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RETENTION COVER FOR AN INFLATABLE 
OBJECT 

FIELD 

0001. The invention generally relates to covers used with 
inflatable objects such as vehicular airbags and more particu 
larly to covers or wraps for inflatable objects such as curtain 
bags that are a component of vehicular side-impact airbag 
assemblies. 

BACKGROUND 

0002 Airbags are common, Sometimes legally required, 
safety equipment when provided in motor vehicles and are 
designed to offer added protection to occupants in the event of 
an accident. A conventional vehicular airbag assembly typi 
cally includes a gas-inflatable bag, which is retained in its 
collapsed State (stowed) within a housing and inflates (rap 
idly) in response to a certain level of impact from a vehicle 
striking or being struck in one or more directions. 
0003 Large manufacturers of automobiles first provided 
airbags in the steering wheels of automobiles (driver-side 
airbags) as part of an airbag restraint system. Later, passen 
ger-side airbags provided, for example, in the front dashboard 
or glove box became increasingly common. More recently, 
side-impact airbag assemblies (“SABs) designed to protect 
the head and/or chest of an occupant in the event of an impact 
(e.g., accident) involving the side of the vehicle have been 
provided in various automobile models and continue to gain 
popularity. 
0004. According to the National Highway Traffic Safety 
Administration (“NHTSA) of the United States Department 
of Transportation, there are three main types of SABs: chest 
(or torso) SABs, head SABs and head/chest combination 
SABs. Chest SABs are conventionally mounted in the side of 
a seat or in a door and are designed to offer protection to the 
chest of an adult occupant. Head SABs are conventionally 
mounted in the roof rail (within the headliner of a vehicle) 
above the side windows and are designed to offer protection 
to the head of an adult occupant. Moreover, there are two 
main types of head SABs: curtain SABs and tubular SABs. 
Typically, curtain SABs are designed to offer protection to 
both front and rear occupants during side impact and some 
designs provide a degree of protection from ejection if an 
automobile is involved in a roll-over event, while tubular 
SABs are typically designed to offer protection to front occu 
pants. Lastly, head/chest combination SABs are convention 
ally mounted in the side of a seat and are often larger than 
chest SABs, and are designed to offer protection to both the 
head and chest of an adult occupant. 
0005. Unlike many frontal vehicular airbags (e.g., driver 
side and passenger-side airbags), some SABs (e.g., curtain 
SABs) may not start to deflate for several seconds after infla 
tion to offer added protection in the event of a roll-over. 
Importantly, many passenger vehicles can be equipped with 
both frontal and side-impact airbags, each airbag offering 
Some additional protection. Likewise, additional airbag 
designs within or outside the above described categories are 
being considered and it would not be unexpected if new 
designs relying on like principles are incorporated into vari 
ous passenger vehicles. 
0006 Airbag housings and/or covers often function to 
keep the Stowed airbag in its folded State and to generally 
protect the airbag. Airbag covers (wraps) that are made from 
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fabric or thin, pliable plastics are particularly useful in mount 
ing side curtain airbags where more rigid housings can be 
difficult to effectively use due to the limited space offered by 
recesses often used for mounting the airbags around the open 
ings defining passenger doors and/or windows. 
0007 Important properties of any housing or cover for a 
vehicular airbag include that the housings or covers should be 
forced open reliably and nearly instantaneously upon deploy 
ment of the airbag, which, for example, can happen within a 
fraction of a second (e.g., within milliseconds for Some airbag 
assemblies including some SABS) after some predetermined 
level of impact. It is also usually desirable that the airbag 
housing opens at a predetermined portion(s) in order to assist 
in properly deploying the airbag in a desired orientation. 
Known airbag housings often have a frangible feature Such as 
a line/region of mechanical weakness (e.g., a perforation) that 
fails when Some amount of force is applied. 
0008 Unfortunately, tubular covers (wraps) having perfo 
rated regions of weakness require that certain considerations 
are undertaken such as whether the perforated area will stay 
intact during fabrication, shipping and installation while still 
having Sufficient tearing properties for responding to airbag 
deployment. Particularly, such wraps relying on perforated 
regions require that the cover be applied in a tubular configu 
ration to the airbag, which requires a certain level of delicacy 
and a certain amount of time in order to avoid premature 
tearing and to achieve proper placement. Such considerations 
have economic consequences. 

SUMMARY 

0009. An embodiment of the present invention discloses a 
cover manufacture for producing a plurality of individual 
retention covers. The cover manufacture can include a Sub 
strate textile having a first face, a second face, a first longitu 
dinal edge, a second longitudinal edge, a first lateral edge and 
a second lateral edge. A first fastening element can be 
attached to the first face of the substrate textile at or near the 
first longitudinal edge. Also, a second fastening element can 
be attached to the first face of the substrate textile at or near 
the second longitudinal edge. Moreover, a third fastening 
element can be attached to the second face of the substrate 
textile Substantially along the central longitudinal axis. 
0010. Another embodiment of the present invention dis 
closes a method of manufacturing a plurality of retention 
covers that can include unwinding a first roll of Substrate 
textile, feeding the substrate textile into a production line, 
attaching one or more fastening elements to the Substrate 
textile, perforating one or more portions of the Substrate tex 
tile and rewinding the substrate textile into a second roll. 
0011 Yet another embodiment of the present invention 
discloses a retention cover for enclosing, at least in part, an 
inflatable object that can include a textile. The textile can have 
a first face, a second face, a first longitudinal edge and a 
second longitudinal edge. At or near the first longitudinal 
edge, a loop element can be attached to the textile. At or near 
the second longitudinal edge, a hook element can be attached 
to the textile. 

0012 Still another embodiment of the present invention 
discloses a retention cover for enclosing, at least in part, an 
inflatable object that can include a textile. The textile can have 
a first face, a second face, a first longitudinal edge and a 
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second longitudinal edge. At or near the first longitudinal 
edge, an adhesive strip element can be on the textile. 

BRIEF DESCRIPTION OF THE FIGURES 

0013 Advantages of embodiments of the present inven 
tion will be apparent from the following detailed description 
of the exemplary embodiments thereof, which description 
should be considered in conjunction with the accompanying 
drawings in which like numerals indicate like elements, in 
which: 
0014 FIG. 1 diagrammatically depicts a cross-sectional 
view of a web of an exemplary multi-component cover manu 
facture. 
0015 FIG. 2 diagrammatically depicts an exemplary pro 
duction line for producing a multi-component cover manu 
facture. 

DETAILED DESCRIPTION 

0016 Aspects of the invention are disclosed in the follow 
ing description and related drawings directed to specific 
embodiments of the invention. Alternate embodiments may 
be devised without departing from the spirit or the scope of 
the invention. Additionally, well-known elements of exem 
plary embodiments of the invention will not be described in 
detail or will be omitted so as not to obscure the relevant 
details of the invention. Further, to facilitate an understanding 
of the description, discussion of several terms used herein 
follows. 
0017. The word “exemplary” is used hereinto mean “serv 
ing as an example, instance, or illustration.” Any embodiment 
described herein as “exemplary' is not necessarily to be con 
Strued as preferred or advantageous over other embodiments. 
Likewise, the term "embodiments of the invention' does not 
require that all embodiments of the invention include the 
discussed feature, advantage or mode of operation. 
00.18 Embodiments of the present invention may be suit 
able for retaining and/or enclosing (at least in part) any inflat 
able or expandable object as well as assist in controlling or 
wholly control the orientation of deployment upon inflation. 
Particularly, embodiments of the present invention may be 
Suitable for retaining, interalia, any of the types of vehicular 
airbags known to one having ordinary skill in the art. Not 
withstanding the foregoing, exemplary embodiments will 
generally be described herein in reference to one or more 
inflatable side curtain airbag assemblies (“IC assembly' or 
“IC assemblies') without any intent to limit embodiments of 
the present invention thereto. 
0.019 FIG. 1 shows a cross-sectional view of a web of 
exemplary multi-component cover manufacture 100 that may 
allow for the fashioning of individual retention covers (wrap 
like covers) therefrom. Cover manufacture 100 may be fab 
ricated as one or more industrial rolls (see FIG. 2) having 
“removal perforations between individual retention covers. 
In other words, individual retention covers can be unfurled 
and then removed, for example, at perforations (i.e. along 
horizontal axis 1-a) placed between retention covers formed 
on cover manufacture 100, where cover manufacture 100 can 
have a continuous nature such as may be particularly Suitable 
for providing in roll form. Alternatively, singularly or in con 
junction, individual retention covers can be cut directly from 
cover manufacture 100 without the need for “removal per 
forations and can be provided in various units, for example, 
various shipping units. 
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0020. Once removed (e.g., by tearing or pulling off), indi 
vidual retention covers can be used to enclose, at least in part, 
an inflatable curtain bag of an IC assembly when, for 
example, the inflatable curtain bag is in a collapsed and folded 
state (i.e. Stowed or in preparation for Stowing in a vehicle). 
An individual retention cover can be applied to a collapsed 
and folded curtain bag in a Substantially flat state and can be 
worked (e.g., rolled) around the longitudinal circumference 
of the inflatable curtain bag. Thus, individual retaining covers 
may be of a tubular configuration when encircling an inflat 
able curtain bag Substantially along the longitudinal length 
thereof and can be made to remain in the tubular retaining 
State by engaging a fastening mechanism. 
0021 Cover manufacture 100 can have as a fabrication 
base a manufacturing Substrate such as Substrate textile 102. 
Substrate textile 102 can be any suitable textile (woven or 
non-woven) and the like known to one having ordinary skill in 
the art. For example, non-woven textiles according to at least 
one exemplary embodiment can include thermoplastic poly 
mers such as polypropylene (“PP” or “PPL) or polyethylene 
terephthalate (“PET), the later being one exemplary polymer 
from the polyester family, and other like polymers known to 
one having ordinary skill in the art. Additionally, non-woven 
textiles can be spunlaid non-woven textiles such as PPL spun 
bonds and PET spunbonds. Overall, substrate textile 102 can 
be flexible enough to allow itself to be wrapped (e.g., by 
rolling) around an inflatable object Such as an inflatable cur 
tain bag when in a deflated and folded state. 
0022. Still referring to FIG. 1, one or more fastening ele 
ments 104 can be attached proximate one or both longitudinal 
edges of substrate textile 102 where each fastening element 
104 can be on the first face (shown as the top face) of substrate 
textile 102. In other words, each fastening element 104 can be 
attached to (or near) the portion defining a first longitudinal 
edge of an individual retention cover upon removal from 
cover manufacture 100. Individual retention covers can be 
removed from cover manufacture 100 when, for example, 
cover manufacture 100 has “removal perforations spaced 
evenly along its width (horizontal axis 1-a) and a split defined 
Substantially along its central longitudinal axis (e.g., at Verti 
cal axis 1-b). The split forming what can be considered two 
cover manufactures halves that are initially (i.e. during split 
ting) mirror images of each other. Moreover, attachment of 
fastening element 104 to substrate textile 102 can be accom 
plished, for example, by ultrasonic welding (and trimming) 
techniques known to one having ordinary skill in the art. 
0023 Fastening element 104 can be a loop element such as 
a loop fastening strip (of a hook-and-loop fastening system) 
attached to portions of textile substrate 102 that may define or 
nearly define the first longitudinal edges of individual reten 
tion covers. Hook-and-loop fastening systems are well 
known in the art and are sold under brand names such as 
VELCROR). Importantly, hook-and-loop fastening systems 
come in numerous variations and embodiments of the present 
invention are not limited to those systems only having tradi 
tional hook and loop elements, but rather extend to all suitable 
hook-and-loop fastening systems such as mushroom head 
style hook elements that are included within the genus. Alter 
natively, other fastening systems such as adhesive fastening 
systems known to one having ordinary skill in the art can be 
used with embodiments. 

0024. As stated above, various loop elements can be used 
in accordance with embodiments of the invention. For 
example, at least one exemplary embodiment can use a high 
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loft PPL non-woven loop element or a high loft PET non 
woven loop element and any composite of the two. Moreover, 
as one non-limiting example, a strip of Such a high loft non 
woven loop element having about a 18 mm width may be 
Suitable for making certain retention covers for use with 
specified inflatable curtain bags. 
0025. As shown in FIG. 1, particularly for embodiments 

utilizing hook-and-loop fastening systems, fastening element 
106 can be attached to substrate textile 102, for example, 
attachment can be substantially inboard of substrate 102. In at 
least one exemplary embodiment, attachment can be by ultra 
Sonic welding. Moreover, attachment can be on a portion of 
the second face (shown as the bottom face) of substrate textile 
102 substantially along the central longitudinal axis thereof 
where the portion can define or can nearly define a second 
longitudinal edge for an individual retention cover when 
removed from, for example, a centrally split cover manufac 
ture 100. In at least one exemplary embodiment, fastening 
element 106 can be a hook or hook-style element and may be 
provided in strip form (i.e. a hook fastening strip). As one 
non-limiting example, a high performance hook fastening 
strip can be attached to substrate textile 102. Further, an 
exemplary high performance hook fastening strip may have a 
width of about 20 mm when attached to substrate textile 102 
of cover manufacture 100. 

0026. In at least one exemplary embodiment, a hook-and 
loop fastening system can include an extruded low-profile, 
mushroom head-style touch fastener. Such an exemplary sys 
tem may also be capable of forming a bond between fastening 
element 104 and fastening element 106, when, for example, 
mated on an individual retention cover tubularly associated 
with a side curtain bag, that is of Such strength that it cannot 
be operatively disengaged (broken) under ordinary stress. 
0027. In fact, in at least one exemplary embodiment where 
individual retention covers include a frangible feature such as 
a region of mechanical weakness defined thereon, the greater 
than ordinary force provided by the side curtain bag during 
deployment may not break the bond between fastening ele 
ment 104 and fastening element 106 by design as the fran 
gible feature can fail before so. Exemplary regions of 
mechanical weakness can be “break” perforations, for 
example, in line form that are define on longitudinal portions 
of cover manufacture 100 by, for instance, die cutting pro 
cesses known in the art. One or more “break” perforations can 
occupy a longitudinal portion of each individual retention 
cover defined within cover manufacture 100. 

0028. Alternatively, perforations can be in various pat 
terns and can be formed by numerous methods including by 
laser as will be appreciated by one skill in the art. Moreover, 
other frangible features for use with embodiments of the 
present invention can include catch threads, frangible seams, 
grooves, thin-walled sections, lower-tensile-strength mate 
rial embedments and the like known to one having ordinary 
skill in the art. 

0029. Also, in at least one other exemplary embodiment 
where individual retention covers do not include a frangible 
feature as described above, the bond between fastening ele 
ment 104 and fastening element 106 can act as a frangible 
feature. As such, it can take Substantial force Such as can be 
provided by the deployment process of a side curtain bag to 
disengage the bond between fastening element 104 and fas 
tening element 106 while still being resistant to breaking 
under ordinary stress. 
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0030. As referred to above, in at least one exemplary pro 
cess for fabricating cover manufacture 100, cover manufac 
ture may be split (or, alternatively, perforated for later split 
ting) Substantially about the central longitudinal axis (e.g., at 
Vertical axis 1-b). Splitting may occur after fastening element 
106, if any, is attached to substrate textile 102. For example, 
if a high performance hook fastening Strip having a width of 
about 20 mm is attached to substrate textile 102 substantially 
inboard, then splitting substrate textile 102 substantially 
about the central longitudinal axis (e.g., at Vertical axis 1-b) of 
substrate 102 results in two (initially mirrorly opposing) sec 
ond longitudinal edges for retention covers having hook fas 
tening strips with widths of about 10 mm attached to or near 
Such edges. 
0031. Thus, in embodiments having hook-and-loop fas 
tening systems, fastening element 104 can be on the first face 
proximate the first longitudinal edge of each individual reten 
tion cover and fastening element 106 can be on the second 
face proximate the second longitudinal edge (and can be on 
the second face) where mating element 104 with element 106 
can hold an individual retention cover in a tubular form 
around an inflatable curtain bag until Sufficient force is pro 
vided to cause any frangible feature to fail or, alternatively, to 
break the bond between element 104 and element 106. For 
example, Sufficient force may be the amount of force pro 
vided by a rapidly inflating side curtain bag of an IC assembly 
responding to a suitable vehicular collision. 
0032. Alternatively, one or both of fastening element 104 
or fastening element 106 can be an adhesive element, which 
may be provided in strip form on substrate textile 102 and also 
can run along the portion of substrate textile 102 that may 
define longitudinal edges of an individual retention cover. 
Thus, such embodiments may only require one adhesive strip 
element that can be either fastening element 104 or fastening 
element 106 and it will be appreciated by one skilled in the art 
how to produce cover manufacturers only requiring such. 
Also, one or more adhesive elements can be attached to Sub 
strate textile 102 by ultrasonic welding or any other method 
known to one having ordinary skill in the art. 
0033 Moreover, in at least one exemplary embodiment, an 
adhesive element Such as a pressure sensitive adhesive strip 
can be laminated with a release liner so that the release liner 
can be removed to expose an adhesion portion for bonding the 
pressure sensitive adhesive element, for instance, proximate a 
portion of the retention cover defining the other longitudinal 
edge located on the opposite face of an individual retention 
cover. Thus, the portion proximate the other longitudinal edge 
and on the opposite face of the individual retention cover can 
define an attachment portion, which can be considered fas 
tening element 104 or 106, respectively, because, for 
example, the portion can be considered an adherend on the 
individual retention cover for bonding an exposed adhesive 
strip. 
0034) Further, in at least one exemplary embodiment, the 
pressure sensitive adhesive Strip element can be a transfer 
tape Such as an unsupported high performance acrylic adhe 
sive transfer tape. As such, the transfer tape can have a first 
liner with an acrylic adhesive coated on the first liner and can 
have a removable second liner provided over the adhesive. 
Upon removal of the second liner, the exposed pressure sen 
sitive strip can be bonded to an adherend. 
0035) Still referring to FIG. 1, markers can be fabricated 
on Substrate textile 102, for example, marker portions (e.g., 
bands) 108 can be printed on substrate textile 102. For 
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instance, substrate textile 102 that is spunlaid (e.g., PPL spun 
bond or PET spunbond) may be an attractive choice because 
such a substrate textile 102 can have the ability to allow 
marker bands 108 (as well as other prints) to be printed and 
may be cost-effective. In general, exemplary marker bands 
108 can be printed in a color(s) that differs from that of the 
substrate so as to increase visibility of the band. Each marker 
band 108 can be printed so as to be substantially inboard (e.g., 
Substantially along the longitudinal central longitudinal axis) 
of an individual retention cover when removed from cover 
manufacture 100. 

0036) Also, marker portions 108 can have a frangible fea 
ture such as a die cut “break” perforations defined within their 
respective bounds on substrate textile 102. Alternatively, 
frangible features can be defined on any portion of cover 
manufacture 100 and the individual retention covers upon 
removal therefrom. For example, frangible features can be 
defined proximate to the attachment portions for either or 
both of fastening element 104 and fastening element 106 on 
an individual retention cover. 

0037. As is known in the art, marker bands 108 are often 
used to assist in ensuring proper orientation of the individual 
retention cover and associated inflatable curtain bag when 
installed in a vehicle. In vehicles housing IC assemblies, 
particularly, housing the inflatable curtain bag in a recess 
defined generally above a side door of the vehicle, marker 
bands 108 can indicate an orientation where the inflatable 
curtain bag will inflate generally parallel to the lateral sur 
faces of the vehicle so as to provide side-impact protection. 
0038. Now referring to FIG. 2, which shows an exemplary 
path of manufacture that can result in an exemplary cover 
manufacture like cover manufacture 100 of FIG. 1. Exem 
plary production line 200 can include, inter alia, first roller 
station 202, print stations 204, perforator station 206, first 
attachment (e.g., ultrasonic welder) station(s) 208, second 
attachment (e.g., ultrasonic welder) station(s) 210 and second 
roller station 212. Production line 200 can provide roll-to-roll 
functionality between first roller station 202 and second roller 
station 212, and may decrease labor costs as compared to 
known manufacturing processes for retention covers that are 
not roll-to-roll processes. 
0039. It will be appreciated by those having ordinary skill 
in the art that the exemplary stations of FIG.2 can be arranged 
in various orders and configurations. Also, it will be appreci 
ated that such exemplary stations can be removed and/or new 
stations added consistent with embodiments of the present 
invention. Moreover, it will be appreciated that functional 
ities associated with each station can be removed from that 
station itself and/or new functionalities can be added to other 
stations. Further, it will be appreciated that the functionalities 
of stations as well as stations themselves can be combined or 
separated. Still further, stations of similar or Supporting func 
tionality can be added or removed to increase or decrease, 
respectively, the cumulative capabilities of any remaining 
similar or primary stations. 
0040. At first roller station 202, an industrial roll of textile 
(i.e. plastics, fabrics, etc.) Such as an industrial roll of Sub 
strate textile 102 can be loaded and can be put in a state of 
unwinding until unwound. As substrate textile 102 may travel 
from first roller station 202, Substrate textile 102 can be acted 
upon by one or more print stations 204. As shown in FIG. 2, 
four print stations 204 can be included on production line 200. 
Print stations 204 can print markers such as marker bands 
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108. For example, each print station or unit 204 can print a 
single color Such a blue, red, orange, black, cyan, magenta, 
yellow and the like. 
0041) Print stations 204 can form a part of a flexographic 
printing press, which can be modified as needed for the pro 
duction of retention covers or rolls thereof. A suitable flexo 
graphic printing press can print Such things as marker bands 
108 by the cooperative printing of printing stations 204 where 
each print station can print a single color. In addition, a 
Suitable flexographic printing press can also allow for the 
printing (e.g., direct printing) of various features including 
warnings labels, “anti-twist' strips and the like known to one 
having ordinary skill in the art. 
0042. Along production line 200, substrate textile 102 can 
be acted upon by perforator station 206, which can provide 
“break” perforations along, at least partly, the length of sub 
strate textile 102 so as to provide mechanical regions of 
weakness. “Break” perforations can be die cut perforations 
and perforator station 206 can have die cutting functionality. 
Such “break” perforations may be defined within the bounds 
of marker portions 108 or on any other portion of substrate 
textile 102. 

0043. At perforator station 206 or at another station having 
perforating functionality, for example, a station (now shown) 
after attachment stations 208 and 210, “removal perforations 
may be defined substantially evenly spaced along the width of 
substrate textile 102 (along horizontal axis 1-a of FIG. 1) 
defining the lateral edges of individual retention covers. The 
“removal perforations may be die cut by a station having die 
cutting functionality. 
0044 Also, still referring to FIG. 2, along production line 
200, substrate textile 102 can be acted upon by one or more 
first (e.g., shown as a top station) attachment stations 208 Such 
as one or more ultrasonic welderstations 208. Particularly, in 
hook-and-loop fastening embodiments, two ultrasonic 
welderstations 208 can act on the first face of substrate textile 
102 by ultrasonically welding fastening elements (e.g., loop 
elements) 104 outboard thereof proximate both longitudinal 
edges. Likewise, another attachment station 210 (shown as a 
bottom station) such as second ultrasonic welder station 210 
can act upon a second face of substrate textile 102 by ultra 
Sonically welding fastening element (e.g., hook element) 106 
inboard Substantially along the central longitudinal axis of 
substrate textile 102. 

0045. On the other hand, exemplary embodiments having, 
for example, adhesive strip elements (i.e. fastening elements 
106) may have such elements ultrasonically welded by two 
ultrasonic welder stations 208 proximate the longitudinal 
edges of substrate textile 102, or, alternatively or in conjunc 
tion, an adhesive strip element (i.e. fastening element 108) 
can be ultrasonically welded by ultrasonic welder station 210 
Substantially along the central longitudinal axis of Substrate 
textile 102. 

0046) Ultrasonic welding may be performed in a continu 
ous manner by passing two Substrates (i.e. Substrate textile 
102 and fastening elements 104, or substrate textile 102 and 
fastening element 106) between a rotating anvil roll and a 
Sonotrode that imparts ultrasonic energy to the Substrates. 
The anvil roll can have raised details for providing a weld 
pattern to the substrates. The weld pattern can be selected so 
as to ensure sufficient attachment between the substrates 
being welded, while, for example, being also selected to 
minimize deformation on fastening elements 104 and/or 106 
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in order to promote sufficient bonding between fastening 
element 104 and fastening element 106 when mated. 
0047 Still referring to FIG. 2, second attachment station 
210 such as second ultrasonic welder station 210 can also 
include splitting functionality and may split substrate 102 
Substantially about its central longitudinal axis (e.g., at Verti 
cal axis 1-b). Mechanisms by which splitting can be carried 
out are well known in the art. It is reiterated here that splitting 
functionality is not a necessary function of second ultrasonic 
welding station 210 as splitting, for example, can be per 
formed at another station on production line 200, for instance, 
after ultrasonic welding has been performed. Likewise, per 
forating (whether on the along the length or width of substrate 
textile 102) can be performed after ultrasonic welding has 
been performed. 
0048 Continuous substrate textile 102 can be subjected to 
second roller station 212 at the end of production line 200 
where it can be in the process of rewinding until rewound at 
second roller station 212. Once rewound, production line 100 
can achieve roll-to-roll functionality. Also, once rewound at 
second roller station 212, a roll of cover manufacture 100 may 
be formed and unloaded from second roller station 212 and, 
for instance, can be subjected to further fabrication processes 
and/or shipping preparations as well as installation proce 
dures for providing IC assemblies having retention covers to 
passenger vehicles. 
0049. A roll of cover manufacture 100 can allow indi 
vidual retention covers to be separated off (e.g., Snapped or 
torn off) at “removal” perforations for installation purposes. 
Once removed, an individual retention cover according to at 
least one exemplary embodiment can be applied to a col 
lapsed and folded curtain bag of an IC assembly. Rolling/ 
wrapping an individual retention cover around an inflatable 
curtain bag can put the individual retention cover into a tubu 
lar state. Mating fastening element 104 to fastening element 
106 (or vice versa) can provide fastening that retains the 
retention cover around the inflatable cover bag. 
0050. A retention cover in a fastened tubular state can 
assist in retaining an inflatable curtain bag in a collapsed and 
folded State (as well as potentially offering some degree of 
protection against damage to the curtain airbag from outside 
objects) until the IC assembly is activated for deployment and 
the curtain bag is rapidly inflated, thus, providing Sufficient 
force to readily break the frangible feature or, alternatively, 
the fastening hold between element 104 and element 106. If 
the IC assembly is properly installed, the “break' point(s) can 
direct the inflatable curtain bag to deploy as intended for 
offering protection a fraction of a second after a vehicle 
strikes or is struck by one or more objects with sufficient force 
to activate the IC assembly. 
0051. In one exemplary embodiment, in order to install a 
retention cover tubularly associated with an inflatable current 
bag, marker band 108 can be Suitable aligned in an appropri 
ate recess/housing defined within, for example, a passenger 
vehicle. Additionally, installation may have an individual 
retention cover either before, during or after association with 
an inflatable curtain bag undergo further modifications or 
have additional elements added thereto that may be necessary 
for installation. 
0052 For example, a retention cover may need openings, 
holes, slots, slits, cutouts, channels and the like defined there 
through as may be necessary for proper installation. Addi 
tionally, a retention cover may need integral or modular tabs, 
appendages, folds, flaps and the like defined thereon as may 
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be necessary for proper installation. Further, a retention cover 
may need to be associated with structures that are part of the 
IC assembly or a recess defined, for instance, in a passenger 
vehicle for housing portions of the IC assembly. 
0053. The foregoing description and accompanying draw 
ings illustrate the principles, preferred embodiments and 
modes of operation of the invention. However, the invention 
should not be construed as being limited to the particular 
embodiments discussed above. Additional variations of the 
embodiments discussed above will be appreciated by those 
skilled in the art. 
0054 Therefore, the above-described embodiments 
should be regarded as illustrative rather than restrictive. 
Accordingly, it should be appreciated that variations to those 
embodiments can be made by those skilled in the art without 
departing from the scope of the invention as defined by the 
following claims. 

1-12. (canceled) 
13. A cover manufacture for producing a plurality of indi 

vidual retention covers comprising: 
a Substrate textile having a first face, a second face, a first 

longitudinal edge, a second longitudinal edge, a first 
lateral edge and a second lateral edge; 

a first fastening element attached to the first face of the 
Substrate textile proximate the first longitudinal edge; 

a second fastening element attached to the first face of the 
Substrate textile proximate the second longitudinal edge; 
and 

a third fastening element attached to the second face of the 
Substrate textile proximately along the central longitu 
dinal axis. 

14. The cover manufacture of claim 13 wherein the sub 
strate textile is a non-woven substrate textile. 

15. The cover manufacture of claim 14 wherein the sub 
strate textile is a thermoplastic polymer. 

16. The cover manufacture of claim 15 wherein the sub 
strate textile is polypropylene spunbond or polyethylene 
terephthalate spunbond. 

17. The cover manufacture of claim 13 wherein the first 
fastening element and the second fastening element are a first 
loop element and a second loop element. 

18. The cover manufacture of claim 17 wherein the third 
fastening element is a hook element. 

19. The cover manufacture of claim 18 wherein the hook 
element is a high performance hook fastening strip having a 
width of about 20 mm. 

20. The cover manufacture of claim 13 wherein the first 
fastening element and the second fastening element are a first 
hook element and a second hook element. 

21. The cover manufacture of claim 20 wherein the third 
fastening element is a loop element. 

22. The cover manufacture of claim 13 wherein the first 
fastening element and the second fastening element are a first 
adhesive strip and a second adhesive strip element. 

23. The cover manufacture of claim 13 wherein the third 
fastening element is a first adhesive strip element. 

24. The cover manufacture of claim 13 wherein the first 
fastening element, the second fastening element and the third 
fastening element are attached via ultrasonic welding. 

25. The cover manufacture of claim 13 further comprising: 
one or more frangible features defined on the substrate 

textile. 
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26. The cover manufacture of claim 13 further comprising: 
a longitudinal split defined substantially along the central 

axis of the cover manufacture. 
27. The cover manufacture of claim 13 further comprising: 
one or more lines of perforation defined on the cover manu 

facture, the one or more lines of perforation defined 
substantially parallel to the first lateral edge and the 
second lateral edge of the substrate textile. 

28. A method of manufacturing a plurality of retention 
covers comprising: 

unwinding a first roll of a substrate textile; 
feeding the substrate textile into a production line; 
attaching one or more fastening elements to the Substrate 

textile; 
perforating one or more portions of the Substrate textile; 

and 
rewinding the substrate textile into a second roll. 
29. The method of claim 28 further comprising: 
splitting the substrate textile substantially about the central 

longitudinal axis. 
30. The method of claim 28 further comprising: 
removing one or more individual retention covers from the 

second roll. 
31. The method of claim 28 wherein attaching one or more 

fastening elements further comprises: 
attaching a first outboard fastening element proximate a 

first longitudinal edge of the substrate textile; and 
attaching a second outboard fastening element proximate a 

second longitudinal edge of the Substrate textile. 
32. The method of claim 28 wherein attaching one or more 

fastening elements further comprises: 
attaching an inboard fastening element proximately along 

the central longitudinal axis of the substrate textile. 
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33. The method of claim 31 wherein the first and second 
outboard fastening elements are a first adhesive strip element 
and a second adhesive strip element. 

34. The method of claim 32 wherein the inboard fastening 
element is an adhesive strip element. 

35. The method of claim 31 wherein the first outboard 
fastening element is one of a loop element and a hook ele 
ment. 

36. The method of claim 31 wherein the second outboard 
fastening element is one of a loop element and a hook ele 
ment. 

37. The method of claim 32 wherein the inboard fastening 
element is one of a loop element and a hook element. 

38. The method of claim 28 wherein the substrate textile is 
a non-woven Substrate textile. 

39. The method of claim 38 wherein the Substrate textile is 
a thermoplastic polymer. 

40. The method of claim 39 wherein the substrate textile is 
polypropylene spunbond or polyethylene terephthalate spun 
bond. 

41. The method of claim 28 wherein perforating one or 
more portions of the substrate textile further comprises: 

providing one or more lines of perforation along longitu 
dinal portions of the substrate textile. 

42. The method of claim 28 wherein attaching the one or 
more fastening elements is via ultrasonic welding. 

43. The method of claim 28 further comprising: 
printing one or more features onto the Substrate textile. 
44. The method of claim 43 wherein the one or more 

features are one or more of a marker portion, a warning label 
and an anti-twist strips. 

c c c c c 


