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Description

TECHNICAL FIELD OF THE INVENTION

[0001] The present invention relates to a winder con-
figured to produce a winding product for forming a battery
or a capacitor.

BACKGOUND ART

[0002] A battery has been produced by winding a belt-
shaped raw film (which includes a plurality of separating
films, a positive electrode, and a negative electrode) on
a winding core, immersing a roll having been wound in
an electrolytic solution, and injecting the electrolytic so-
lution into a gap between each separating film and each
of the positive electrode and the negative electrode.
[0003] In FIG. 14, reference numeral 120 is a winder
which includes separating films 200, 202 fed from rolled
raw films 210, 212, 214, 216, and a winding mechanism
122 for winding a positive electrode 204 and a negative
electrode 206 on a winding core 108. In addition, the
positions of the rolled raw films 214 and 216 may be
opposite to each other in FIG. 14. As shown in FIG. 14,
in this winder 120, a roll is formed by winding a separating
film 200 in a positon S1 and a winding product is formed
by a winding stop of a tape 124 on an outer periphery of
the roll in a position S2, and the winding product can be
extracted in a position S3.
[0004] In the position S1, as shown in FIG. 15 (b), in
the winder 120, tips of the separating films 200 and 202
are sandwiched by a gap 113 in a state in which a winding
core 108 having the gap 113 shown in FIG. 15 (a) is
attached to a rotating jig to rotate the winding core 108
more than once. Subsequently, a positive electrode 204
is each formed on an outer circumferential surface of the
separating film 200 and an inner circumferential surface
of the separating film 202. A negative electrode 206 is
each formed on an outer circumferential surface of the
separating film 202 and an inner circumferential surface
of the separating film 200. As a result, the winding core
108 is rotationally driven to form a roll.
[0005] After the formation of the roll in the position S1,
the separating film 200 is cut by a cutter not shown. The
winding core 108 for supporting the roll and the roll are
fed to the position S2 to be rotationally driven in a state
in which the tape 124 is overlapped on the outer periphery
of the roll. Next, the tape 124 is cut by a cutter not shown
to form a winding product 109 shown in FIG. 15 (c). Sub-
sequently, the winding core 108 is taken out of the wind-
ing product 109 in the position S3.
[0006] The winding product 109 is carried in the next
process. In the next process, the winding product 109 is
put in a battery can 130 shown in FIG. 16 and an elec-
trolytic solution is injected from a side of an opening (from
upward) of the battery can 130 into a gap between each
separating film and each of the positive and negative
electrodes.

[0007] However, air around the roll has entered the
gap between the separating film 200 and the positive
electrode 204. This forms wrinkles on the winding product
109 and excess current is generated in the produced
battery. In this case, work to remove air in the gap from
other portion of the opening is needed at the same time
when injecting the electrolytic solution into the gap from
a portion of the opening. Accordingly, the work to inject
the electrolytic solution into the gap was troublesome and
needed a number of man-hours. In addition, when there
is air in the gap between the separating film 200 and the
positive electrode 204, this produces wrinkles on the sep-
arating film 200.
[0008] A patent application of the invention relating to
technology for injecting an electrolytic solution into a gap
between each separating film and each of a positive elec-
trode and a negative electrode to produce a battery or a
capacitor has been filed (JP 2008 251189 A), which dis-
closes a winder having the features of the preambles of
claims 1 and 2 as well as a manufacturing method having
the features of the preamble of claim 7. JP 2007 335181
A discloses a manufacturing method for a nonaqueous
electrolyte secondary battery. Document JP S
60-214519 discloses winding an electrolytic capacitor in
a vacuum furnace and transferring the wound capacitors
to cooling furnaces.

SUMMARY OF THE INVENTION

[0009] It is an object of the present invention to provide
a winder capable of easily and quickly inject an electro-
lytic solution into a gap between each of a plurality of
separating films and each of a positive electrode and a
negative electrode to produce a battery or a capacitor
and preventing wrinkles from being formed on the plu-
rality of separating films.

MEANS FOR SOLVING THE PROBLEMS

[0010] The invention provides a winder and a method
for winding a belt-shaped raw film around a winding core
according to the appended claims.
[0011] In a first aspect, there is provided a winder which
includes: a winding mechanism configured to wind a belt-
shaped raw film around a winding core, the belt-shaped
raw film being composed of a plurality of electrodes and
a plurality of separating films; a chamber where the wind-
ing mechanism is housed; and at least one vacuum pump
to suck air in the chamber.
[0012] In a second aspect, the winder according to the
present invention further includes a product case to
house a plurality of winding products each formed by
winding the raw film with use of the winding mechanism
provided in the chamber.
[0013] In a third aspect, the winder according to the
present invention further includes a conveying route hav-
ing a sealed outer space outside the chamber, in which
an inner space of the chamber leads to the outer space,
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and a product case to house a plurality of winding prod-
ucts each formed by winding the raw film with use of the
winding mechanism provided in the conveying route.
[0014] In a fourth preferred aspect, the winder accord-
ing to the present invention further includes a winding
product carrier configured to feed the plurality of winding
products from the winding mechanism to the product
case.
[0015] In a fifth preferred aspect of the winder accord-
ing to the present invention, the product case includes a
vessel containing an electrolytic solution to immerse the
plurality of winding products to be housed.
[0016] In a sixth preferred aspect of the winder accord-
ing to the present invention, the product case houses the
plurality of winding products.
[0017] In a seventh preferred aspect, the winder ac-
cording to the present invention further includes at least
two vacuum pumps each sucking air in the chamber.
[0018] In an eighth aspect, there is provided a method
for winding a belt-shaped raw film around a winding core
according to the claim 7.

EFFECTS OF THE INVENTION

[0019] According to the winder of the present invention,
it is possible to reduce air pressure inside the chamber
to a low pressure, such as 1 Pa to 1,000 Pa with a vacuum
pump. As a result, a winding product can be formed by
winding a raw film into a roll under low pressure inside
the chamber with use of a winding mechanism. Accord-
ingly, a gap between each separating film of the formed
winding product and each electrode is in a vacuum state.
The winding product can be conveyed to a later process
in a vacuum state between the raw film and the other raw
film by seal-packaging the winding product or by sealing
both ends of the winding product with a film.
[0020] In the later process, the winding product is put
in a battery can and an electrolytic solution is poured into
an opening of the battery can, for example, with an inlet
of an electrolytic solution vessel closely brought into con-
tact with the whole opening of the battery can. As a result,
the electrolytic solution naturally enters a gap that is in a
vacuum state between each separating film and each
electrode. This enables easy and quick work to pour the
electrolytic solution into the gap between each separating
film and each electrode to produce a battery or a capac-
itor. In addition, according to the winder of the present
invention, to perform winding of a plurality of separating
films and the electrodes under a vacuum environment,
no air enters a gap between each separating film and a
positive electrode, resulting in no wrinkles formed on the
plurality of separating films.

BRIEF DESCRIPTION OF THE DRAWINGS

[0021] Referring now to the attached drawings which
form a part of this original disclosure.

FIG. 1 is a front view of a winder of the present in-
vention;
FIG. 2 is a front view of a winder in another embod-
iment of the present invention;
FIG. 3 is a front view of a winder in still another em-
bodiment of the present invention;
FIG. 4 is a front view of a winder in a further embod-
iment of the present invention;
FIG. 5 is a front cross-sectional view illustrating a
use state of the winder shown in FIG. 4;
FIG. 6(a) is a front view of an enlarged important part
of the winder shown in FIG. 4;
FIG. 6(b) is a front view of the important part of the
winder further enlarged;
FIG. 7 is a front cross-sectional view in a still further
embodiment of the present invention;
FIG. 8 is a front cross-sectional view of an enlarged
important part of the winder shown in FIG. 7;
FIG. 9 is a front cross-sectional view illustrating a
use state of the winder shown in FIG. 7;
FIG. 10 is a front cross-sectional view of an enlarged
important part of the winder shown in FIG. 7;
FIG. 11 is a front cross-sectional view of a winder in
another embodiment of the present invention;
FIG. 12 is a front view of a winder in a still another
embodiment of the present invention;
FIG. 13 is a front cross-sectional view in a further
embodiment of the present invention;
FIG. 14 is a front view of a conventional winder; and
FIG. 15 (a) is a side view of a conventional winding
core;
FIG. 15 (b) is a front view illustrating a state in which
a raw film is wound around a winding core; and
FIG. 15 (c) is a front view of a produced winding
product; and
FIG. 16 is a perspective view illustrating a state in
which a battery is produced by a winding product.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

[0022] Embodiments of a winder of the present inven-
tion will now be described in accordance with drawings.
In FIG. 1, reference numeral 10 is a winder of the present
invention.
[0023] A winder 10 is an apparatus including a winding
mechanism 12 configured to wind a raw film 308 (com-
posed of separating films 200 and 202, a positive elec-
trode 204, and a negative electrode 206) around a wind-
ing core 108. The winder 10 includes the winding mech-
anism 12, a chamber 14 where the winding mechanism
12 is housed, and vacuum pumps 16 (a) and 16 (b) to
suck air in the chamber 14. The winding mechanism 12
has the same configuration as a conventional winding
mechanism 122 shown in FIG. 14.
[0024] The chamber 14 includes a box 20 having an
opening 18, a door 22 to open and close the opening 18,
and a plurality of windows 24 provided on the door 22. A
rolled raw film 210 is visible from the plurality of windows
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24. The chamber 14 is equipped with a vacuum gauge
26 to measure air pressure inside the chamber 14. A
sealing member not shown to seal the chamber 14 is
provided in the opening 18 and the door 22 when nec-
essary.
[0025] The vacuum pumps 16 (a) and 16 (b) are each
connected to the chamber 14 by a pipe line 15 and a
motor not shown is rotationally driven to reduce pressure
inside the chamber 14. A vacuum flange to seal a con-
nection part is each preferably provided in the connection
part between the pipe line connected to the vacuum
pumps 16 (a) and 16 (b) and the chamber 14. When
starting reducing the pressure inside the chamber 14, to
expedite reducing the pressure to predetermined pres-
sure, both of the vacuum pumps 16 (a) and 16 (b) are
caused to operate and only the vacuum pump 16 (a) that
is one of the vacuum pumps 16 (a) and 16 (b) is caused
to operate after reducing the pressure to the predeter-
mined pressure.
[0026] Working and advantages of the winder 10 in
such a configuration will now be described as below.

Initial setting

[0027] First, the door 22 is opened and a tip of each of
the separating films 200 and 202 is attached to the wind-
ing core 108 in the position S1 in FIG. 1. Subsequently,
the winding core 108 is rotated clockwise more than once.
After the separating films 200 and 202 have been wound
clockwise, a positive electrode 204 is each formed on an
outer circumferential surface of the separating film 200
and an inner circumferential surface of the separating
film 202. A negative electrode 206 is each formed on an
outer circumferential surface of the separating film 202
and an inner circumferential surface of the separating
film 200. When the pressure inside the chamber 14 rises
higher than a predetermined value, a vacuum pump may
be driven so that the pressure inside the chamber 14 may
be the predetermined value in accordance with a signal
of the vacuum gauge 26.
[0028] Next, the door 22 is shut and the opening 18 is
tightly sealed. Motors for two vacuum pumps 16 (a) and
16 (b) are rotationally driven to reduce the pressure inside
the chamber 14. When the pressure inside the chamber
14 is reduced to 1 Pa to 100 Pa, only a motor of one
vacuum pump 16 (a) is rotationally driven and the other
vacuum pump 16 (b) stops. When the pressure inside
the chamber 14 rises over 1 Pa to 100 Pa with use of a
control system, the vacuum pump 16 (a) is driven so that
the pressure inside the chamber 14 may be 1 Pa to 100
Pa in accordance with the signal of the vacuum gauge 26.

Formation of winding product

[0029] In a state where the pressure inside the cham-
ber 14 is maintained at about 100 Pa, the winding core
108 is rotationally driven and the separating film 200 is
wound around the winding core 108. The separating film

200 is cut by a cutter not shown to form a roll after the
winding core 108 stops.
[0030] Next, a turret 123 is rotated clockwise and the
roll formed in the position S1 is fed to the position S2
shown in FIG. 1. In the position S2, the winding core 108
is rotationally driven in a state in which a tape 124 is
overlapped on the outer periphery of the roll. This makes
the tape 124 wound on the roll and the tape 124 is cut
by a cutter not shown. An adhesive layer is formed on
the tape 124. Alternatively, an adhesive is coated on the
tape 124. Each winding product 109 as shown in FIG. 15
(c) and FIG. 16 is formed.
[0031] As mentioned above, a winding product is
formed in the chamber 14 where the pressure is reduced
to about 100 Pa.

Advantages of the present invention

[0032] According to the winder 10 of the present inven-
tion, a gap between each separating film for a plurality
of winding products 109 and each electrode formed in
the chamber 14 where the pressure is reduced is in a
vacuum state. The plurality of winding products 109 can
be conveyed to a later process in a vacuum state between
each separating film and each electrode by seal-pack-
aging the winding products 109 or by sealing each both
ends of the winding products 109 with a film.
[0033] In the later process, for example, the plurality
of winding products 109 are put in a battery can without
exposing to air while crushing a package in an opening
of the battery can with the sealed-packaged winding
products 109 pressed against the opening of the battery
can. The opening is once tightly sealed with a film. Sub-
sequently, for example, an inlet port of an electrolytic
solution vessel is brought in contact with the whole open-
ing of the battery can. Then the film is crushed in the
opening to pour an electrolytic solution into the opening
of the battery can. The electrolytic solution naturally en-
ters the gap that is in the vacuum state between each
separating film and each electrode. This makes it possi-
ble to easily and quickly pour the electrolytic solution into
the gap between each separating film and each electrode
to produce a battery or a capacitor.
[0034] According to the winder 10 of the present inven-
tion, dust in the chamber 14 can be pumped out of the
chamber 14 by sucking air in the chamber 14 with the
vacuum pump 16 (a). In addition, in the chamber 14
where air pressure is low (about 100 Pa), even light dust
drops on the bottom of the chamber 14. As a result, dust
does not adhere to the raw film wound in the chamber
14. This can improve quality of the plurality of winding
products to be produced.
[0035] While an embodiment of the present invention
has been described so far in accordance with the draw-
ings, the present invention is limited by appended claims.
[0036] For example, the present invention may be a
winder 10 shown in FIG. 2.
[0037] The winder 10 shown in FIG. 2 has the same
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configuration as in the winder 10 shown in FIG. 1 except
that the winder 10 shown in FIG. 2 includes four vacuum
pumps 16 (a), 16 (b), 16 (c), 16 (d), and a plurality of
back-flow prevention valves 28 to prevent a back-flow of
each vacuum pump.
[0038] The vacuum pump 16 (a) sucks air from the
right upper part of the chamber 14 in FIG. 2 and the vac-
uum pump 16 (b) sucks air from the right lower part of
the chamber 14 in FIG. 2. The vacuum pump 16 (c) sucks
air from the left upper part of the chamber 14 in FIG. 2
and the vacuum pump 16 (d) sucks air from the left lower
part of the chamber 14 in FIG. 2.
[0039] The winder 10 shown in FIG. 2 winds a raw film
while sucking air from the right upper part, the right lower
part, the left upper part, and the left lower part of the
chamber 14 in FIG. 2 with use of the four vacuum pumps
16 (a), 16 (b), 16 (c), and 16 (d). As a result, the raw film
can be wound while sucking dust out from the entire
chamber 14. This leads to prevent dust from adhering to
the entire raw film to be wound in the chamber 14, re-
sulting in further improvement of the quality of the winding
products to be produced. In addition, the winder 10 in-
cludes the plurality of back-flow prevention valves 28 and
thus preventing dust from counter flowing into the cham-
ber 14.
[0040] In the present invention, as shown in FIG. 3, the
winder 10 may include a chamber 50 (a) provided in a
take-out part of a plurality of winding products in the
chamber 14, a chamber 50 (b) provided adjacent to the
chamber 50 (a) outside the chamber 14, a vacuum pump
52 (a) to introduce air from the chamber 50 (a), a vacuum
pump 52 (b) to introduce air from the chamber 50 (b),
and a door 54 disposed between the chamber 50 (a) and
the chamber 50 (b).
[0041] In this case, after producing the plurality of wind-
ing products 109, air is introduced from the chamber 50
(a) by operating the vacuum pump 52 (a) with the door
54 closed to put the winding products 109 in the chamber
50 (a). Subsequently, air is introduced from the chamber
50 (b) by operating the vacuum pump 52 (b). Subse-
quently, the winding products 109 are moved into the
chamber 50 (b) with the door 54 opened, leading to close
the door 54. This makes it possible to take the winding
products 109 out of the winder 10 while keeping the cir-
cumference of each of the winding products 109 in the
vacuum state.
[0042] The present invention may also be a winder 300
shown in FIG. 4. The winder 300 includes a winding
mechanism 12, a chamber 14 where the winding mech-
anism 12 is housed, and a vacuum device 301 configured
to suck air in the chamber 14. The winder 300 includes
a product case 304 to house a plurality of winding prod-
ucts 109 formed by winding a raw film 308 with the wind-
ing mechanism 12, and a winding product carrier 306
configured to feed the plurality of winding products 109
from the winding mechanism 12 to the product case 304.

Winding mechanism

[0043] As shown in FIG. 6(a), the winding mechanism
12 of the winder 300 is separable or accessible with re-
spect to an outer circumferential surface 125 of a turret
123 and includes a cutter 330 to cut the raw film 308
(composed of separating films 200 and 202, a positive
electrode 204 and a negative electrode 206) that is in
contact with the outer circumferential surface 125. And
the winding mechanism 12 of the winder 300 is separable
or accessible with respect to the outer circumferential
surface 125 and includes a pressing roller 332 to press
the raw film 308 that is in contact with the outer circum-
ferential surface 125 when cutting the raw film 308.
[0044] A plurality of winding cores 108 in the winding
mechanism 12 are movable in a vertical direction (here-
inafter referred to as "Y-axis direction") to a substrate
334 of the winder 300 by a linear motor not shown. This
enables the winding core 108 situated at the position S1
to evacuate in the opposite direction to a front direction
(Y-axis direction) in FIG. 6(a) when a roll 110 is formed
to be moved to the position S2. At this time, the positions
of a roller 340, the outer circumferential surface 125, and
the winding core 108 are determined in such a manner
that the raw film 308 put up by the roller 340 and the outer
circumferential surface 125 may pass on a center line
C1 of the winding core 108 situated at the position S1
(shown in FIG. 6(b)). The winding core 108 has a groove
336 extending in a Y-axis direction. When the winding
core 108 is evacuated in the opposite direction to the
front direction in FIG. 6(b), the rotation angle of the wind-
ing core 108 is controlled so that a corner part 342 of the
groove 336 situated at the position S1 may be in parallel
to the raw film 308 as shown in FIG. 6(b). The rotation
angle of the winding core 108 is controlled by a servo-
motor not shown.
[0045] This moves the winding core 108 in the front
direction (Y-axis direction) in FIG. 6(a). As a result, the
raw film 308 is inserted into the groove 336. The groove
336 is separated from the raw film 308 by the movement
of the winding core 108 in the direction opposite to the
front direction. This enables to repeatedly perform auto-
matic "formation of a second winding product" to be de-
scribed later. The details will be described in "formation
of a second winding product."
[0046] As shown in FIGS. 4 and 5, an absorption nozzle
338 to separate or access from/to the roll 110 in the po-
sition S2 with a cylinder not shown is provided near the
winding mechanism 12. The absorption nozzle 338
guides a tip of the tape 124 to the roll 110 in the position
S2 to be attached to the outer circumferential surface of
the roll 110. The tip of the tape 124 is fixed to the outer
circumferential surface of the roll 110.

Chamber

[0047] The chamber 14 of the winder 300 has the same
configuration as the chamber 14 of the winder 10 shown
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in FIG. 1.

Vacuum device

[0048] The vacuum device 301 includes a vacuum
pump 302. The vacuum pump 302 is connected to the
chamber 14 via a pipe line 309 to rotationally drive a
motor not shown. As a result, air pressure inside the
chamber 14 can be reduced. A joint between the pipe
line 309 and the chamber 14 preferably has a vacuum
flange to seal the joint.
[0049] The pipe line 309 to connect between the vac-
uum pump 302 and the chamber 14 includes, as shown
in FIG. 4, an air inflow valve 310 and a stop valve 312.
When setting at atmospheric pressure inside the cham-
ber 14 to open a door 22, the air inflow valve 310 allows
air to enter the chamber 14. The air inflow valve 310
rotates a grip part 314 and thus allowing air to enter the
pipe line 309.
[0050] When air enters the chamber 14 by operation
of the air inflow valve 310, the stop valve 312 can prevent
air from entering the vacuum pump 302 from the air inflow
valve 310. The stop valve 312 can obstruct airflow from
the air inflow valve 310 to the vacuum pump 302. In gen-
eral, rotary blades that constitute a vacuum pump have
a high strength relative to a tensile strength loaded in the
opposite direction to the direction where air enters when
sucking air. That is, the strength is set in view of the time
when sucking air. On the other hand, the rotary blades
each have a low strength relative to a suppress strength
(generated by the entering of air at the time when air is
not sucked) loaded in the opposite direction to the tensile
strength. In other words, the strength is not set in view
of the case of not sucking air. Consequently, the stop
valve 312 is provided to prevent air from entering the
vacuum pump 302 from the air inflow valve 310.

Product case

[0051] As shown in FIG. 4, a product case 304 includes
a fixing base 318 and a rack 320 mounted on the fixing
base 318. The rack 320 can house a plurality of winding
products 109. The rack 320 can be carried outside the
chamber 14 by being separated from the fixing base 318.

Winding product carrier

[0052] As shown in FIG. 4, a winding product carrier
306 includes a rail 322 fixed such that the longitudinal
direction thereof is set to be a horizontal direction (here-
inafter referred to as "X-axis direction"), a moving mem-
ber 326 to rotate around a rotational central axis 324 as
well as reciprocation in an X-axis direction along the rail
322, and a seizing chuck 328 mounted on the moving
member 326. The moving member 326 moves along the
rail 322 by a ball screw mechanism not shown. The mov-
ing member 326 rotates around the rotational central axis
324 with a motor not shown. The seizing chuck 328 opens

and closes with use of a solenoid mechanism not shown.
[0053] The winder 300 with such a configuration will
now be described below. Operation of the winder 300 is
described in chronological order, unless otherwise ex-
pressly described.

Initial setting

[0054] The door 22 is opened and the rack 320 is
mounted on the fixing base 318. In the position S1 in FIG.
5, each tip of the separating films 200 and 202 is attached
to the winding core 108. Subsequently, the winding core
108 is rotated clockwise more than once and then the
separating films 200 and 202 are wound clockwise. As
a result, a positive electrode 204 is each formed on the
outer circumferential surface of the separating film 200
and the inner circumferential surface of the separating
film 202. A negative electrode 206 is each formed on the
outer circumferential surface of the separating film 202
and the inner circumferential surface of the separating
film 200.
[0055] Next, the door 22 is shut and the chamber 14
is tightly sealed. The air inflow valve 310 is closed so that
air may not enter and the stop valve 312 is open so that
air may enter inside the pipe line 309. The motor included
in the vacuum pump 302 is rotationally driven to reduce
the pressure inside the chamber 14. The pressure inside
the chamber 14 is preferably 1 Pa to 100 Pa. The pres-
sure inside the chamber 14 is maintained at about 1 Pa
to 100 Pa by controlling the number of rotations of the
motor for the vacuum pump 302 while the operator is
looking at a vacuum gauge 26. When the pressure inside
the chamber 14 rises higher than a predetermined value,
the winder 300 may include a control system configured
to drive the vacuum pump 302 so that the pressure inside
the chamber 14 may be the predetermined value in ac-
cordance with signals of the vacuum gauge 26.

Formation of a first winding product

[0056] In the position S1, the winding core 108 is rota-
tionally driven and the raw film 308 is wound around the
winding core 108. Next, the turret 123 is rotated clockwise
and the roll 110 formed in the position S1 is fed to the
position S2 shown in FIG. 6(a). At this time, the winding
core 108 having moved to the position S1 by the clock-
wise rotation is evacuated in the opposite direction to the
front direction (Y-axis direction) in FIGS. 5 and 6(a). As
shown in FIG. 6(b), the raw film 308 put up by a roller
340 and the outer circumferential surface 125 passes on
the central line C1 of the winding core 108 that has been
evacuated in the position S1.
[0057] The winding core 108 being evacuated moves
in the front direction in FIG. 6(a). The raw film 308 is
inserted into the groove 336 of the winding core 108 sit-
uated at the position S1. The pressing roller 332 moves
toward the turret 123 and the raw film 308 is pressed
against the outer circumferential surface 125. The cutter
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330 moves toward the turret 123 to cut the raw film 308
that is being pressed against the outer circumferential
surface 125. The cutter 330 is separated from the outer
circumferential surface 125. And the pressing roller 332
keeps the state of pressing the raw film 308.
[0058] In the position S2, the winding core 108 is rota-
tionally driven in the state in which the tape 124 is over-
lapped on the outer periphery of the roll 110. As a result,
the tape 124 is wound around the roll to be cut by a cutter
not shown and thus forming a winding product 109 as
shown in FIGS. 15 (a) and FIG. 16.

Housing of a first winding product

[0059] When a first winding product 109 is formed, the
moving member 326 moves from the original position
(the position of the moving member 326 in FIG. 4) to an
X-axis positive direction. As indicated by a solid line in
FIG. 5, the seizing chuck 328 is closed to grip the winding
product 109. As indicated by a chain line in FIG. 5, the
moving member 326 rotates clockwise by 90°, setting
the rotational central axis 324 as a center. The gripped
winding product 109 rotates clockwise by 90°, setting the
rotational central axis 324 as a center.
[0060] As indicated by a double chain line in FIG. 5,
the moving member 326 moves in an X-axis negative
direction and the gripped winding product 109 moves in
the X-axis negative direction. When the gripped winding
product 109 is moved above the rack 320, the seizing
chuck 328 is opened and the winding product 109 drops
in the rack 320 to be housed. The moving member 326
returns to the original position.

Formation of a second winding product

[0061] When the winding of the first roll 110 is finished,
as mentioned in the item "Formation of a first winding
product", the cutter 330 is separated from the outer cir-
cumferential surface and then the pressing roller 332
presses the raw film 308 against the outer circumferential
surface 125 in the position S1 in FIG. 5. The winding core
108 situated at the position S1 has been evacuated in
the opposite direction to the front direction in FIG. 5. The
raw film 308 put up by the roller 340 and the outer cir-
cumferential surface 125 passes through the central line
C1 of the winding core 108 being evacuated at the posi-
tion S1.
[0062] The raw film 308 is inserted into the groove 336
of the winding core 108 situated at the position S1 by the
movement of the winding core 108 in the front direction
in FIG. 5.
[0063] In the position S1 in FIG. 5, the pressing roller
332 is separated from the raw film 308. The winding core
108 starts rotating at the moment when the pressing roller
332 has been separated from the raw film 308. This
makes the raw film 308 wound around the winding core
108.

Housing of a second winding product

[0064] A second winding product 109 is formed in the
winding mechanism 12. Consequently, the second wind-
ing product 109 is housed in the rack 320 by the seizing
chuck 328 in the same manner as described in the afore-
mentioned "Housing of a first winding product."

Formation and housing of a plurality of winding products

[0065] A plurality of winding products 109 are housed
in the rack 320 by repeating the aforementioned "Forma-
tion of a second winding product" and "Housing of a sec-
ond winding product" more than once. To avoid the plu-
rality of winding products 109 from dropping from the rack
320 in an overlapped state, the moving member 326 may
alter the distance to move in the X-axis direction for each
winding product 109 to house the winding products 109.

Extraction of a plurality of winding products

[0066] The vacuum pump 302 stops. The stop valve
312 is closed so that air may not enter the vacuum pump
302 via the pipe line 309. The air inflow valve 310 is
opened and air enters inside the chamber 14 via the air
inflow valve 310. The pressure inside the chamber 14
becomes atmospheric pressure. The door 22 is opened
and the rack 320 where the plurality of winding products
109 have been housed is extracted from the chamber 14.

Advantages of the present invention

[0067] According to the winder 300 of the present in-
vention, the chamber 14 is tightly sealed in the aforemen-
tioned "Initial setting" and then the plurality of winding
products 109 are formed in the chamber 14 without open-
ing and closing the chamber 14 to be housed in the rack
320. Subsequently, the door 22 of the chamber 14 is
opened to extract the plurality of winding products 109.
As a result, it is not necessary to take one winding product
109 out of the chamber 14 every time one winding product
109 is formed. This eliminates the need for repeating the
opening and closing of the door 22, operation and stop
of the vacuum pump 302 to form the plurality of winding
products 109. As a result, man-hours to form the plurality
of winding products 109 in the vacuum environment are
reduced.
[0068] In addition, the present invention may be a wind-
er 350 shown in FIG. 7. The winder 350 includes a wind-
ing mechanism 12, a chamber 14 where the winding
mechanism 12 is housed, and a vacuum device 301 con-
figured to suck air in the chamber 14. The winder 350
further includes a product case 352 to house a plurality
of winding products 109 formed by winding a raw film
with use of the winding mechanism 12, and a winding
product carrier 306 configured to feed the plurality of
winding products 109 from the winding mechanism 12 to
the product case 352.
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[0069] Each configuration of the winding mechanism
12, the chamber 14, the vacuum device 301, and the
winding product carrier 306 in the winder 350 is the same
as the configuration of the winder 300 shown in FIG. 4.

Product case

[0070] As shown in FIG. 8, the product case 352 in-
cludes a box 354, a base 356 to support the box 354, a
bag 358 in which a center thereof is housed in the box
354, a plurality of clampers 362 to each clamp an opening
end 360 of the bag 358, a welding jig 364, and a receiving
member 366 to receive the welding jig 364. In FIG. 8 and
FIG. 10, a cross-section end surface of each of the box
354 and the bag 358 is illustrated.
[0071] The bag 358 has a length of a Z-axis direction
about twice as long as the length of a Z-axis direction of
the box 354. As shown in FIG. 8, the central part of the
bag 358 is pressed into the box 354 and the opening end
360 of the bag 358 is taken outside the box 354 to be
pulled down. As a result, the opening end 360 can cover
near the bottom of the box 354. The plurality of clampers
362 can reciprocate in the X-axis and the Z-axis direc-
tions. The welding jig 364 and the receiving member 366
can reciprocate in the Z-axis direction. The welding jig
364 and the receiving member 366 are separable and
accessible to each other.
[0072] Operation of the winder 350 having such a con-
figuration will be described as below. Unless otherwise
expressly described herein, the operation will be de-
scribed in chronological order.

Initial setting

[0073] The door 22 is opened and the box 354 is put
on the base 356. The center of the bag 358 is inserted
into the box 354. A plurality of clampers 362 sandwich
the opening end 360 of the bag 358.
[0074] In the position S1 in FIG. 7, the tip of the sepa-
rating film 200 is attached to the winding core 108 in the
same manner as in the winder 300 shown in FIG. 4. A
positive electrode 204 is each formed on the outer cir-
cumferential surface of the separating film 200 and the
inner circumferential surface of the separating film 202,
and a negative electrode 206 is each formed on the outer
circumferential surface of the separating film 202 and the
inner circumferential surface of the separating film 200
in the same manner as in the winder 300 shown in FIG.
4. The door 22 is closed and the vacuum pump 302 is
activated to keep the pressure inside the chamber 14 at
about 1 Pa to 100 Pa in the same manner as in the winder
300 shown in FIG. 4.

Formation of a first winding product

[0075] A first winding product is formed in the same
manner as in the winder 300 shown in FIG. 4.

Housing of a first winding product

[0076] A first winding product 109 is formed and then
the seizing chuck 328 grips the winding product 109. The
gripped winding product 109 rotates clockwise by 90°,
setting the rotational central axis 324 as a center in the
same manner as in the winder 300 shown in FIG. 4.
[0077] The moving member 326 moves in the X-axis
negative direction and the gripped winding product 109
moves in the X-axis negative direction. When the gripped
winding product 109 is moved to above the product case
352, the seizing chuck 328 is opened and the winding
product 109 drops in the bag 358 in the product case 352
to be housed. The moving member 326 returns to the
original position.

Formation of a second winding product

[0078] The operation of forming a second winding
product 109 is the same as the operation of the winder
300 shown in FIG. 4.

Housing of a second winding product

[0079] In the winding mechanism 12, the second wind-
ing product 109 is formed and housed in the bag 358 by
the seizing chuck 328 in the same manner as in the afore-
mentioned "Housing of a first winding product."

Formation and housing of a plurality of winding products

[0080] A plurality of winding products 109 are housed
in the bag 358 by repeating the aforementioned "Forma-
tion of a second winding product" and "Housing of a sec-
ond winding product" more than once.
[0081] The plurality of winding products 109 are
housed in the bag 358 and then a plurality of clampers
362 access and come in contact with each other after
the plurality of clampers 362 move upward to a position
higher than the height of the welding jig 364 and the re-
ceiving member 366. The heated welding jig 364 and the
receiving member 366 access and come in contact with
each other. This makes the opening end 360 of the bag
358 welded and tightly sealed. At this time, the inside of
the bag 358 is in a vacuum state. This is because the
bag 358 has been tightly sealed under a vacuum envi-
ronment.

Extraction of a plurality of winding products

[0082] The vacuum pump 302 is caused to stop and
the stop valve 312 is closed, the air inflow valve 310 is
opened, and the pressure inside the chamber 14 is set
at atmospheric pressure in the same manner as in the
winder 300 shown in FIG. 4. When the pressure inside
the chamber 14 becomes atmospheric pressure, the bag
358 shrinks to come in contact with the plurality of winding
products 109 in the bag 358. This is because the inside
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of the bag 358 is in the vacuum state. The bag 358 is
extracted from the chamber 14 to extract the plurality of
winding products 109 placed in the bag 358.

Advantages of the present invention

[0083] According to the winder 350 of the present in-
vention, it is not needed to repeat opening and closing
the door 22, activating and stopping the vacuum pump
302 so as to form a plurality of winding products 109 in
the same manner as in the winder 300 shown in FIG. 4.
As a result, man-hours to form the plurality of winding
products 109 in a vacuum environment can be reduced.
In addition, the plurality of winding products 109 housed
in the vacuum-packed bag 358 can be taken out of the
chamber 14 and thus preventing dust from entering the
plurality of winding products 109 that have been taken
out of the chamber 14.
[0084] The present invention may also be a winder 400
shown in FIG. 11. The winder 400 includes a winding
mechanism 12, a chamber 14, a vacuum device 301, and
a conveying route 408 to lead to the chamber 14.
[0085] The winding mechanism 12, the vacuum device
301, and a winding product carrier 306 of the winder 400
are configured in the same manner as in the winder 300
shown in FIG. 4.

Chamber

[0086] The winding product carrier 306 configured to
feed a plurality of winding products 109 formed by wind-
ing a raw film with use of the winding mechanism 12 from
the winding mechanism 12 to a product case 404 is pro-
vided in the chamber 14. The chamber 14 has an opening
412 on a side wall 410 of a box 20. In the chamber 14,
air can be sucked by the vacuum device 301.

Conveying route

[0087] The product case 404 to house the plurality of
winding products 109 is provided in the conveying route
408. Air inside the conveying route 408 can be sucked
by a vacuum device 416. The vacuum device 416 is con-
figured in the same manner as a vacuum device 301.
The inner space of the chamber 14 leads to the tightly
sealed outer space included in the conveying route 408
that is provided outside the chamber 14 via the opening
412. The opening 412 is openable and closable by mov-
ing a shutter 420 up and down.

Product case

[0088] As shown in FIG. 11, the product case 404 in-
cludes a rack 418 to house the plurality of winding prod-
ucts 109, a conveyor 414 configured to feed the winding
products 109 from the winding product carrier 306 to the
rack 418. The conveyor 414 is situated at a position
where the winding product carrier 306 moves the winding

products 109 gripped by the seizing chuck 328 to the
conveyor 414 via the opening 412. In addition, a door to
extract the winding products 109 not shown is provided
near the rack 418 in the conveying route 408.
[0089] Operation of the winder 400 with the aforemen-
tioned configuration will now be described as below. Un-
less otherwise expressly described, the operation of the
winder 400 is described in chronological order.

Initial setting

[0090] In the position S1 in FIG. 11, the operation of
attaching the tip of the separating film 200 to the winding
core 108 is the same as the operation of the winder 300
shown in FIG. 4. The operation of each forming a positive
electrode 204 on the outer circumferential surface of the
separating film 200 and on the inner circumferential sur-
face of the separating film 202, and the operation of each
forming a negative electrode 206 on the outer circumfer-
ential surface of the separating film 202 and on the inner
circumferential surface of the separating film 200 are the
same as the operations of the winder 300 shown in FIG. 4.
[0091] The shutter 420 is elevated to open the opening
412. The inner space of the chamber 14 leads to the
outer space of the conveying route 408 via the opening
412. A plurality of vacuum pumps 302 in the chamber 14
and the conveying route 408 are activated and thus main-
taining the pressure inside the chamber 14 and the con-
veying route 408 at about 1 Pa to 100 Pa. The operation
of a plurality of air inflow valves 310 at the time when the
pressure inside the chamber 14 and the conveying route
408 is maintained at about 1 Pa to 100 Pa is the same
as the operation of the air inflow valve 310 in the winder
300 shown in FIG. 4.

Formation of a first winding product

[0092] In the winder 400, a first winding product is
formed in the same manner as in the winder 300 shown
in FIG. 4.

Housing of a first winding product

[0093] A first winding product 109 is formed and then
the seizing chuck 328 grips the winding product 109. The
gripped winding product 109 rotates clockwise by 90°,
setting the rotational central axis 324 as a center in the
same manner as in the winder 300 shown in FIG. 4.
[0094] The moving member 326 moves in the X-axis
negative direction and the gripped winding product 109
moves in the X-axis negative direction. When the gripped
winding product 109 is moved to above the conveyor 414
via the opening 412, the seizing chuck 328 is opened
and the winding product 109 drops on the conveyor 414.
The moving member 326 returns to the original position.
The conveyor 414 works to convey the winding product
109 placed on the conveyor 414 to the rack 418 so as to
house the winding product 109 in the rack 418.
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Formation of a second winding product

[0095] A second winding product 109 is formed in the
same manner as in the winder 300 shown in FIG. 4.

Housing of a second winding product

[0096] When the second winding product 109 is formed
in the winding mechanism 12, the second winding prod-
uct 109 is housed in the rack 418 by the winding product
carrier 306 and the conveyor 414 in the same manner
as in the aforementioned "Housing of a first winding prod-
uct."

Formation and housing of a plurality of winding products

[0097] A plurality of winding products 109 are housed
in the rack 418 by repeating the aforementioned "Forma-
tion of a second winding product" and "Housing of a sec-
ond winding product" more than once. The prescribed
number of winding products 109 are housed in the rack
418. As a result, the shutter 420 moves downward to
close the opening 412.

Storage of a plurality of winding products

[0098] The plurality of vacuum pumps 302 of the vac-
uum device 301 are stopped to close a plurality of stop
valves 312. The plurality of air inflow valves 310 are
opened to make the pressure inside the chamber 14 at-
mospheric pressure. The inside of the conveying route
408 is maintained in a vacuum state and a plurality of
winding products 109 housed in the rack 418 are stored
in a vacuum environment. The rack 418 is sealed with a
tight lid to be removed and is fed to a later process.

Advantages of the present invention

[0099] According to the winder 400 of the present in-
vention, like the winder 300 shown in FIG. 4, there is no
need to repeat opening and closing the door 22 and ac-
tivating and stopping the plurality of vacuum pumps 302
to form a plurality of winding products 109. This reduces
man-hours for forming the plurality of winding products
109 in a vacuum environment. The conveying route 408
is extended to near an injection step to inject an electro-
lytic solution into each of the plurality of winding products
109 and the rack 418 is disposed near the injection step.
This makes it possible to inject the electrolytic solution
into the plurality of winding products 109 as soon as the
winding products 109 have been taken out of the vacuum
environment in the injection step. As a result, removal of
air from the gap between each of the separating films of
the winding products 109 to be injected and electrodes
can surely be omitted.
[0100] The present invention may also be a winder 450
shown in FIG. 12. The winder 450 includes a vessel 452
where a liquid can be kept as a substitute of the rack 320

included in the product case 304 of the winder 300 shown
in FIG. 4. An electrolytic solution 454 is poured into the
vessel 452. The vessel 452 has a depth enough to im-
merse the whole winding products 109. The configuration
of the winder 450 is the same as the configuration of the
winder 300 shown in FIG. 4 except that the winder 450
includes the vessel 452 into which the electrolytic solution
454 is poured.

Initial setting

[0101] In the winder 450, the electrolytic solution 454
is poured into the vessel 452 in an initial setting. Other
operations in the initial setting are the same as the op-
erations of the winder 300 shown in FIG. 4.

Formation of a first winding product

[0102] A first winding product is formed in the same
manner as in the winder 300 shown in FIG. 4.

Housing of a first winding product

[0103] A first winding product 109 is housed in the ves-
sel 452. The whole first winding product 109 housed in
the vessel 452 is immersed in the electrolytic solution
454 contained in the vessel 452. The other operations of
the winder 450 are the same as the operations of the
winder 300 shown in FIG. 4.

Formation of a next winding product

[0104] A second winding product is formed in the same
manner as in the winder 300 shown in FIG. 4.

Housing of a second winding product

[0105] A next winding product 109 is housed in the
vessel 452. The whole second winding product 109
housed in the vessel 452 is immersed in the electrolytic
solution 454 contained in the vessel 452. The other op-
erations of the winder 450 are the same as the operations
of the winder 300 shown in FIG. 4.

Formation and housing of a plurality of winding products

[0106] A plurality of winding products 109 are housed
in the vessel 452 by repeating the aforementioned "For-
mation of a second winding product" and "Housing of a
second winding product" more than once. The whole plu-
rality of winding products 109 housed in the vessel 452
are immersed in the electrolytic solution 454 contained
in the vessel 452. The other operations of the winder 450
are the same as the operations of the winder 300 shown
in FIG. 4.
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Extraction of a plurality of winding products

[0107] The pressure inside the chamber 14 becomes
atmospheric pressure in the same manner as in the wind-
er 300 shown in FIG. 4. This makes the periphery of the
electrolytic solution 454 in the vessel 452 changed from
the vacuum state to the atmospheric pressure state. This
atmospheric pressure allows the electrolytic solution 454
to naturally enter the gap that is in the vacuum state be-
tween each of the separating films and each of the elec-
trodes. The door 22 is opened to extract the vessel 452
where a plurality of winding products 109 are housed
from the chamber 14.

Advantages of the present invention

[0108] According to the winder 450 of the present in-
vention, like the winder 300 shown in FIG. 4, there is no
need to repeat opening and closing the door 22 and ac-
tivating and stopping a vacuum pump 302 to form a plu-
rality of winding products 109. This reduces man-hours
for forming the plurality of winding products 109 in the
vacuum environment. In addition, when the winding prod-
ucts 109 are extracted, the pressure inside the chamber
14 becomes atmospheric pressure. This allows the elec-
trolytic solution 454 to naturally enter the gap that is in
the vacuum state between each of the separating films
and each of the electrodes. As a result, the winder 450
can inject the electrolytic solution 454 into the winding
products 109.
[0109] The present invention may also be a winder 500
shown in FIG. 13. The winder 500 includes a vessel 502
where a liquid can be kept as a substitute of a rack 418
included in the product case 404 of the winder 400 shown
in FIG. 11. An electrolytic solution 504 is poured into the
vessel 502. The vessel 502 has a depth enough to im-
merse the whole winding products 109. The configuration
of the winder 500 is the same as the configuration of the
winder 400 shown in FIG. 11 except that the winder 500
includes the vessel 502 into which the electrolytic solution
504 is poured.

Initial setting

[0110] In the winder 500, the electrolytic solution 504
is poured into the vessel 502 in an initial setting. Other
operations in the initial setting are the same as the op-
erations of the winder 400 shown in FIG. 11.

Formation of a first winding product

[0111] A first winding product is formed in the same
manner as in the winder 400 shown in FIG. 11.

Housing of a first winding product

[0112] A first winding product 109 is housed in the ves-
sel 502. The whole first winding product 109 housed in

the vessel 502 is immersed in the electrolytic solution
504 contained in the vessel 502. The other operations of
the winder 500 are the same as the operations of the
winder 400 shown in FIG. 11.

Formation of a second winding product

[0113] A second winding product is formed in the same
manner as in the winder 400 shown in FIG. 11.

Housing of a second winding product

[0114] The second winding product 109 is housed in
the vessel 502. The whole second winding product 109
housed in the vessel 502 is immersed in the electrolytic
solution 504 contained in the vessel 502. The other op-
erations of the winder 500 are the same as the operations
of the winder 400 shown in FIG. 11.

Formation and housing of a plurality of winding products

[0115] A plurality of winding products 109 are housed
in the vessel 502 by repeating the aforementioned "For-
mation of a second winding product" and "Housing of a
second winding product" more than once. The whole plu-
rality of winding products 109 housed in the vessel 502
are immersed in the electrolytic solution 504. The other
operations of the winder 500 are the same as the oper-
ations of the winder 400 shown in FIG. 11.

Storage of a plurality of winding products

[0116] A plurality of vacuum pumps 302 of a vacuum
device 301 are stopped to close a plurality of stop valves
312. A plurality of air inflow valves 310 are opened to
make the pressure inside the chamber 14 atmospheric
pressure. The inside of the conveying route 408 is main-
tained in a vacuum state and a plurality of winding prod-
ucts 109 being housed in the rack 418 are stored in a
vacuum environment.

Extraction of a plurality of winding products

[0117] The plurality of vacuum pumps 302 of a vacuum
device 416 stop. The plurality of stop valves 312 are
closed so that air may not enter the vacuum pumps 302
of the vacuum device 416 via the pipe line 309. The plu-
rality of air inflow valves 310 of the vacuum device 416
are opened and air enters the conveying route 408 via
the air inflow valves 310. The pressure inside the con-
veying route 408 becomes atmospheric pressure. This
makes the periphery of the electrolytic solution 504 in the
vessel 502 changed to the atmospheric state from the
vacuum state. As a result, the electrolytic solution 504
naturally enters the gap between each of the separating
films and each of the electrodes. The door not shown is
opened and the vessel 502 where the plurality of winding
products 109 are being housed is taken out of the con-
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veying route 408.

Advantages of the present invention

[0118] According to the winder 500 of the present in-
vention, like the winder 400 shown in FIG. 11, there is
no need to repeat opening and closing the door 22 and
activating and stopping the vacuum pumps 302 to form
a plurality of winding products 109. This reduces man-
hours for forming the plurality of winding products 109 in
the vacuum environment. In addition, when the winding
products 109 are extracted, the pressure inside the
chamber 14 becomes atmospheric pressure. This allows
the electrolytic solution 504 to naturally enter the gap that
is in the vacuum state between each of the separating
films and each of the electrodes. As a result, the winder
500 can inject the electrolytic solution 504 into the wind-
ing products 109.
[0119] While embodiments of the present invention
have been described so far in accordance with the draw-
ings, the present invention is not limited to such embod-
iments shown in the drawings. For example, the number
of the vacuum pumps is not limited to two or four and the
number may be one, three or five or more.
[0120] In the winder 350 shown in FIG. 7, a plurality of
winding products 109 may be housed in the bag 358 with
the electrolytic solution contained therein. When the plu-
rality of winding products 109 are extracted, the pressure
inside the chamber 14 becomes atmospheric pressure.
This allows the electrolytic solution in the bag 358 to nat-
urally enter the gap that is in the vacuum state between
each of the separating films and each of the electrodes.
As a result, the winder 350 can inject the electrolytic so-
lution into the winding products 109.

INDUSTRIAL APPLICABILITY

[0121] According to the winder of the present invention,
a plurality of winding products can be conveyed to a later
process with separating films and electrodes being in
contact to each other. In the later process, to produce a
battery or a capacitor, this makes it possible to easily and
rapidly inject an electrolytic solution between each of the
separating films and each of the electrodes and thus be-
ing widely used to produce the battery or the capacitor.

DESCRIPTION OF REFERENCE NUMERALS

[0122] 10, 300, 350, 400: winder; 12: winding mecha-
nism; 14, 50 (a), 50 (b): chamber; 16: vacuum pump; 18:
opening; 20: box; 22: door; 24: window; 26: vacuum
gauge; 304, 352, 404: product case; 306: winding product
carrier

Claims

1. A winder (300, 350, 450) comprising:

a winding mechanism (12) configured to wind a
belt-shaped raw film (308) around a winding
core (108), the belt-shaped raw film (308) being
composed of a plurality of electrodes (204, 206)
and a plurality of separating films (200, 202);
a chamber (14) where the winding mechanism
(12) is housed;
further comprising:

at least one vacuum pump (16, 52, 302) to
suck air in the chamber (14); and charac-
terised by
a product case (304, 352) to house a plu-
rality of winding products (109) each formed
by winding the raw film (308) with use of the
winding mechanism (12) provided in the
chamber (14).

2. A winder (400, 500) comprising:

a winding mechanism (12) configured to wind a
belt-shaped raw film (308) around a winding
core (108), the belt-shaped raw film (308) being
composed of a plurality of electrodes (204, 206)
and a plurality of separating films (200, 202);
a chamber (14) where the winding mechanism
(12) is housed;
further comprising:

at least one vacuum pump (16, 52, 302) to
suck air in the chamber (14); and charac-
terised by
a conveying route (408) having a sealed
outer space outside the chamber (14),
wherein an inner space of the chamber (14)
leads to the outer space; and
a product case (404) provided in the con-
veying route (408) to house a plurality of
winding products (109) each formed by
winding the raw film (308) with use of the
winding mechanism (12).

3. The winder (300, 350, 400, 450, 500) according to
claim 1 or claim 2, further comprising a winding prod-
uct carrier (306) configured to feed the plurality of
winding products (109) from the winding mechanism
(12) to the product case (304, 352, 404).

4. The winder (350) according to claims 1 to 3, wherein
the product case (352) houses the plurality of wind-
ing products (109) in a bag (358) to seal the bag
(358).

5. The winder (450, 500) according to claims 1 to 3,
wherein the product case (304, 404) includes a ves-
sel (452, 502) containing an electrolytic solution
(454, 504) to immerse the plurality of winding prod-
ucts (109) to be housed.
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6. The winder (300, 350, 400, 450, 500) according to
claims 2, 3, 5, wherein the product case (304, 352,
404) houses the plurality of winding products (109).

7. A method for winding a belt-shaped raw film (308)
around a winding core (108) with use of a winding
mechanism (12), the belt-shaped raw film (308) be-
ing composed of a plurality of electrodes (204, 206)
and a plurality of separating films (200, 202),
comprising the steps of:

setting a chamber (14) where the winding mech-
anism (12) is housed at vacuum pressure by at
least one vacuum pump (16, 52, 302) to suck
air in the chamber (14);
winding the raw film (308) with use of the winding
mechanism (12) in the chamber (14) set at vac-
uum pressure; and characterized by
housing a plurality of winding products (109) in
a product case (304, 352, 404), the plurality of
winding products (109) each being formed by
winding the raw film (308) with use of the winding
mechanism (12) in the chamber (14).

8. The method according to claim 7, further comprising
the step of feeding the plurality of winding products
(109) from the winding mechanism (12) to the prod-
uct case (304, 352, 404).

9. The method according to claim 7 or claim 8, further
comprising the step of housing the plurality of wind-
ing products (109) in a bag (358) to seal the bag
(358).

10. The method according to claims 7 or 8, further com-
prising the step of immersing the plurality of winding
products (109) in an electrolytic solution (454, 504)
contained in a vessel (452, 502) where the winding
products (109) are housed.

Patentansprüche

1. Wickeleinrichtung (300, 350, 450) mit:

einem Wickelmechanismus (12), der konfigu-
riert ist, eine bandförmige Rohfolie (308) um ei-
nen Wickelkern (108) zu wickeln, wobei die
bandförmige Rohfolie (308) aus einer Vielzahl
von Elektroden (204, 206) und einer Vielzahl von
Trennfolien (200, 202) besteht;
einer Kammer (14), wo der Wickelmechanismus
(12) aufgenommen ist;
ferner mit:

mindestens einer Vakuumpumpe (16, 52,
302) zum Absaugen von Luft aus der Kam-
mer (14); und gekennzeichnet durch

ein Produktgehäuse (304, 352) zum Auf-
nehmen einer Vielzahl von Wickelproduk-
ten (109), die jeweils durch Wickeln der
Rohfolie (308) unter Verwendung des in der
Kammer (14) vorgesehenen Wickelmecha-
nismus (12) ausgebildet sind.

2. Wickeleinrichtung (400, 500) mit:

einem Wickelmechanismus (12), der konfigu-
riert ist, eine bandförmige Rohfolie (308) um ei-
nen Wickelkern (108) zu wickeln, wobei die
bandförmige Rohfolie (308) aus einer Vielzahl
von Elektroden (204, 206) und einer Vielzahl von
Trennfolien (200, 202) besteht;
einer Kammer (14), wo der Wickelmechanismus
(12) aufgenommen ist;
ferner mit:

mindestens einer Vakuumpumpe (16, 52,
302) zum Absaugen von Luft aus der Kam-
mer (14); und gekennzeichnet durch
eine Förderstrecke (408) mit einem abge-
dichteten Außenraum außerhalb der Kam-
mer (14), wobei ein Innenraum der Kammer
(14) zu dem Außenraum führt; und
ein Produktgehäuse (404), das in der För-
derstrecke (408) vorgesehen ist, um eine
Vielzahl von Wickelprodukten (109) aufzu-
nehmen, die jeweils durch Wickeln der Roh-
folie (308) unter Verwendung des Wickel-
mechanismus (12) ausgebildet sind.

3. Wickeleinrichtung (300, 350, 400, 450, 500) nach
Anspruch 1 oder Anspruch 2, ferner mit einem Wi-
ckelproduktverlader (306), der konfiguriert ist, die
Vielzahl von Wickelprodukten (109) von dem Wickel-
mechanismus (12) zu dem Produktgehäuse (304,
352, 404) zu befördern.

4. Wickeleinrichtung (350) nach Anspruch 1 bis 3, wo-
bei das Produktgehäuse (352) die Vielzahl von Wi-
ckelprodukten (109) in einem Beutel (358) aufnimmt,
um den Beutel (358) zu versiegeln.

5. Wickeleinrichtung (450, 500) nach Anspruch 1 bis
3, wobei das Produktgehäuse (304, 404) ein Gefäß
(452, 502) hat, das eine elektrolytische Lösung (454,
504) enthält, um die Vielzahl von aufzunehmenden
Wickelprodukten (109) einzutauchen.

6. Wickeleinrichtung (300, 350, 400, 450, 500) nach
Anspruch 2, 3 oder 5, wobei das Produktgehäuse
(304, 352, 404) die Vielzahl von Wickelprodukten
(109) aufnimmt.

7. Verfahren zum Wickeln einer bandförmigen Rohfolie
(308) um einen Wickelkern (108) unter Verwendung
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eines Wickelmechanismus (12), wobei die bandför-
mige Rohfolie (308) aus einer Vielzahl von Elektro-
den (204, 206) und einer Vielzahl von Trennfolien
(200, 202) besteht, mit den folgenden Schritten:

Setzen einer Kammer (14), wo der Wickelme-
chanismus (12) aufgenommen ist, auf Unter-
druck mittels mindestens einer Vakuumpumpe
(16, 52, 302) zum Absaugen von Luft aus der
Kammer (14);
Wickeln der Rohfolie (308) unter Verwendung
des Wickelmechanismus (12) in der auf Unter-
druck gesetzten Kammer (14); und gekenn-
zeichnet durch
Aufnehmen einer Vielzahl von Wickelprodukten
(109) in einem Produktgehäuse (304, 352, 404),
wobei die Vielzahl von Wickelprodukten (109)
jeweils durch Wickeln der Rohfolie (308) unter
Verwendung des Wickelmechanismus (12) in
der Kammer (14) ausgebildet sind.

8. Verfahren nach Anspruch 7, ferner mit dem Schritt
des Beförderns der Vielzahl von Wickelprodukten
(109) von dem Wickelmechanismus (12) zu dem
Produktgehäuse (304, 352, 404).

9. Verfahren nach Anspruch 7 oder Anspruch 8, ferner
mit dem Schritt des Aufnehmens der Vielzahl von
Wickelprodukten (109) in einem Beutel (358), um
den Beutel (358) zu versiegeln.

10. Verfahren nach Anspruch 7 oder 8, ferner mit dem
Schritt des Eintauchens der Vielzahl von Wickelpro-
dukten (109) in eine elektrolytischen Lösung (454,
504), die in einem Gefäß (452, 502) enthalten ist,
wo die Wickelprodukte (109) aufgenommen sind.

Revendications

1. Enrouleur (300, 350, 450) comprenant :

un mécanisme d’enroulement (12) configuré
pour enrouler un film vierge en forme de courroie
(308) autour d’une âme d’enroulement (108), le
film vierge en forme de courroie (308) étant com-
posé d’une pluralité d’électrodes (204, 206) et
d’une pluralité de films de séparation (200,
202) ;
une chambre (14) dans laquelle le mécanisme
d’enroulement (12) est logé ;
comprenant en outre :

au moins une pompe à vide (16, 52, 302)
pour aspirer l’air dans la chambre (14) ; et
caractérisé par :
un boîtier de produit (304, 352) pour loger
une pluralité de produits d’enroulement

(109) chacun formés en enroulant le film
vierge (308) à l’aide du mécanisme d’en-
roulement (12) prévu dans la chambre (14).

2. Enrouleur (400, 500) comprenant :

un mécanisme d’enroulement (12) configuré
pour enrouler un film vierge en forme de courroie
(308) autour d’une âme d’enroulement (108), le
film vierge en forme de courroie (308) étant com-
posé d’une pluralité d’électrodes (204, 206) et
d’une pluralité de films de séparation (200,
202) ;
une chambre (14) dans laquelle le mécanisme
d’enroulement (12) est logé ;
comprenant en outre :

au moins une pompe à vide (16, 52, 302)
pour aspirer l’air dans la chambre (14) ; et
caractérisé par :

une voie de transport (408) ayant un
espace externe scellé à l’extérieur de
la chambre (14), dans lequel un espace
interne de la chambre (14) mène à l’es-
pace externe ; et
un boîtier de produit (404) prévu dans
la voie de transport (408) pour loger une
pluralité de produits d’enroulement
(109) chacun formés en enroulant le
film vierge (308) à l’aide du mécanisme
d’enroulement (12).

3. Enrouleur (300, 350, 400, 450, 500) selon la reven-
dication 1 ou la revendication 2, comprenant en outre
un support de produit d’enroulement (306) configuré
pour fournir la pluralité de produits d’enroulement
(109) du mécanisme d’enroulement (12) au boîtier
de produit (304, 352, 404).

4. Enrouleur (350) selon les revendications 1 à 3, dans
lequel le boîtier de produit (352) loge la pluralité de
produits d’enroulement (109) dans un sac (358) pour
sceller le sac (358).

5. Enrouleur (450, 500) selon les revendications 1 à 3,
dans lequel le boîtier de produit (304, 404) comprend
un récipient (452, 502) contenant une solution élec-
trolytique (454, 504) pour immerger la pluralité de
produits d’enroulement (109) à loger.

6. Enrouleur (300, 350, 400, 450, 500) selon les reven-
dications 2, 3, 5, dans lequel le boîtier de produit
(304, 352, 404) loge la pluralité de produits d’enrou-
lement (109).

7. Procédé pour enrouler un film vierge en forme de
courroie (308) autour d’une âme d’enroulement
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(108) à l’aide d’un mécanisme d’enroulement (12),
le film vierge en forme de courroie (308) étant com-
posé d’une pluralité d’électrodes (204, 206) et d’une
pluralité de films de séparation (200, 202),
comprenant les étapes suivantes :

placer une chambre (14) dans laquelle le méca-
nisme d’enroulement (12) est logé, à la pression
de vide grâce à au moins une pompe à vide (16,
52, 302) pour aspirer l’air dans la chambre (14) ;
enrouler le film vierge (308) à l’aide du méca-
nisme d’enroulement (12) dans la chambre (14)
placée à la pression de vide ; et caractérisé par
l’étape suivante :

loger une pluralité de produits d’enroule-
ment (109) dans un boîtier de produit (304,
352, 404), la pluralité de produits d’enrou-
lement (109) étant chacun formés en en-
roulant le film vierge (308) à l’aide du mé-
canisme d’enroulement (12) dans la cham-
bre (14).

8. Procédé selon la revendication 7, comprenant en
outre l’étape pour fournir la pluralité de produits d’en-
roulement (109) du mécanisme d’enroulement (12)
au boîtier de produit (304, 352, 404).

9. Procédé selon la revendication 7 ou la revendication
8, comprenant en outre l’étape pour loger la pluralité
de produits d’enroulement (109) dans un sac (358)
afin de sceller le sac (358).

10. Procédé selon les revendications 7 ou 8, compre-
nant en outre l’étape pour immerger la pluralité de
produits d’enroulement (109) dans une solution élec-
trolytique (454, 504) contenue dans un récipient
(452, 502) dans lequel les produits d’enroulement
(109) sont logés.
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