; dee3e=(:L:6T(*3.20 May 2003 COVPONENT FOR | NTERI OR DECORATI ON OF Al RCRAFT,
- AND METHOD OF MANUFACTURI NG THE SAME BACKGROUND OF THE I NVENTION 1. Field
of the Invention The present invention relates to an interior component
d:-corated with a vinyl |leather which is used as a surzace decoration of an
interior of an aircraft, and nore specif i tally, relates to an interior
conponent having the required conbustl oTl characteristics and the nethod of
manuf acturing the sane. . Descriuption of the Prior Art

conmbustion characteristic is regulated as one of the requirenents for an
interior degbpRENONOSS IAPERIQTCPECORATHOW Odeh 1RORPriovéNt FEFROTF O&dm occurri ng
in case of an aircrash and the like. As an interior of an aircraft, such as
a console, it may be requi MPEYVEDCHETOY at™éEt RBMBurface of an al umi num pl ate
which is a base material with a vinyl |leather as a surface material. The
structure of an interior conponent recomended by manufacturers of vinyl

| eat her is expl ained accg&&(ﬂ%[}’q EEGTH nn'!wnlb}a;f'o%r conponent 10 conprises a
vinyl |eather 15 pastec as a surface naterial to an alum numplate 11

t hrough a sol uhl e sel-f-dig ' dhesive 13. The adhesing strength of the
al um num pllg't gqf%daﬁd % ée f\irl?‘;néyri%g‘O(FH 20 May 2003 leather |5 of the interior
conponent 10 ig. WeaksoANd nkREONVEN ENNRS SUCAnasqexfobd atdgnreht he surface
material (vinyl leather) occurred during conmbustion test. SUWARY OF THE

| NVENTI ONGALS 03 & £0NBUSE 101 iinjdeX ehOnét NBhidh expearddened usidigcethe
decoration of an interior of anaircraft, andmore specifically,
relates toan interior component having the required combustion

characteristics, and the method of manufacturing the sanme.

?. Zescription of the Prior Art
Heretofore, a combustion characteristic is requlated as
one of the requirements for an interior decoration of an
aircraft, in order to prevent fire from occurring in case of
an aircrash and the like.
As an interior of an aircraft, such as a consocle, it may
be required to decorate the surface of an aluminum plate which

1s a base material with a vinyl leather as a surface materzal.

n

The structure of an interior component recommended by

manufacturers of vinyl leather is explained according to FIG.

An interior ccomponent 10 comprises a vinyl leather 15
pasted as a surface material to an aluminum plate 11 through
a soiuble self-digesting adhesive 13.

The adhesing strength of the aluminumplate 11 and the vinyl
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interior canponent 10 having the above-nentioned structure. The result is
"shown in FIG 9. The graph shows the relation between tine and ther mal
energy when thernmal energy is provided to the interior conponent 10.

. According to this graph, the conponent 10 reached the peak val ue of 80.87
KWm at approxirnately 20 seconds after heating. F regulation concerning
heat value during a conbustion is provided to the materials of this kind in
an aircraft. Accordmg to the regul ation, the peak heat val u€0 MayR#@®de 65
KWnr or |less, and total heat value should be 65 kW min; m or |less. The
total heatjovalhue tostone @accondiagido thepabeve mentionedadxpesidrent is
shown in TABLE 1. TABLE 1 (unit: kW mn/m) Tine

(m nut es) sanplhe@0:i3004s 0002 GE03xF001i001ds. 92204 E2Z.fate~B5: 22651 89 From

t he experinent, the conventional interior conponent |u showed the total

heat val ue(xofny85 1RV hedn/gAcuoredegdsramg ¢anbustizg MA§E 2003 within the range
of the regul ation. However, the peak heat val ue exceeded the regul ation,
and noreover, reached the peak teat value at such a short period of tinme as

20 seconds. That is, when fire occurs, .t interjor equipped in an aircraft
reaches the peak heat val ue" Th éﬁoiPEpﬂ§Y¢ﬁ?;§bf time, Gid there is not

enough time faof, Bassengers 0, 836aRe, (INEr Al QLo L1, GANN0L, g Used as the
interior of an aircraft alone: e present i NVeNt i on provi- ed an rote=for
conmponent Mmhi oul. i N t.al _ - it hi-n e .Legulation

| ower s shéﬂgggﬁogeg%ﬂ$gﬁﬁg%%gshang§ggéﬁépgs%r%Fﬁ%ﬁ?ﬁ%dhngE%g?éé}eaching

t he peak heat alue. ; Moseoyer., istgprovi des a nethod of manufacturing an

i nterior conponent which could inprcve productivity by securing the

adhesi ve strengih gehpa subfacenavteridlon Actorpanenhef anadesoreiati ng the
interior of an aircraft conposed by adhering a surface material for

decor at i ng:dreysurfacetiof rga lIbasee 1yt et salpracdéoedi ng tichd hénpeesent

i nvention conprises a first adhesive |layer formed by applying a first
adhesi ve omntdeeecathddi.veAcageding sarthee ghtehri aFhhavpngeresecbhd adhesi ve
| ayer fornmed by applying a second adhesive to the upper surface of the
first adhe§¥V%@ﬂa§g?,Paﬁh 42 bageChraf @ri Al KHdhesitvérpageint bt hed by appl yi ng
t he second adhesive to the adhersing surface of the base material, which
are adrer eff oGt AEFST THe? Fi¥%t adhesive is a sol ubl e sel f-digesting

adhesive, 3 A regulation concerning heat value during a combustion is

provided to the materials of this kind in an aircraft.
Azcording to the regulation, the peak heat value should be €65
kW/m* or less, and total heat value should be 65 kW * min/m® or
less.

The total heat value to time according to the above-

mentioned experiment is shown in TABLE 1.

TABLE 1
(unit: kW * min/m®)
Time (minutes)
sample 00:30 01:00 02:00 03:00 03:00
1 15.92 20.47 27.01 35.22 55.89

From the experimernt, the conventional interior component

10 showed the total heat value of 65 kW *min/m° or less and is



20 May 2003 the second adhesive is a contact adhesive of a two-part
~synthetic resin. The first adhesive layer !:as a thic',<er |ayer conpared
to the second adhesive |ayer and also has a filling effect of the surface
material. The nethod of manufacturing the inter for conponent of an
aircraft according to the present invention consists of a first adhesive

| ayer formng step where a first adhesive consisting of a %ﬁHublg

sel f-di gesting adhesive is applied to the adhering surface<SfVah 003r f ace
material, a second adhesive |ayer formng step where a second adhesive
consi sti ng:Bfira teenraeee adhediovacglahbepar flogHE et Fee mEsisniEdtapplied to
the ~; pper surface of the first adhesive |ayer, a base materi al

adhes~vcl Wyet® FEFRT AT S8p- SHEE PRe XL BRIT8YRESiVE CEfsTEt PRg et a

contact adhesive of two-part nthetic resign.i pl,i-e he a=l herl ng
surface of°the Hbal eaha?ﬁf?a?,ééﬁ& Eﬁfga e?fnﬁug%%% &P-g§?§“§ﬁe second

adhesi ve | ayer, of the purfacec mtarial cand;bhe aghesiveJaver of the base

mat eri al are adhered. DRAW NGS FI Iis an

expl anat of y, Vi gW SHOW NG LB shriedu;e1 0f ishe shpt-erdar conpengnat according
to the present invention; FIG 2 is a graph showing the heat value to tine
o~ the intesiorecOMPAnent: afndik@ presentol NYaBtéRd rd| &3 dssage.
cross-sectional view of the conventional interior conponent; and FIG 4 is
a graph showtsmprche1bheainval we Leeti a® Ofe tiheeconvent iaonalircAtEri or
conponent. 4 20 May 2003 PREFERRED EMBODI MENT OF THE | NVENTI ON An

enbodi nendi@fe.a conponent for decorating the interior of an aircraft
according to the present invention is show in FIG1 . The conponent 50 for
i nter-or decof PoRSeBhWET tlAhRr @3 @B 1N§cEorpesBaORY pastthg a vi nyl

| eat her 53 for surface decoration to an _alum num plate 51 being a base

mat eri al P biigMadR tadResRvet oW thid tadResrvEL Eomdt i 1UtiSy L& “+PPst adhesi ve
| ayer 55, a soluple self-digesting adhesive, such AQUABI D_(trademark) is
vond, Thel f15%t e Rt T e st S rE S VS e SHAGT LOFtb o

sal f-digesti adhesi ve  t n _adhesi surface. 531 of. vinyl, | eather 53.
The firstréﬁﬂgéﬁVgn?é§€# ggg?éngg'béﬁﬁg¥ﬁg§épbﬁ%ﬁgvﬁgg?ﬁ%nééﬁggive surface
531 of th@[%ﬁﬂfa'c%@“ﬂﬁ% 23 hasadd ldbkhpenehf egl: of dhaadhesive surface
531 of the vinyl 1 leather 53 . After drying the first adhesive |ayer 55, a
second adhesine ihayerpp7ded & 1her erd Myhappleyishgeagsiecond adhesive on top of
the first adhesive [ayer 55. Moreover, a base material adhesive |ayer 57B

i s formedndyerdpgl.yi ng the second adhesive to au adhesive surface of an

al um num plate 51 which is the adhering object. Adhering is conduced by
pasting the secombcaghésfve deyeratBnA shet hetgiisd dfeatrherr§3adf t he

al um num Matt 51 to the base material adhesive |layer 57B, and heating the 5
20 May 2003'ROFFald 8FNERE YihyIUNiE4ChBR t83Ia Ther S stesRd 2adResive used
herein is a:gmo-ggrt gglyester resin Qfsed contact adhesive, such as BOST~K
(trademarRJEEPE Bxpl BFABAE S5T 14h FHIZT 01 EBPEnBAESSO- WHEFET LM ny!

| eat her SC%Jmhpaeris%% g‘ %irrsst;[ a%ql% Slivgelilf‘e,yrerfo%r%\efdoggegpgﬂ%rn%t% if%rst
adhesive on the adhesive layer, a surface material having a
second adhesive layer formed by applying a second adhesive to
the upper surface of the first adhesive layer, and a base
material adhesive layer formed by applying the second adhesive
to the adhering surface of the base material, which are adhered
tegether.

The first achesive is a soluble self-digesting adhesive,



adhered to the alum num plate 51 through the second adhesive | ayer 57A and
"the base material adhesive |layer 57B, the adhering strength of the vinyl

| eather 53 to the alumnumplate 51 is strong and exfoliation my be

. prevented. "=he relation between the heat value to time of the interior
conponent of the present invention has peen observed. The result is shown
in FIG 2. Three pieces of sanples are taken fromthree places of the
conponents and each test piece is tested of the total heat va0udap@008i ne,
and the period of tine which shows the highest heat value. The result of
the test tBeshewnndnaTABLEQ. 1TABLEOQGACE: aRBed1vei Aafr @ )twhmart

(m nut es) sanpl e00: 3G0I : 0002: 0003: 0005: 000. 06G. 9217. 5024. 7937. 00" ?1 .

21 3. 43 gBntimpgies regbg. @hg fingt aghesiye igyer haspy tyggger layer

4059. 28aver age0. 742. 5822. 6432. 625| . 43 As shown in th%ItabIe, each of three

test pi ecBEMedipbSEdt s SERENERPUTTENE 0FY e SPFeSEMt PRventildn "Shows t he

total heat .val ue mn.m) up to 5 mnutes of less than 60 k61 mn/m,
and the hfghest %f(eg%ﬁ/“vé '6£a‘6%<v§?%3“§fgl'l ower than 60 kWm. 6 20 May 2003

The period of ofdmR Wi be b6 H.ghestnbaak vatueds Sh@¥Rent of an
aircraft according to the present invention consists of a first
acdhesive layer forming step where a first adhesive consisting
of a scluble self-digesting adhesive is applied to the adhering
surface ¢of the surface material, a second adhesive layer
forming step where a second adhesive consisting of a contact
adhesive of two-part synthetic resin is applied to the upper
surface of the first adhesive layer, a base material adhesive
layer forming step where the second adhesive consisting cf a
contact adhesive of two-part synthetic resin is applied to the
adhering surface of the base material, and an adhering stcep
where the second adhesive layer of the surface material and
the adhesive layer of the base material are adhered.

BRIET DESCRIPTION OF DRAWINGS
FIG. 1 is an explanatory view showing the structure of the
1nterior component according to the present invention;
IG. 2 1s a graph showing the heat value to time of the
interior component of the present invention;
FFIG. 3 is a cross-sectional view of the conventional
interior component; and
FIG. 4 15 a graph showing the heat value to time of the

cunventional interzor component.



m TABLE 3." TABLE 3 .sanpl epeak kW m peak tine

“(m nute) 150. 2401: 21261. 5501: 1 7302. 4301: 20aT.re rage58 . 080 1 : 19 As
shocrn in the table, the period o~ tinme for highest heat val ue averages at
-1 mnute 19 seconds, and the time for highest heat value is delayed for
approximately 1 mnute conpared to the conventional conponent. Moreover,
the surface material _ did not exfoliate during conbustion test. Now the

met hod for manufacturing the interior conponent will be expl Z0iday 2008st
step The first adhesive layer 55 is formed by applying the first adhesive
which is a soluble self-digesting adhesive (for exanple, AQUABI ND
(Trademark)) to one side which becones the adhesive surface of the vinyl

| eat her 53 which is BREUFHRECe EYBRBFEENY L irdttér ildVENTR@V fi rst adhesi ve | ayer
55 is applied by mxing and stirring the_sol uble self-digesting adhesive
which is the AT SEPeERERT YO faAdc WRFEE I TheT HSGoRG “raPi 0 Of "tRE*Sol ubl e sel f
di gesting adhesive to water is adhesive 2 to water 1 in.weigﬁg rati o By
using a spraytgtht S §FRGT T T &Pr FRa P5GEE Chhi ForFi Y Wi th HP“Spplyi ng
anount of grj;]kg toa~m area (2 r g for 100 cm) of the vinyl |eather
53. 7 20 Nhy 2003 second step After application of the first adhesive,

the water o~ thg figstadhespveslaygrepd, it Sie¥ARRLBLedLoQAPLEt 8Ly by
| eaving cue material for 24 hours under the condition of r.oorn tenperature

and hum didysr@f1d esscdnrR <809 'Hahe i dgterainpat i onmfr dsynassuirsagarri ed out
t hrough eye

decoration to analuminumplate 51 being a basematerial through

ar adhesive.

As the adhesive constituting a first adhesive layer 55,
a soluble self-digesting adhesive, such as AQUABID (traderark)
15 used.

Tre first adhesive layer 55 is formed by spraying a soliuble
self~drgesting adhesive to an adhesive surface 531 of a vinyl
leather 53. The first adhesive layer 55 formed by being
avplied to the adhesive surface 531 of the vinyl leather 53
has a filling effect of the adhesive surtface 531 of the vinyl
leather 53.

After drying the first adhesive layer 55, a second adhesive
layer 57A is formed by applying a second adhesive on top of
the first adhesive layer 55, Morecver, a Dpase material
adhesive layer 57B 1s formed by applying the second adhesive
t> an adhesive surface of an aluminum plate 51 which s the
adhering object. Adhering is conducted by pasting the second
adhesive layer 57A of the vinyl leather 53 of the aluminumplate

51 to the base material adhesive layer 57B, and heating the

o



exam nation by checking the adhesive applied surface of the Vinyl |eather
"for any wet portion, or according to another nethod, it is determned to be
conpletely dry when adrresive powered by folding the vinyl leather. In

. order to shorten the drying tine, drying is carrie~:| out by heating
uniformy in the oven of less than 40 C.. Third step The second adhesive
is applied on the upper surface of the dried first adhesive |ayer 55 of the
vinyl leather 53 and the adhesive surface of the al um num pP&Mays2003A5 t he
second adhesive 57, a two-part polyester resin based contact adhesive and a
sof t eni ngsagénte (Fforthexaaplé, L BOBCODUR-24 (Trademark) ) is mixed at a

wei ght ratio of Z00:8. A second adhesive, |ayer and a base materi al

57A
adhesi ve | ayef s $50% §ARRE By W55 VERGLE he® 4dhESTHRT bt or Y “to t he
upper surface of the dried first adhesive |ay of the vinyl |eather 53
and the aﬂﬁééTaﬁﬂﬁﬁWféﬁédSF PHE S Gt ﬁﬁﬁﬁp?%tgé%égﬁw{ r%ﬁ%mgﬁnging amount

of a2 to 55 g,fo I Th i_gh .Lhe e ds Lheweigh,. after
evapor ati on o?gt%%&%dﬁG%htsjﬁgﬁ}f%ig%é% 8" 0 ﬁhy 2003 The sodn”: d

adhesi ve | aygef. 58A §é@&§fa Ehesviaayk sk 6atingl 585 i S MRy AL ZEed 150 the base
mat eri al adhesive |ayer 57B side of tie alum numplate 51, and by drying

t he adheskMge By RLOVHEI TR Bl &td ram:-hheudtppere suebacedfestire vi nyl

| eather 53 with a heat gun adhering of the alum num plate 51 and the vinyl

| eat her 53aisr 60Rpnetwd: bddenk ¢ etd badicanpenéaye 507 anbkaciwredgby t he
process shows a property satisfying the l[imtations provided for the
interior efré¢hethaiofcrhdtyimsticheashadhet itngtke ralngtimuof pt hiee sur fiace
decorating material, heat value during conbustion (peak heat value, tota
heat val ue}renancnseeirddloft tomendiesr eregachethy t he hi ghest heat val ue and
the |ike. Mreover, the present adhering nethod nay adnere |arge areas with
a uni f or m adhér§ AgLat i enGereThé nEoHiFonéat e oF déco? attRg-1T5& 1PAt eri or of
an aircraft according to the present invention maintains the total heat

Val ue wi t RPAPRHEVT GUuIEET BASST Bhnet &V He Podk “hBEE vAPGe "ad déFays the
peri od ofrtgtl@:ggggggnr.acp}@gzgthe peak heat val ue. Further productivity
i's inprove% %? securing he adhering strenght of the surface material.

Mor eover, thepppwEacturidgs et hadaof « Lhe eQpenent Jissuitable for
adhering | arge areas or adhering parts having two-dinmensional or

t hr ee- di neRghONAH ¢ ShaPeschest\bie @ ad Wb s20: May: 12003 41 haacqnparent for the
interior decoration of an aircraft conprising: a surface material; a first
adhesi ve bayearirfeor amd dne applyd rE aihé neti cadbiesi v e Heoh aphadherkang surface
of said surface material; a second adhesive |ayer fornmed by applying a
second adhesiae fToeancsipperofswhkatesof isaiibWn not TA8hBsPve saver of said
surface material: a base material; and a base material adhesive |iver,

| ocat ed b&bieferr t he second adhesive |ayer and the base material and formed
by applying said second adhesive to an adhering surface of said base
material: said surface material is adhered to sai'l'¥as&"med®t&r1 al through

t hree adhesive | ayers Time (minutes)
sample 00:30 01:00 02:00 03:00 05:00
L 0.06 0.92 17.50 24.79 37.00
2 1.21 3.43 25.52 36.68 58.01
3 0.93 3.38 24,88 36.40 59.28
average 0.74 2.58 22.64 32.62 51.43

As shown in the table, each of three test pieces composed
of the component of the present invention shows the total heat

vajue (kW+*min/m”) up to 5 minutes of less than 60 kW - min/m*,

and the highest heat value (kW/m’) of lower than 60 kW/m-.



and under conbustion conditions the tinme to reach the peak heat val ue
-measured in KW mn/nt is nore that one mnute. ?. A conponent for the
interior decoration of an aircraft according to claim1l, wherein said first
adhesive is a soluble self-digesting adhesive, said second adhesive is a
contact adhesive of two-part synthetic resin, characterized in that said
first adhesive layer is formed to be thicker thin said secgagwadgﬁagve
| ayer. and said first adhesive |layer functions as a filler ay surface
material. 3. A nmethod of manufacturing a conponent for the interior

decor ati on of Tan méricrchbt compowddlbihadhaticnd terh wdse mateErdwl a surface
material for surface decoration, cornprising the steps of: a first
adhesi ve layé&PB¥Brii ng step of applying a first adhesive to an adhering
surface of sajd surface material; a second adhesive |ayer formng step of
appl yi ng ghgzgoﬁd ", adhesive to an upper surface of said first adhesive

| ayer; a[base gmiceri al adhesi ve=dlay@l/nf or m ng sieeyk ofimepphyhngen Hase
nateriaILﬁﬁﬁéélvg to an adheringssuwrf ace of salrd basepnaiertal; and In 20
May 2003 [an adheging- StEp of adperssig sai d hase mat el al; adnesi va | ayer of
sai d bas¢g material and sj@ai d secopd. agiheési Ve l[ayer of gaigh surface |material:

and hgatl Mg TG, pigd ace CerTal ggogg d 117151 d()lfles_lllgoy_bﬁjml msar fi rSt.
adhesi ve Hayer—formmng—step s a solrubtesetf=digestinmgadhesive—and sai d

second adhesi ¢e sed in Ba dabrofbeaiesidver fidme hgr stiepeand s d base
mat eri al adhesive applying step is a contact adhesive of a two-part
syntheticvﬁééﬁﬁﬁe§§ﬁﬁséﬂk?&E@uﬁﬁfg}PﬁFo?gsadﬁgﬂéﬁaFbm%éﬁﬂ'%ﬁgé*ﬁateria
through three a hevaedlg%fni, and under coquftion conditiogi the tine to
reach t he "paak’Hitheést “heV aPae” RREFIFET S F AW B PEI5dr€ that ono
mnute. :~,_ A CO nent_.far éhgéiptehg r decoratian gf an a%rcrqft

J . the canivenitional com . e?veE the sufr ace mate e
conprising: a Surface materi or viny eat’her;” a first soluble

sel f - di gegt jve, @ jﬁgrgaggglﬁgrgggng%ignagggy[ng a first adhesive to an
adhering surface of said a surface material; a second two-part polyester

resin based cqpiacthagdbesbyedrayeiuf Lidmd byt RPRINHSG 03 S&pidtradhesive to
an upper surface of said first adhesive |ayer of sad surface material; a

base maternial ©f atgirdimeay. and a base two-part pol yester resin adhesive

| ayer, |ocated i between the second adhesive liver and the base materi al
and formed byrappt ystrep sai d second adhesi ve to an adhering surface of said
base material; said surface material is adhered to said base materi al

t hr ough t hr eeThdHésisteadhepers, layed undérf aveidust ponlgondithiednis stthe tinme to
reach the peak heat value neasured in 1-W-~min/m is nore that one mnute.

| ~ . A(% ARG I AELFIA| 25 AR, ACAURSS pself-digesting adhesive (for

| bareL el anl oo aknabolil caloatealegl aolagl seheahsalcpleglsaledl cal cal cal e

a] ca] ca] caJ'cajcal ¢ aJ caj ] ca]cal

*+/ 02YauvL Gh xsphe vyl .caleal eal alarahcak cad 62l %alxqg%}cgalgai ca]caleal caj ca] cal

cal] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] caj ca!
decorative material.

The first adhesive layer 55 is applied by mixing and
stirring the soluble self-digesting adhesive which 1s the first
adhesive and water. The mixing ratio of the soluble self-
digesting adhesive to water is adhesive 2 to water 1 in weight
ritio. By usinga spraygun, applying is carried out uniformly
w:th an applying amount of 2.7 kg to a 1 m” area (27 g for 100

cr-) of the vinyl leather 53.



GH
- < fw} VW w mhc”Y] ca] ca] ca] ca] ca] ca] ca] ca] c”a] ca] ca] ca] ca] ca]ca] ca]ca]ca]calc
a] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca! ~0Olnp-. 19hk}w mhc”X] c”a] ca] ca] ca] ¢
a]J ca] c”a] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca]
cal ca]ca]ca! !l QRgv>@/MNZ[ ) a} xsni d_Z] ] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca]ca]ca]c
a)J ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca]ca]ca]ca]ca]ca]ca! %Z KLP
Im 114" @{vql gb] X] ca] ca] ca] ca] ca] ca] ca] ca] ca] c*a] ca] ca] ca? M%’a@@ﬂ cal ca
] ca] c”a] ca] ca] ca] ca] ca]ca] ca] ca] ca] ca] ca] ca] ca! @ H'" " 6#sH#H###HH#SIS/ $kSs$$IR%
VL) econd step
g’\&&&&&& """ (}xsnhc’\Y] ] ca] ca] ca] c”a] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca] ca
] ca] ca] ca] ca] eé]tca]a@a]leapéa%aarca])% %&Fcfa‘%‘??aﬂlé’z%r %‘%)‘\(at(e(?( @I( (BFEC) #* ++" +, , $
---.%../%/"/]1///00QQ0Y000~yt 0 V] ca] ca] %%ca] ca] ca]CL ca] calJcalJcalc
a] ca] ca] céj éa] cHjes] e8] éa]’%r‘ag]fca%]scﬁ]’éa]’ﬁ%ﬂ] | CHPEEVEL S a%l“@oon#l/ 1ull
22MB6777
}<C<::0Q)Y0®0 BeesiEde FVIEER] ca] cAPRAT c &8  ca]th] EaT%h’jlc%{] cg]fca(]oc?d ]ca]ca]calc
a]ca]ca]c cal cal c; Lalealcgleal [iK ,10% u& ()- &L10% u&
0710 10 ﬁaﬁ éo?ld 3hes Jj(@] al ca) /t% L;i/ )
% u % netQ%8 B, rqugh eye
10% u& ()-" 10 S gel%é%%f%@ % 10(;1;(?,”&5' yFl(SyfV?u& E) dE,], 10% u& 310%
-u& () - 1191@#&591“5111% H&e€dtng 1&% H&héh&é 1% 1u& )suH;Qe/wf& thl- LrbC, 10% u
F&LO%Rz& ()-"f10%2z& ()- 10-u 10-u 10-uL
: G10% u&' () n{V 1094 ukse { )roy54h0% e’ 9= iatdElbC, 20% udFlyIir &cn¥e10%2z& () -~
10%2z& () -Y109%2z& ()-1 109%z& ()-F10%R2z& ()-{ v
}"?bC, 10%E AR ZIE (1)s- MM OMREd ol be completely dry when adnesive
37 110%Rz2z& ()-Ff109%2z& ()-F109%2z& ()-!1F&10%2z2z& ()- /YauviJOd 1
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contact adhesive and a softening agent (for example, BOSCODUR
24 (Trademark)) is mixed at a weight ratio of 100:8. A second
achesive layer 57A and a base material adhesive layer 57B is
formed by applying the adhesive uniformly to the upper surface
oL the dr:zed first adhesive layer 55 of the vinyl leather 53
and the adhesive surface of the aluminum plate 51 with an
applying amount of 32 to 55 g for 1 m®. The welght of the
adhesive 1s the weight after evaporation of the solvent.
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reaching the highest heat value and the like.

Mor

eover, the present adhering method may adnere large

areas with a unifeorm adhering strength.

The

component for decorating the interior of an aircraft

according to the present invention maintains the total heat

value within the regulation, lowers the peak heat value, and

delays the period of time before reaching the peak heat value.

Further, productivity is improved by securing the adhering

strength of the surface material.

Mor

eover, the manufacturing method of the componert is

suitable for adhering large areas or adhering parts having

two-dimensional or three-dimensional shapes.
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conprising:
a surface material;

a first adhesive layer formed by applying a first adhesive
to an adhering surface of said surface material:

a second adhesive laver formed by applving a second
adhesive to an upper surface of said first adhesive layer
of said surface material:

a base material; and

a base material adhesive laver, located between the sec-
ond adhesive layer and the base material and formed by
applying said second adhesive to an adhering surface of
said base material:

said surface material 18 adhered to said base material
through three adhesive layers

and under combustion conditions the time to reach the
peak heat value measured in KW-min/m” is more that
one minute.

2. A component for the interior decoration of an aircraft
according to claim 1, wherein said first adhesive is a soluble
self-digesting adhesive, said second adhesive is a contact
adhesive of two-part synthetic resin, characterized in that
said first adhesive layer is formed to be thicker than said
second adhesive layer. and said first adhesive layer functions
as a filler for said surface material.

3. A method of manufacturing a component for the
interior decoration of an aircraft composed by adhering to a
' base material a surface material for surface decoration,
' comprising the steps of:

a first adhesive layer forming step of applving a first
adhesive to an adhering surface of said surface mate-
rial;

a second adhesive layer forming step of applying a second
adhesive to an upper surface of said first adhesive layer;
a base material adhesive layer forming step of applying a

base material adhesive to an adhering surface of said
base material; and

10
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heating the surface material;
said first adhesive used in said first adhesive layer forming

step is a soluble self-digesting adhesive, and said

second adhesive used in said second adhesive forming

step and said base material adhesive applying step is a

contact adhesive of a two-part synthetic resin;
said surface material is adhered to said base material

through three adhesive layers.

and under combustion conditions the time to reach the
peak highest heat value measured in KW-min/m?2 is
more that one minute.

4. A component for the interior decoration of an aircraft
comprising:

a surface material of vinyl leather:

E{ a first soluble self-digestive adhesive layer formed by
i applving a first adhesive to an adhering surface of said
| surface material:

| a second two-part polyester resin based contact adhesive
! layer formed by applying a second adhesive to an upper

surface of said first adhesive layer of said surface
material;

t
i

'

a base material of aluminum; and

a base two-part polvester resin adhesive laver. located
between the second adhesive layer and the base mate-
rial and formed by applying said second adhesive to an
adhering surface of said base material;

l said surface material 1s adhered to said base material
' through three adhesive layers,

and under combustion conditions the time to reach the

|
i peak heat value measured in KW-min/m” is more that
[ one minute.



