable

process. Arelatively hard interlayer 4°is noved fromthe station 9 so as

to be placed i exdraple theocdraaetior ray iberisimgd fuin polygrepylamer Ko gP\geetdteer 2. The

interlayer 4 apg Ng section 2 are connect'ed 20 together at the
station 10 by Q&g@%ﬁ@gﬁﬁgmans. By way of exanple, the interlayer 4 and

t he worki ng secti orRdeminy bew ctnridgpired 1byweichrellistratise e mather ( wetadieag)
process. A fir i 4 y d. It e necessary to
treat the expo§@8§@ﬁgﬁ§%ﬁﬁ%ﬁv?nﬁgﬁivrﬁé gér ayrgf{%Fe%@%’gﬁmgﬁgsorfage?ﬁorﬁ(eg% & a
connection %o peviensiy dasarbed WhefustraesmsiiedpréiuakincR8ega eap sardiby 2a

described. ASSWE Db, OUBh|AUcrdn!ihe bOS URAoPls ARl MDAV BRGRCNE

exposed surface mght be treate y corond di scharge a _

is to be underwersid sseliwyefhe camseatibhand typwiag edctionmiaydee fored berhy(eq. ,
etching, blue,t 1 r- 1 e .

condi t1on the TAPa) A’ FLER Sarmbierd BN ) Bt WAL Srita i

t he nmounti ng szestivrois Beated soiast ovieansfdie thalt portiorointa e wiativalgdatad eap nent, it
is preferr that: £ r [ ' he.range 34
to 42 DynelC | Heril b [LETARS palpie s o s A SEE 28k Yl . "C e e
I n the form ofseatittblp are cogmduped.  JAROGIRIVE hatdnesre of 81 cap segdiontmas noved

into station Jgcrk&sedBroughdlitieepint br ﬁnbﬁbee&meﬁidoﬁstam%rtﬁé%gfh%lﬂye a
protective rel ease t‘lner 6 is provided over one 22 February 2006 7 surface

only of the t&AB%8°“Which is the outside surface 5 (Figure 1). The
differential treathgnt #oioppd&Eganmatid doekatoh dhenl erenplé methpdewf ousl y

the adnesi o Tecyh £ RteRTodl 13RI oSt AERRE PRAE 0% TP
is preferred ekanpehesthethesvakingspelicd 4 i cohwed eeldestatich 8 yonpdsinge 2, 4
extrusion, or any other suitable process. A relatively hard interlayer 4 is maoved
from the station 9 so as to be placed in face to face relationship with the
working section 2. The interlayer 4 and the working section 2 are connected
20 together at the station 10 by any suitable means. By way of example, the
interlayer 4 and the working section 2 may be connected by a melt adherence
{welding) process. A first composite 2,4 is thereby produced.
It may be necessary to treat the exposed surface of the intetlayer 4 fo
enable, or assist, a connsction to be made with a mounting section 3 as
25 previously described. Assuming the interlayer 4 is formed of a polypropylene,
the exposed surface might be treated by corona discharge at the station 11. it
is to be urderstood however, that other types of surface treatment (eg., efching,
blue flaming, or chemical treatment) could bhe adopted to condition the interlayer
4 so as to promote an adhesive connaction with the mounting section 3.
30 Whatever the nature of the surface treatment, it is preferred that the treated
surface has surace adhesion in the range 34 to 42 Dyne, Inclusive (eg., 38
Dyne). The mounting section 3 may be stored [ the form of a roll 12, and Is
unwound from the roll 12 as it is moved into station 13 to be combined with the
composite 2,4. Preferably, a protective release liner 6 is provided over cne



under controlled conditions. By way of exanple, conditions such as
tenperature, pressure of application, and exposure to dust, may be
controlled to maximse the strength of adhesion between the two bodies.

Figure 5 illustrates a variation of the Figure 4 arrangerrent i nvol ving tha
10 use of cross-head extrusion. . In the Figure 5 arr rga t he
interlayer4ls fed into the path of the nolten.  EGPTHAYARPED to form

t he working section 2, and energes fromthe statlon 8 in face to face
relati onship with the working section 2. The working section 2 and the
interiayer 4 may be connected toget herr?(eg., by nelt adherence) while at
the station 8. Alternatively, that connection could 15 occur, or be
enhanced, at tlserfaieaxbmlplmf §3.02 &S)ep:s ewhicusd thedetsiie Rafacd B Cﬂdur@'ﬂ 1€IThe

respects, the alf n_accordan th the
rethod of Fi guPEeRtesaheR S oS sPlectE AR YL Al e o Tar i ch
tBheT\I’I]\Dr ki ng sg_enswxas thzt ami]gczl ohbef thoke bbposiie sdrfages mamﬁégw.ﬁ?%gdrﬁdgwes.t ation

: e succee S s described abeve in
connection w tﬁﬁgisg%fﬁgg?%elsnfggebgﬁpﬁ%@ﬁ%ﬁ%t{gﬁ ‘gure 6 method, the
mounting seBtion 3 !hayprdderrapphbi ted atlieesivedape Bisedhayeed 4o m@csmbk;mﬁ I'n
such a nethod, the fi efro t he.statio , and the
stations 11 and q@rpll?{gtcoggft"%squwpgdwah ﬂeéamp{l"]rl%ﬁftﬁ?%ss Bt 4ahot her
exanpl e et hodtementtire hprebeurevof kpmgatmsasceekpasura?to(m/emr bé epmrMEdi S
passed to a tre region of the section

a tat a
21s transformeci’R ISBaersetiI tlhvogﬁgﬁ(?%mabe ege[n tﬁui‘g g‘ﬁﬁ’%ﬁn ously descri bed.
The resul ting conpéiiuted Zl,u&ltratayat\fﬁeatme)f ﬁmﬁ@drﬁﬁama@tm&ﬂwebm\ma met hod
t d t hod
SLEpS as ﬁ’fcrds*é‘?ﬁ' w¢1 h@é@&hﬁf%mtnoIrffthﬁ1§é5a§5fééém&ﬂQFQﬁﬁerﬁl§r L ??c?“? od is

shown by Figure I NVOo extrusion
di scussed aboV@fOlihe E@fﬁr\i’é@lﬁ Baltan maerz! delerdes to form e workigupestien 2y afa-'hgerrent

the doubl e siqgeradiesh Vi ét@% Birl facd ﬁ)dfaéé‘l;é?é{@hs}ﬂp w:tHrtﬁ‘éﬁub fidon 18
including at | east one pair of n The interl is also fed

t hrough t he st2atThﬂ1W‘1'8”géea@m%a'@ig@ﬂl'@te@ﬁ@’érﬁ'@%’g@ %Weﬁféﬁé‘ﬁe&@fﬁﬁface 7
of thg 5 Spﬁ gb Rﬁépgoﬂde‘gerﬂz% hilgt ﬂhb@,tmﬁ@t Qﬂte%rﬁat:é]?%bﬂé@fnbmrcoﬁwm%’ Ibe t
passe ebr tary ment .stat i on at |eas
the surfac® afS¢f{ecs ?8?%%{]589'1%{?% 5&%3@5& Y6 o‘ﬁ%?caé%dc ]téPr%ﬂ’tﬁ?or

exanpl e. The tegpec, drdrshedi ot Epirayemay b geperais ed acayeétrherwidit thche
station 18 pethod of Figure 4.

Figure 6 fllustrates ancther example methad in which the working section
2 and the inteflayer 4 are co-extruded at the station 8. The succeeding steps of
20 the methed may be aé described above in connection with Figure 4. [n a
variatlon of the Figure 6 method, the mounting section 3 may be applied to the
interiayer 4 at station 8, in such a method, the final product 1 will emerge from
the station 8, and the stations 11 and 43 will not be required.
Figure 7 illustrates yet another example method in which the working
25 section 2 (however formed) is passed fo a freatment station 15 at which a
surface region of the section 2 s transformed into a relatively hard state, as
previously described. The resulting composite 2,4 may then be passed through
successive method steps as described in relation to Figure 4.
Still another example method is shown by Figure 8 which involves cross-
30 head extrusion as brlefly discussed above in connection with Figure 5. In the
| Figure 8 amrangement the double sided adhesive tape 3 is fed through a
pressing station 18 including at least cne pair of nip rolls 18. The interlayer 4 is
also fed through the station 18 so as to overly and engage the adhesive surface
7 of the tape 3. Prior to entering the station 18, the interiayer 4 may be passed



under controlled conditions including, for exanple, controlled pressure
between 5 the tape 3 and the interiayer 4. The process within the station
18 may be carried out at anbient tenperature. It is preferred that after
passing through the rolls 19 the tape/lnterlayer conposite 3,4, is passed
over or through other rolls (not shown) that are Odifﬁtgd or &ggermﬁse
arranged to enhance the bond between the tape 3 an ANt er 4. That
may be done by a pushing, 10 rubbing, or massagi ng operation. By way of
exanple, a conpressive force applied to an exposed surface of the tape
and/or the interiayer 4 may be caused o travel across the exposed surface

in a direction transverse to, or angularly relative to, the direction of
| ongi t udi nal néW@Hﬁﬁhﬁ ff@ﬁfm&i‘ém@b@mb‘lsatt‘@lfg! at Jeagtith sutaceattieninteoice s

conposite 3,4 %ﬁ?&ﬂﬁsﬂﬂ@ebﬁﬁ g the conposite 15 through a pair

of contra-rot at| ng r east one of which may have its
rotational axis dispustapead aatihﬂzm@teéiamrrfearetmassegdogséh@nat\tba stativhd 8

direction of Hgyﬁé?cﬁ)}\tref dtr!b‘ﬁ @lQﬁg} é‘lb:?lﬁg %lAexa;EESude@r{@(jjéd %reet';alré bbfvdellen

passed t hroug d cha an  ext ning a nolten
body 22 of §hefh¢ata@ue|%uancirthwa@rtﬁy@b4f oHia preess2@itvipithe alglise dBi may Be The

ar r angement Iscéﬁeao&mtarﬁmﬂmwee 13s &e?éafédqxgﬁaﬂ@fﬁgs&a ?Fﬁ'ﬁﬁérfﬂﬂez are

united within the chanber melt adhesi on ener |ng romthe
chanber 20, thEiEd8ihe ﬁmﬂﬁf@ﬂm@ﬁﬁr@@@&ﬂe 3%, & pagsed gyersydhrough olighradls

control | ed tenpes ahyks) wétearreQﬁ%htea%rsah@mteoaﬁ%edt@eemﬂpg%é %onc? 3 4 and

set the worKki nge sectl on at the profile or cross-sectiona hape

di ctated by t heetygen sie &ne %@néfﬂw irder@yer fdethad may 18y dere tha @uﬁiﬁmm te 3,4
is fed thr Wghmbbﬁgeéﬁ Hﬁ@%l@@ﬁ@ﬁfor?o by éMaM@t§EBMH@sélb@%rc@ in

place, it wll usual esirable to formthat liner froma suitable
material, suc rﬁ%e‘éf"p@’h@mo&%‘j srtesr phihe tapg apdios the intedavend maydea @wped at ur e
condi tions wi ttbltﬁavbh@cramﬂ‘iéeéxpa&zﬁ@rf&eé liry afiixr‘édft%n(xmdvérb@&ﬁ dMahb!ﬂQrIsI he wat er

bath 30 23. SUI | s est i rabl e
that the selecf E"a@?? c%g tpgg%lﬁqapﬁg ehet @“Pae‘v’%'rpf’&ffe Z”r‘gs?i’ ty and
therefore resnﬁa;‘a'nsmtrqfttbﬂmn@posm 34 9mdy eentarpedduchy pazeingdds coimipesitchas a
strong resjsst %r%%gﬁ% 5%?} erbd?ﬁ‘a'reﬁt:r?g rauqumsmwﬁ} ’at R%st b bRdyhi%n 3ayt he

interface 15 I nteri ayer mount 1 ng sect’i on 3.
That is belie etr@ wiqtiopah@dn deactadeatran raéalﬁu%tw tiﬂeo@ releiveatq '@ y hard

interlayer 4 sfibelddSorthRehBhesthiRcenisoshde 9m the I nfluence of .
The camposite 3,4 (s then passed through the head chamber 20 of an
extruder 21 confaining a molten body 22 of the material intended fo form the
20 working section 2. The arrangement is such that the composite 3,4 and the
working section 2 are unifed within the chamber 20 by meit adhesion. After
emerging from the chamber 20, the resulting new composite 2,3,4 is passed
through a controlled temperaiure water bath 23 so as to cool the composite
2,34 and set the working section 2 at the profile or cross-sectional shape
25 dictated by the outlet end 24 of the extruder 21.
Since the composite 3,4 Is fed thraugh the extruded chamber 20 with the
protective liner 6 in place, it will usually be deslrable to form that liner from a
sulfable material, such as a piastics material, able {o withstand the temperature
conditions within the chamber 20 as well as the conditions within the water bath
30 23. Suitable materials include polyesters, and it is preferable that the selected
material is ane that has a low level of elasticity and therefore resists strefching.
A resilient product 1 as described has a strong reslstance to
delamination of the praduct, particularly at the interface 16 (Figure 1} of the
interfayer 4 and the mounting sectlon 3. That is believed 1o arlse because the



novenent occurring within the working section 2 because of conpression or
stretching of that section when in use (eg., as a vehicle door seal).

Del am nation at the interface 17 (Figure 1) between the working section 2
and 5 the interiayer 4 is unlikely to occur because of the very strong bond
exi sting between those two conponents. O her possi Frelev factors
include: 1. The nounting section 3 (the adhesive tag%y‘ﬁgu?%' Bvel y
inelastic, and preferably has a degree of elasticity simlar to that of
the 10 interiayer 4. Relative novenent between the nmounting section 3 and
the interlayer 4 is therefore mnimsedy and that reduces the possibility
of del am nati on. of fusion wel di ngqto unite the interiayer 4 and

t he wor ki ng sé‘ﬂ?q‘@h’ Barpegﬁeglfnge seprelds e it iRt B 0 rinfiieapry afhe

wor ki ng 15 se@idveimert MQﬂmghﬂthwpﬁéka:&Q%bbm ZbE@&elﬂ@o%f@E@H%@ or
otherwsefor0|€¥d|st éi When t.h%%educt IS beln g)lle to a
rigid support, SEeEMRsOfa CaPe WY % r €0-1 (B8 Fapellif'ht

conposite 3,4 Beahliegioh faathe mtarﬂa@sﬂ'l eclguzveHQ}SEM&&SMEBWGHMH@Q;GMSM of its
relativelyléowlev ti.cit dbet en t he

0 eI
fwo par s of ¢ e eSS ceiBR i ecdinseRafel iy Vom dus (o
conpl eti on of bémreemﬂ@'sahrlrrﬁmanqmnpntscess The product 1 |s |deal ly suited
for applications i dhered directly to a support,
such as a vehicle 3%%,“ p(?FS‘h@(S‘?Ig‘f%“gTL‘]?@ orﬁ 'f’d be 25 appreciated that when
used as a ?/ehi c:je dopgl's?%ino(:rﬁfmgdsexm et)metab@esbreotdp@)tr{siraat&blyenél@st‘@ell o
conveni ently and rapi i 1,S_Ssupport er n Wi e
apparent fromthe prec geé%@f Ihsglaoﬂe%r]ee dﬁ elﬁhfﬁlgjﬁmlﬁr g’ F‘f’g ?nglanod of
manuf actur® Various al [tmeriayarGnégelatwdmﬂauemenbb@waﬂﬂﬂwrmadﬂfng sectdniday be
Dt roduced L 30 i LNer S I LORS: AR ARASIRN Lig Ol PAiLS, Biev! ous!y

descri bed wi thout depar t he Irit or he i nvention as
defined by the appendedJOS@Ib%ﬁ}’rﬁéde’z’zﬂfﬁé@ﬂ uary 2006 10 CLAI MVs:

2. The use of fusion welding fo unite the inferiayar 4 and the working

section 2 reslsts separation of the interlayer 4 and the working
15 section 2 when the werking section 2 is being stretched or
othenwise forcibly distorted.

3. When the product is being applied to a rigid support, such as a
vehicle door frame, the tape/interlayer composite 3,4 enables that
compesite to resist stretching because of its relatively low level of

20 clasticity. As a resulf, the bond between the two parts of the
commposite remalns substantially stress free affer completion of the
installation process.

The product 1 is ideally suited for applications in which the product is

adhered directly to a support, such as a vehicle door or door frame. [t will be

25 appreciated that when used as a vehicle door seal (for example) the product is
able to he conveniently and rapidly attached to its support. Other benefits will
be apparent fram the preceding description of the product and its method of
manufacture.

Various alterations, medifications and/or additions may be intrcduced

30 into the constructions and arrangements of parts previously described without
departing from the spirit or amblt cf the inventlon as defined by the appended

claims.



1. Aresilient product including a working section forned of a relatively
soft elastoneric material, a nounting section having an adhesive surface
for securing the working section to a support, and an interlayer formed of
a 5relatively hard material interposed between the working section and the

mounting section and being secured to both said wor kﬁ;lg sectl and said
nmounti ng section, wherein the interlayer is secured ey 6ng section
by fusion welding. 2. Aresilient product according to cl a| m 1, wherein
the interlayer and the 10 working sectfton are in sheet or strip form 3. A

resilient pro maccording to claim2, wherein the nounting sectionis in
sheet or stri 4. Aresilient product according to any one of clains

1 to 3, whereiln th&reqalraﬁldnciductsmcfudhgw@nﬂmbm’emmutﬂnﬁehadfathz%tlv@g/%rohayer
shields a fac n sect i n. om t he influence of novenent
Eﬁ‘g{mﬁé}gl %ﬁ%@eh?oﬁ?@wea c Apresdt gifngsive: petassi iy of the

occurrlng i n the wor

wor ki ng sectl s«munﬁg TAerwenkingeaectbnmuatslﬁip@ﬁr (élnfigarﬁ Qn@HMyé}r friakdCéahms 1 to
rene rub 6. Aresilient

4, wh k Sant
or° "’Hbfe haﬁﬁb%@' ? “I%,qsf%?%a?gf Bg&\’{?ea t%&%krﬁgtwtfoaoanmtmel ayer

product ac or
i s pol ypropyl eoenting séctioAsird Qé"h? RyeR ket toaB&Hrgdr@Qvéer?r%ecﬂaﬁ § @ ms 1

to 6, wherein the. .relativel t elastoneric materia asa ness in
t he range ShoMEUENG: $2cHa0 w?qumutgp\;@teﬂ@yem\s SE8YTEf datthe Mudikiog S&ctum dyng to
any one of clakBg wkidign.7, Wherein the 25 relatively hard nmaterial has a
hardness in the range Rockwell R80 to R150 inclusive. 9. Aresilient
product accordi ng/ &SERY pRrugracepriingstolcieim 8, wherdinuthenipterayapandéad i on

associ at egh vviwgyﬁmggemnkgrggq %bpﬁn ﬁ' cap section being harder than the
wor ki ng secti on A resilient uct according to claim9, wherein

the cap sectibn i# reﬁlbéﬁfﬁodi’fﬂ é@mdmg tcwr:hamn Eh@hwrkthegmsenﬁngosechgn fgr eati ng

a portion of i Qﬁeé{\@f,gh?gonﬁectl on renmote fromthe interlayer to transform

that portion into elatively hard cap section. 22 February 2006 11
4, A resilient product according to any one of claims 1 to 3, wherein the

product is in layered form such that the intertayer shields a face of the mounting
15 section from the influence of movement occurring in the working section caused

by compression or stretching of the working section.

5. A resilient product according to any one of claims 1 to 4, whersein the

working section is Santoprene rubber,

6. A resilient product according to any cne of claims 1 to 5, wherein the
20  interlayer is polypropylene.

7. A resilient product according to any one of claims 1 fo 6, wherein the

relatively soft elastomeric material has a hardness in the range Shore A5 to AS0

inclusive.

8. A resilient product aclcording to any one of claims 1 to 7, wherein the
25 relatively hard material has a hardness in the range Rockwell R80 to R150

inclusive. u

9. A resilient product according to any one of claims 1 to 8, including a cap

section associated with the working seation, the cap section being harder than

the working section,
30 1C. A resilient product according to claim 9, wherein the cap section is

formed integrally with the working section by treating a portion of the working
section remote from the interlayer to transform that portion into the relatively

hard cap section,



11. A resilient product according to claim 10, wherein the cap section and
wor ki ng section are co-extruded. 12. A resilient product according to claim
10, wherein the working section is treated to gradually increase in

rel ati ve hardness between the relatively soft 5 working section and the

relatively hard cap section. 13. Aresilient product ordin to claim 10,
wherein the hardness of the cap section is substantngTc‘TCW“Erd

t hroughout the treated portion of the working section. 14. A reS| i ent
product according to claim1l, wherein ttie cap section is 10 forned

separately framthg [ ecured thereto by fusion or.
wel ding. 15 A resil r?ﬁ&%{tggo%ﬁgt%cggg%g&lo Cga‘{s” ﬁél\ﬁhgrﬁiﬂﬁ the, gagr eaoor 1kadc ap
section is f ¥orsw $ection podd G)q)extp;deelne rigid PVC or another rigid

t her nopl asti c4,16. Lient ct accor o claim14 or 15, wherein
the cap secti 0% 1%%152%%;13??51“8&1 %ﬁ’%}ﬂ gpim %n‘gfff@fél@v@ﬁﬁlwaiswg sagtionAsdust or
weat her seal irmbddo@a@mmsmdmﬁﬁ rrpFéPﬂ%thééﬁéﬁsdbélﬁzeEH tﬁé‘¥era{|¥e§?§9ﬁ ng

7, adapte 0 be

claim 18 A‘g#’% (g{] @ ccor ding to claim1

secured by 'ngdﬁff@ herrg Ev%bh%fd\}"é‘ﬁlsép@ﬂaloor or a vehicle door
frame. 20 19.13A re!srésn@nt pFERMBE amrmg‘@@rcrdwﬁ%wrrége;ﬁ tﬁ@%‘a éin%gé Jpigduct
according to ne of the preceding cl ains. pr oduci ng a
resilient pro‘iflﬁ’c¥ ‘g'(?Eo‘rSdF%‘%‘a&f &ORftant ﬁ"if@llléimiuhghettrﬁﬁt@i @ortah blisheng one
face of the wagrkinggesti on to one face of the interlayer, and applying
the nounting section to the opposite face of the interfayer by 25 adhesion
prior to or fid | o F?@Illﬁnbpfqe&mﬁgcmrépg t21claim rigtulozteinc ther damg;ebm)rpisal m 20,

i ncl udi nggtr nterla 0
adhesi on 10 ?ﬁ@*%@?@fﬂa‘%@@ﬂ%ﬁﬁé 355 Reter A5OSR Bhrel o RER: 1 e
product incl §&idieg-t he fol l owing steps: bringing an adhesive surface of a

nmount i ng sectyson g n a rel tlvely har d
i nterlayer, secur{\%gjt%gt ﬁn%ﬁﬁ‘fql %165%&"% |mc;o(r%kﬂt(?rﬁ ﬁgL{]%fggr ﬁ’gy(ézf’p 5§° QHh‘ém on,
appl yi ng a céipeddsioprlyrreaylere rgidsRYE omsnethenicid dutrinopiaktit. er | ayer

conposi te, 2ZgFebg vaditer? @R%uct according to claim 14 or 15, wherein the cap section
15  has a hardness greater than Rockwell R80.
17. A dust or weather seal including a resilient product accerding to any
preceding claim.
18. A dust or weather seal according ta claim 17, adapted to be secured by
sald adhesive surface to a vehicle door or a vehicls door frame.
20 19. A resilient mounting member including a resilient product according ta
any one of the preceding claims.
20. A method of producing a resilient product according to claim 1, including
the step of fusing one face of the working section to one face of the interlayer,
and applying the mounting section to the opposite face of the interlayer by
25  adhesicon prior to or following the fusing step.
21. A method according to claim 20, including treating said opposite face of
the interlayer ta promete adhesion to the mounting section.
22. A method of preducing a resilient product including the following steps:
bringing an adhesive surface of a mounting section into engagement with
80 one surface of a relatively hard interlayer,
securing the mounting section to tha interlayer by adhesion,
applying a comprassional force to said mounting section intertayer -

composite,



12 feeding the nmounting section interlayer conposite into the path of
nolten material intended to forma relatively soft working section, and
fusing the working section to an opposed surface of the interlayer. 23. A
met hod according to claim22 including treating said one surface of the 5

interlayer to pronote adhesion. 24. A nethod accordi to cl (a)ﬂro? 23 wherein
.said treatnent of said one surface involves treat féntcBYIYAE8a
di scharge, etching, blue flame or chemical treatnent to pronote adhesion.

25. A nmethod according to any one of cl@inms 22 to 24, wherein the 10

conpr essi onal forcfg &.s reated. by storing the nounting section interlayer
conposite on a spoor  URHE MPENNGHSCH NiETisyeRABRRtAdTio tea patth cbindliene. 26.

A method accomdian) interelediariola tehaialy Bok Werbieedphmiaed period of - time
is no less than six .hoyrs met hod according to any one of clainms 22

7. A
to 26, wherein thd“¥¢@ ed'?’orﬁ‘fg SPEANHE SBARROSRT KilfRgesy thd ibterlapert he.
interlayer il vesmusiodkbe : ; : i ng ction to
e A0 i SeShAgh olBhe BASTRE

the interlayer. 28. A method according to c ere
Patent he&t <UBPRYEdC PEMeta@dhesi®mn material . 29. A method according to any

one of clai mp422 a0 i L i t.he., .20 nti.n )
section-interl ayer;gn%?)kqwngé%{g%@ ot[r%a[?:%}r?gggi‘P@“?ﬁr‘gﬁg#r%t@g@ Phgeidieng on to
set a profil SUBRCE IE0lWes kealgesbby cona BEchdrgeptiohidgAloe fgnB BrbRe@py| One of

claims 22 to2%9 i i.d one surface of the interlayer is cooled
during the fus?r%%?%gro%&gggiﬁ% I'quefying the adhesive. 25 31. A

resilient pré&ductApmethuciedctydihhetomanpiosheofof aglyimenezofs edaiierdd g 30-
10 compressional force is created by storing the mounting section interiayer
composite on a spool under tension for a predetermined period of time.
26. A method according to claim 25, wherein the predetermined period of
lime is nc less than six hours,
_ 27. A method according to any one of claims 22 to 26, wherein the step of
15 fusing said working section io the. interiayer involves using heat and pressure to
weld the working secticn to the interlayer.
28. A method according to claim 27, wherein the heat is latent heat supplied
by the molten materal.
29, A method according to any one of claims 22 1o 28 including passing the
20  mounting section-interlayer-working section composite through a cooling station
to set a profile of the working section.
30. A method according to any one of claims 22 to 29, wherein the said one
surface of the interlayer is cooled during the fusing step to avoid liquefying the
adhesive.
25 31, Aresilient product produced by the method of any one of claims 22 to 30.



