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Description 

The  present  invention  relates  to  a  laminator  of 
the  type  that  cuts  a  continuous  thin  film  to  a 
predetermined  size  and  laminates  it  over  a  sub- 
strate. 

A  similar  apparatus  is  known  from  the  docu- 
ment  EP-A-0  125  584  in  which  a  method  of  sticking 
film  sheets  on  panel  surfaces  and  a  laminator  con- 
structed  to  achieve  the  sticking  operation  has  been 
disclosed.  The  known  laminator  includes  means 
which  are  movable  toward  and  away  from  the  tack- 
ing  station,  where  the  leading  end  of  the  continu- 
ous  web  of  film  is  tacked  to  the  forward  end  and 
the  panel,  and  a  cutter  mounted  on  the  block 
members.  It  further  includes  means  for  detection  of 
substrates  to  produce  a  signal  which  in  turn  ac- 
tivates  or  stops  the  operation  of  the  laminator. 

Further,  printed  circuit  boards  used  in  elec- 
tronic  equipment  such  as  a  computers  are  formed 
by  depositing  a  predetermined  pattern  of  wires  of 
conductive  materials  such  as  copper  on  one  or 
both  sides  of  an  insulating  substrate. 

Printed  circuit  boards  of  this  type  can  be  man- 
ufactured  by  the  following  process. 

First,  an  assembly  of  a  photosensitive  resin 
layer  (photoresist)  and  a  transparent  resin  layer 
(protective  film)  is  laminated  over  an  electro-con- 
ductive  layer  on  the  insulating  substrate  by  thermo- 
compression.  This  step  is  commercially  carried  out 
with  a  device  called  a  laminator.  Thereafter,  a  film 
with  a  wiring  pattern  is  superposed  on  the  assem- 
bly  and  the  photosensitive  resin  layer  is  exposed  to 
light  for  a  predetermined  period  of  time  through  the 
patterned  film  and  the  transparent  resin  film.  Sub- 
sequently,  the  transparent  resin  film  is  stripped 
with  a  peeler  and  the  exposed  photosensitive  resin 
layer  is  developed  to  form  a  mask  pattern  for 
etching.  Thereafter,  the  unwanted  areas  of  the  con- 
ductive  layer  are  etched  away  and  any  residual 
photosensitive  layer  is  removed  to  produce  a  print- 
ed  circuit  board  having  a  predetermined  wiring 
pattern. 

The  above  described  process  of  manufacturing 
a  printed  circuit  board  necessarily  involves  the  step 
of  automatically  laminating  an  assembly  of  a 
photoresist  and  a  protective  film  over  the  conduc- 
tive  layer  onto  the  insulating  substrate  by  ther- 
mocompression  with  a  laminator.  The  assembly  is 
continuously  wound  around  a  feed  roller  of  the 
laminator,  and  is  cut  by  a  length  corresponding  to 
a  dimension  of  insulative  substrate  transferred  by  a 
transferring  apparatus  so  as  to  perform  ther- 
mocompression  lamination. 

However,  during  successive  feeding  of  the  in- 
sulative  substrates,  the  assembly  may  be  con- 
sumed  and  no  assembly  is  wound  around  the  feed 
roller.  If  the  operator  does  not  notice  this,  a  great 

number  of  insulative  substrates  which  are  not  sub- 
jected  to  laminations  with  the  assembly  are  trans- 
ferred.  As  a  result,  yieldability  of  the  printed  circuit 
board  is  unduly  reduced. 

5  Therefore,  it  is  the  object  of  the  present  inven- 
tion  to  provide  a  thin  film  laminator  for  improving 
production  yieldability  in,  which  can  detect  the  sup- 
ply  of  the  thin  film. 

This  object  of  invention  can  be  achieved  by  a 
io  laminator  defined  in  claim  1.  In  such  laminator  the 

thin  film  supply  detection  device  is  disposed  at  a 
film  supply  path  for  detecting  the  film  supply, 
which  is  characterized  in  that  a  thin  film  supply 
detection  means  is  rotatable  upon  rotation  of  a  thin 

75  film  separation  roller  and  wherein  said  thin  film 
supply  detection  means  comprises:  a  rotary  disc 
formed  with  a  slit  portion  at  its  circumferential 
portion;  a  detecting  portion  for  detecting  said  slit 
portion;  and  an  encoder  for  outputting  a  signal 

20  corresponding  to  to  the  rotation  number  of  said  thin 
film  separation  roller. 

These  and  other  aspects  and  novel  features  of 
this  invention  will  become  apparent  from  the  de- 
scription  in  the  present  specification  and  accom- 

25  panying  drawings. 
An  outline  of  a  typical  embodiment  in  the 

present  invention  will  be  described. 
According  to  the  above  structure,  the  thin  film 

supply  is  precisely  detected.  If  the  thin  film  supply 
30  is  not  made,  the  operator  can  acknowledge  this, 

and  can  terminate  operation  of  the  laminator.  As  a 
result,  yieldability  is  improved. 

Fig.  1  is  a  schematic  illustration  showing  lamina- 
tor  according  to  one  embodiment  of  the  present 

35  invention; 
Fig.  2  is  a  perspective  view  showing  an  essen- 
tial  portion  of  Fig.  1;  Fig.  3  is  an  enlarged 
perspective  view  showing  an  essential  portion  of 
a  thin  film  supply  detection  means  shown  in  Fig. 

40  2; 
Fig.  4  is  an  enlarged  illustration  showing  an 
essential  portion  of  Fig.  1; 
Fig.  5  is  a  perspective  view  partially  in  cross- 
section  showing  a  main  vacuum  plate  shown  in 

45  Figs.  1  and  4; 
Fig.  6  is  a  schematic  plan  view  as  viewed  from 
arrow  VI  of  Fig.  4; 
Fig.  7  is  a  cross-sectional  view  showing  an 
essential  portion  taken  along  the  line  VII-VII  in 

50  Fig.  6; 
Figs.  8  through  10  are  enlarged  illustrations 
showing  essential  portion  of  Fig.  1  in  each  steps 
of  thermo-compression  lamination  method. 

55 
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DETAILED  DESCRIPTION  OF  THE  PREFERRED 
EMBODIMENTS 

Embodiments  of  the  present  invention  applied 
to  a  laminator  for  thermocompression  laminating  an 
assembly  of  a  photosensitive  resin  layer  and  a 
transparent  resin  film  onto  a  printed  circuit  board 
are  hereinafter  described  specifically  with  reference 
to  the  accompanying  drawings. 

In  the  accompanying  drawings,  intended  for 
illustrating  the  embodiment,  components  that 
achieve  the  same  function  are  identified  by  the 
same  numerals  and  redundant  explanation  of  such 
components  will  be  omitted. 

A  laminator  according  to  a  first  embodiment  of 
the  present  invention  is  shown  (schematically)  in 
Fig.  1. 

As  shown  in  Fig.  1,  an  assembly  1  of  three 
layers,  i.e.,  a  first  transparent  resin  film,  a  pho- 
tosensitive  resin  layer,  and  a  second  transparent 
resin  film,  is  continuously  wound  around  a  feed 
roller  2  by  which  the  assembly  1  is  separated  by  a 
separation  roller  3  into  the  first  transparent  resin 
film  (protective  film)  1A  and  an  assembly  1B  com- 
posed  of  a  photosensitive  resin  layer  with  its  adhe- 
sive  surface  exposed  and  the  second  transparent 
resin  film.  The  transparent  resin  film  1A  is  wound 
onto  a  takeup  roller  4. 

The  feed  roller  2  has  a  shaft  portion  2A  en- 
gaged  with  an  arcuate  recess  5A,  and  is  supported 
by  a  roller  support  member  5  as  shown  in  Fig.  2 
(perspective  view  showing  an  essential  portion). 
The  roller  support  member  5  is  fixed  to  an  outside 
portion  of  a  cover  frame  of  a  laminator  body  7  by 
means  of  a  connection  member  such  as  a  screw 
(or  adhesive  agent). 

The  take  up  roller  4  has  a  shaft  portion  4A 
engaged  with  a  U-shaped  recessed  portion  6A,  and 
is  supported  by  a  roller  supporting  member  6.  The 
roller  supporting  member  6  is  fixed  to  the  outer 
side  of  the  cover  frame  of  the  laminator  body  7  in  a 
manner  similar  to  the  roller  support  member  5. 

The  roller  support  member  5  is  formed  with  an 
arcuate  recessed  portion  5B  as  a  temporary  install- 
ing  place  of  the  feed  roller  2  at  a  leftward  position 
(a  position  adjacent  to  an  operator).  On  the  other 
hand,  the  roller  support  member  6  is  formed  with 
arcuate  recessed  portions  6B  and  6C  as  temporary 
installing  places  for  the  take  up  roller  4  at  a  right- 
ward  position  (a  position  far  away  from  the  oper- 
ator). 

These  arcuate  recesses  5B,  6B  and  6C  in  the 
roller  support  members  5  and  6  are  so  employed 
as  temporary  installing  places.  In  case  the  assem- 
bly  1  is  used  up  and  the  feed  roller  2  is  replaced 
by  a  new  one,  the  shaft  portion  4A  of  the  take-up 
roller  4  is  disengaged  from  the  U-shaped  recess 
6A  and  is  engaged  with  one  of  the  recesses  6A 

and  6C  those  being  the  temporary  installing  places. 
With  the  state  being  maintained,  the  shaft  portion 
2A  of  the  feed  roller  2  is  disengaged  with  the 
arcuate  recessed  portion  5A  and  is  engaged  with 

5  the  arcuate  recess  5B  which  functions  as  the  tem- 
porary  installing  spot.  Thereafter,  the  roller  2  is 
removed  from  the  roller  supporting  member  5. 
Then,  a  new  feed  roller  2  is  provisionally  engaged 
with  the  circular  recessed  portion  5B,  and  there- 

io  after,  the  shaft  portion  2A  of  the  feed  roller  2  is 
engaged  with  the  circular  recess  5A.  Then,  the 
shaft  portion  4A  of  the  take-up  roller  4  engaged 
with  one  of  the  circular  recessed  portions  6B  and 
6C  is  shifted  to  allow  engagement  with  the  U- 

15  shaped  recessed  portion  6A. 
The  roller  support  member  5  is  provided  with 

the  circular  recessed  portion  5B  as  the  temporary 
installing  spot,  and  the  roller  support  member  6  is 
formed  with  circular  recessed  portions  6B  and  6C 

20  as  the  temporary  installing  spots.  Therefore,  it  is 
unnecessary  to  completely  disassemble  the  feed 
roller  2  and  the  take-up  roller  4  those  having  heavy 
weights  from  the  laminator  body.  Rather,  these 
rollers  are  only  displaced  by  short  distance,  yet 

25  performing  attachment  and  detachment  of  the  roll- 
ers.  In  other  words,  workability  is  enhanced,  and 
working  safety  can  be  improved  when  using  the 
laminator. 

At  one  end  portion  of  the  separation  roller  3,  a 
30  thin  film  supply  detection  device  8  is  provided  as 

shown  in  Figs.  2  and  3  (enlarged  perspective  view 
showing  an  essential  portion).  The  thin  film  separa- 
tion  roller  3  is  located  at  a  supply  path  of  the 
assembly  1,  and  the  thin  film  supply  detection 

35  device  8  is  disposed  in  a  supply  path  of  the  as- 
semblies  1A  and  1B  (a  path  bridging  between  the 
feed  roller  2  and  the  substrate).  The  thin  film  sup- 
ply  detection  means  8  is  rotated  in  a  direction 
shown  by  an  arrow  A  by  the  rotation  of  the  thin  film 

40  separation  roller  3,  and  includes  an  encoder  com- 
prising  a  rotary  disc  plate  8B  whose  circumferential 
portion  is  formed  with  slit  portions  8A  and  a  detect- 
ing  portion  8C  for  detecting  the  slit  portion  8A.  That 
is,  the  thin  film  supply  detection  means  8  is  con- 

45  structed  to  generate  an  output  signal  in  response  to 
a  rotation  number  of  the  thin  film  separation  roller 
3.  The  rotary  disc  8B  is  formed  of,  for  example, 
resin  material,  light  metal,  alloy,  etc.  The  detecting 
portion  8C  is  so  constructed  as  to  detect  the  slit 

50  portion  8A  by  means  of  light,  ultrasonic  wave,  etc. 
The  thin  film  supply  detection  means  8  is  disposed 
in  the  cover  frame  of  the  laminator  body  7  at  a 
position  offset  from  the  supply  path  of  the  assem- 
blies  1  and  1B  so  as  not  to  interfere  with  the 

55  passing  thereof. 
By  disposing  the  thin  film  supply  detection 

means  8  at  the  supply  path  of  the  assemblies  1 
and  1B,  the  supply  of  the  assembly  1  and  1B  is 

3 



5 EP  0  264  680  B1 6 

detected  at  the  supply  phase  thereof.  That  is,  the 
thin  film  supply  detection  means  8  detect  the  sup- 
plying  conditions  when  the  assembly  1  or  1B  is 
supplied  at  temporary  thermocompression  opera- 
tion,  thermo-compression  lamination  operation,  cut- 
ting  operation  of  the  assembly  1  B,  etc.  If  the  sup- 
ply  of  the  assembly  1  or  1  B  is  not  precisely  carried 
out,  an  output  signal  from  the  detection  portion  8C 
operates  an  alarming  device  (not  shown),  so  that 
the  operator  can  notice  the  operation  accident. 
Further,  the  laminating  operation  is  automatically 
terminated.  That  is,  the  laminator  can  improve  yiel- 
dability  for  producing  printed  circuit  board. 

Incidentally,  the  thin  film  supply  detection 
means  8  can  be  placed  at  any  location  in  the 
supply  path  of  the  assembly  1  and  1  B..  However, 
it  is  advantageous  that  the  detection  means  8  is 
placed  on  the  thin  film  separation  roller  3.  That  is, 
the  thin  film  separation  roller  does  not  necessarily 
provide  complicated  structure,  and  the  roller  3 
does  not  require  any  movement  other  than  rotation. 
Therefore,  the  thin  film  supply  detection  means  8 
can  be  easily  disposed  on  the  roller  3. 

The  leading  edge  of  the  assembly  1  B  that  has 
been  separated  from  the  protective  film  1A  by  the 
separation  roller  3  will  pass  on  a  tension  roller  9  to 
be  sucked  onto  a  main  vacuum  plate  10. 

The  tension  roller  9  is  so  designed  that  it  will 
impart  an  appropriate  amount  of  tension  to  the 
assembly  1  B  as  it  is  supplied  from  the  feed  roller  2 
to  the  main  vacuum  plate  10.  In  other  words,  the 
tension  roller  9  serves  to  keep  the  assembly  1B 
taut  without  developing  any  surface  defects  such 
as  wrinkles. 

The  main  vacuum  plate  (film  supply  member) 
10  is  so  designed  that  it  allows  the  assembly  1B  to 
be  supplied  from  the  feed  roller  2  onto  an  electro- 
conductive  layer  (for  example  copper  layer)  on  the 
surface  of  an  insulating  substrate  11.  The  main 
vacuum  plate  10  is  supported  by  a  support  mem- 
ber  12  that  is  movable  toward  or  away  from  the 
insulating  substrate  11  (viz.,  the  support  member 
12  moves  in  the  direction  indicated  by  arrow  B  as 
shown  in  Figs.  1  and  4  (enlarged  view  showing  an 
essential  portion).  The  support  member  12  is  dis- 
posed  in  the  laminator  body  7  (housing  of  the 
laminator  body)  so  as  to  allow  the  guide  member 
7A  to  be  slidable  in  a  direction  shown  by  an  arrow 
B.  A  pair  of  the  support  members  12  are  provided, 
each  one  of  the  members  being  disposed  at  upper 
and  lower  sides  with  respect  to  the  travelling  path 
of  the  insulating  substrate  1  1  .  The  upper  and  lower 
supporting  members  12  are  together  moved  by  a 
rack  and  pinion  mechanism,  so  that  the  members 
12  are  moved  simultaneously  (toward  and  away 
from  each  other).  That  is,  the  upper  and  lower 
supporting  members  12  are  respectively  provided 
with  a  rack  12A  and  a  pinion  12B  engaged  with  the 

rack  12A.  The  supporting  members  12  are  op- 
erated  by  a  drive  source  12C  disposed  to  the  lower 
supporting  member  12.  The  drive  source  12C  may 
be,  for  example,  a  pneumatic  cylinder.  Further,  the 

5  drive  source  12C  can  be  provided  by  a  hydraulic 
cylinder,  an  electro-magnetic  cylinder,  or  a  step 
motor  and  a  power  transmission  mechanism  which 
transmits  displacement  of  the  cylinder  or  motor. 

The  main  vacuum  plate  10  is  disposed  on  the 
io  support  member  12  so  as  to  move  toward  and 

away  from  the  insulation  substrate  11  (in  a  direc- 
tion  shown  by  an  arrow  C).  The  main  vacuum  plate 
10  is  operated  by  a  drive  source  12D  disposed  to 
the  support  member  12  and  a  rack  and  pinion 

is  mechanism.  The  rack  and  pinion  mechanism  in- 
cludes  a  pinion  12E  disposed  to  the  drive  source 
12D,  a  rack  12F  disposed  to  the  support  member 
12,  and  the  rack  10A  disposed  to  the  main  vacuum 
plate  10.  The  drive  source  12D  would  be  similar  to 

20  the  drive  source  12C. 
The  main  vacuum  plate  10  shown  in  Fig.  5  (a 

perspective  view  of  a  partial  section  of  the  main 
vacuum  plate  10)  is  provided  with  a  plurality  of 
grooves  10B  that  extend  transversally  in  a  direction 

25  generally  orthogonal  to  the  direction  of  supply  of 
the  assembly  1B  and  which  are  arranged  in  the 
direction  in  which  the  assembly  1B  is  conveyed. 
The  length  of  each  groove  10B  as  measured  in  the 
direction  transversal  to  the  direction  in  which  the 

30  assembly  1B  is  supplied  is  generally  the  same  as 
the  dimension  of  the  assembly  1  B  as  measured  in 
that  transversal  direction,  so  that  the  assembly  1B 
will  cover  each  groove  10B.  The  bottom  of  each 
groove  10B  is  provided  with  a  plurality  of  suction 

35  holes  10C  by  way  of  which  the  assembly  1B  is  to 
be  sucked  onto  the  main  vacuum  plate  10.  Al- 
though  not  shown,  each  suction  hole  10C  is  con- 
nected  through  an  exhaust  pipe  to  a  vacuum 
source  such  as  a  vacuum  pump.  The  suction  op- 

40  eration  of  the  main  vacuum  plate  10  and  the  suc- 
tion  operation  of  a  temporary  bonding  portion  10E 
are  controlled  independently.  Both  ends  10D  of 
each  groove  10B  are  tapered  from  the  margin  of 
the  main  vacuum  plate  10  toward  its  center.  The 

45  tapered  ends  10D  are  so  designed  that  the  ends  of 
the  assembly  1B  will  be  positioned  in  registry 
therewith  when  it  is  sucked  onto  the  main  vacuum 
plate  10. 

The  tapered  ends  10D  serve  the  following  two 
50  purposes;  first,  they  provide  enhanced  sucking  of 

the  assembly  1B  by  ensuring  a  maximum  area  in 
which  it  is  sucked  into  grooves  10B;  secondly,  any 
small  offset  in  the  position  on  which  the  assembly 
1B  is  sucked  in  the  grooves  10B  can  be  absorbed 

55  by  the  tapered  ends  10D  which  provide  sufficient 
air  drag  to  prevent  the  margins  of  the  assembly  1  B 
from  becoming  slipped  out  of  engagement  with 
said  tapered  ends  and  thereby  permit  the  assem- 

4 
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bly  1B  to  be  sucked  in  the  grooves  1  0B  in  a  more 
reliable  manner. 

The  downstream  end  of  the  main  vacuum  plate 
10  as  seen  in  the  direction  in  which  the  assembly 
1B  is  supplied  is  provided  with  a  temporary 
thermo-compression  bonding  portion  10E  that  has 
an  arc-shaped  surface  to  which  the  assembly  1  B  is 
to  be  sucked.  This  bonding  portion  10E  is  formed 
as  an  integral  part  of  the  main  vacuum  plate  10.  As 
shown  in  Figs.  1  and  4,  a  heater  10F  is  provided  in 
the  interior  of  the  bonding  portion  10E  as  a  means 
for  heating  its  arc-shaped  portion.  The  bonding 
portion  10E  is  so  constructed  that  by  this  area  the 
leading  edge  of  the  assembly  1B  being  supplied 
on  the  main  vacuum  plate  10  is  bonded  temporarily 
to  the  substrate  1  1  (with  eat  and  pressure). 

The  main  vacuum  plate  10  and  temporary 
bonding  portion  10E  may  be  formed  as  separate 
members  which  are  individually  mounted  on  the 
support  member  12. 

A  sub-vacuum  plate  13  (thin  film  retaining 
member)  is  provided  in  a  area  near  the  temporary 
bonding  portion  10E,  namely  in  the  vicinity  of  the 
pathway  of  supply  of  assembly  1B  between  the 
bonding  portion  10E  and  the  substrate  11.  Although 
not  shown,  the  sub-vacuum  plate  13  is  also  pro- 
vided  with  suction  holes  and  it  is  composed  of  an 
upper  sucking  portion  13a  and  a  lower  sucking 
portion  13b  to  provide  a  U-shaped  form  as  shown 
in  Fig.  4  (the  U-shaped  portion  is  positioned  at  a 
cutting  position  of  the  assembly  1B).  The  upper 
sucking  portion  13a  of  the  sub-vacuum  plate  13 
chiefly  serves  to  have  the  leading  edge  of  the 
assembly  1B  sucked  so  that  it  is  sucked  (and 
retained)  on  the  temporary  bonding  portion  10E.  In 
order  to  enable  the  leading  edge  of  the  assembly 
1B  to  be  sucked  onto  the  bonding  portion  10E,  the 
sub-vacuum  plate  13  is  mounted  on  the  support 
member  12  and  operated  with  a  drive  source  13A 
which  may  be  in  the  form  of  an  air  cylinder  that  is 
movable  toward  or  away  from  the  pathway  of  the 
supply  of  assembly  1B  (i.e.,  moved  in  the  direction 
of  arrow  D). 

The  lower  sucking  portion  13b  of  the  sub- 
vacuum  plate  13  is  so  constructed  that  after  a 
continuous  form  of  assembly  1  B  has  been  cut  with 
a  cutting  unit  14,  the  resulting  segment  of  assem- 
bly  is  sucked  at  its  trailing  edge  and  retained  within 
the  pathway  of  the  supply  of  assembly  1B.  This 
lower  sucking  portion  13b  is  also  constructed  in 
such  a  way  that  after  the  start  of  thermocompres- 
sion  lamination,  as  shown  in  Fig.  4,  a  slack  will 
form  in  that  portion  of  the  assembly  1B  which  is 
situated  between  13b  and  a  rotary  vacuum  plate  15 
(namely,  a  slack  assembly  1B'  can  be  formed  by 
supplying  the  assembly  1B  on  the  main  vacuum 
plate  10  at  a  speed  that  is  so  controlled  as  to  be 
faster  than  the  peripheral  speed  of  a  thermocom- 

pression  roller  16  (viz.,  the  speed  of  thermo-com- 
pression  lamination).  Although  not  shown,  the 
speed  at  which  the  assembly  is  supplied  on  the 
main  vacuum  plate  10  and  the  peripheral  speed  of 

5  the  roller  16  are  controlled  by  a  sequence  control 
circuit. 

As  in  the  case  of  drive  source  12C,  the  drive 
source  13A  for  sub-vacuum  plate  13  may  be  in  the 
form  of  a  hydraulic  cylinder  or  the  like  in  place  of 

io  an  air  cylinder. 
The  cutter  unit  14  is  provided  in  the  laminator 

body  7  in  an  area  near  the  pathway  of  the  assem- 
bly  1B  passing  between  the  temporary  bonding 
portion  10E  and  the  insulating  substrate  11  (in  fact, 

is  between  the  temporary  bonding  station  10E  and 
the  rotary  vacuum  plate  15).  Stated  more  specifi- 
cally,  the  cutter  unit  14  is  disposed  to  face  the  sub- 
vacuum  plate  13  with  the  trailing  end  of  the  assem- 
bly  1B  being  brought  into  a  cutting  position.  The 

20  cutter  unit  14  is  disposed  at  the  side  of  a  front 
stage  transferring  device  17  which  transfers  the 
insulating  substrate  11  (alternatively,  the  unit  14  is 
disposed  on  the  device  17).  The  cutter  unit  14  is  so 
constructed  that  the  assembly  1  B  which  is  continu- 

25  ously  supplied  on  the  main  vacuum  plate  10  is  cut 
to  a  predetermined  length  in  accordance  with  the 
dimensions  of  the  substrate  1  1  . 

The  construction  of  the  cutter  unit  14  is  specifi- 
cally  shown  in  Fig.  6  which  is  a  schematic  plan 

30  view  of  this  cutter  unit  looking  in  the  direction  of 
arrow  VI  in  Fig.  4,  and  in  Fig.  7  which  shows  a 
section  of  the  cutter  unit  as  taken  on  line  VII-VII  in 
Fig.  6. 

As  is  apparent  from  Figs.  6  and  7,  the  cutter 
35  unit  14  is  chiefly  composed  of  a  guide  member 

14A,  a  moving  member  14B  and  a  disk-shaped 
cutter  14C. 

The  guide  member  14A  extends  transversal  to 
the  direction  in  which  the  assembly  1B  is  supplied 

40  and  both  ends  (or  one  end)  of  the  member  14A  are 
secured  to  the  laminator  body  7  by  such  fastening 
means  as  screws,  bolts,  nuts  and  adhesives.  In 
order  to  ensure  correct  movement  of  the  moving 
member  14B,  in  the  direction  transversal  to  that  of 

45  the  supply  of  assembly  1B  (i.e.,  the  direction  of  an 
arrow  E  in  Fig.  6),  the  guide  member  14A  is 
provided  with  recesses  (or  projections)  14a  that 
engage  correspondingly  shaped  projections  (or  re- 
cesses)  14b  formed  on  the  moving  member  14B. 

50  The  moving  member  14B  is  so  constructed 
that  it.  will  slide  along  the  guide  member  14A  in  a 
direction  shown  by  an  arrow  E.  This  moving  mem- 
ber  14B  is  connected  to  a  slider  14E  that  will  move 
in  the  direction  of  arrow  E'  within  a  hollow  tube  14D 

55  that  extends  along  the  guide  member  14A  and 
which  is  supported  at  both  ends  to  the  laminator 
body  7.  Movement  of  the  slider  14E  is  effected  by 
blowing  a  fluid  such  as  air  into  the  hollow  tube  14D 
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(or  drawing  such  a  fluid  from  the  tube),  through 
either  end  thereof.  In  other  words,  the  slider  14E 
will  be  moved  from  left  to  right  in  Fig.  6  when  a 
fluid  is  blown  into  the  hollow  tube  14D  from  its  left 
side,  and  will  be  moved  in  opposite  direction  when 
the  fluid  is  blown  from  the  right  side.  The  slider 
14E  is  so  designed  as  to  displace  the  moving 
member  14B.  In  place  of  air,  a  gas  such  as  an  inert 
gas  or  a  liquid  such  as  water  or  oil  may  be  blown 
into  the  hollow  tube  14D.  Alternative  means  for 
effecting  displacement  of  the  moving  member  14B 
include  air  cylinder,  a  hydraulic  cylinder  and  a 
motor. 

The  disk-shaped  cutter  14C  is  rotated  as  the 
moving  member  14B  is  displaced  and  at  least  its 
periphery  is  provided  with  a  blade  for  cutting  the 
assembly  1B.  The  force  to  rotate  the  disk-shaped 
cutter  14C  is  imparted  by  the  combination  of  a 
pinion  14G  on  an  axis  14F  and  a  gear  wheel  141  on 
an  axis  14H  that  meshes  with  a  rack  14J.  One  or 
both  ends  of  the  rack  14J  are  secured  to  the 
laminator  body  7.  The  engagement  between  the 
rack  14J  and  the  gear  wheel  141  is  stabilized  by 
means  of  a  retainer  roller  14L  that  is  mounted  on 
the  moving  member  10B. 

The  disk-shaped  cutter  14C  is  made  of  a  me- 
tallic  material  such  as  a  high-speed  tool  steel  and 
at  least  the  surface  of  the  blade  is  coated  with 
polytetrafluoroethylene.  Polytetrafluoroethylene  is 
highly  inert  to  chemicals  and  has  superior  heat 
stability;  in  addition,  this  resin  has  a  small  coeffi- 
cient  of  friction  and  will  not  readily  adhere  to  other 
materials.  In  laminators,  repeated  cutting  of  the 
assembly  1B  will  produce  shavings  that  are  com- 
posed  of  tiny  particles  and  which  contain  various 
chemicals.  If  such  shavings  adhere  to  the  blade  of 
the  disk-shaped  cutter  14C,  its  cutting  performance 
will  be  easily  deteriorated.  This  problem  can  be 
effectively  solved  by  coating  a  film  of  poly- 
tetrafluoroethylene  on  the  blade  surface. 

The  moving  member  14B  in  the  neighbourhood 
of  the  disk-shaped  cutter  14C  is  provided  with  a 
protective  cover  14K  over  the  cutter  14C  that  is 
chiefly  intended  to  ensure  utmost  safety  for  the 
operating  personnel. 

The  cutting  unit  14  described  above  is  so  con- 
structed  that  in  response  to  the  sliding  of  the 
moving  member  14B  along  the  guide  member  14A 
in  one  direction,  the  disk-shaped  cutter  14C  is 
rotated  to  cut  the  assembly  1B  to  a  size  that 
corresponds  to  the  length  of  the  insulating  sub- 
strate  11.  The  assembly  1B  can  be  cut  by  moving 
the  disk-shaped  cutter  14C  in  one  direction  and 
this  enables  rapid  cutting  of  the  assembly  1  B. 

In  the  above-described  laminator,  the  main 
vacuum  plate  10  and  the  sub-vacuum  plate  13  are 
mounted  on  the  laminator  body  7  via  the  support 
member  12  that  is  movable  toward  or  away  from 

the  substrate  11,  and  the  cutting  unit  14  for  cutting 
the  assembly  1B  is  secured  to  the  laminator  body 
7  in  an  area  near  the  pathway  of  supply  of  the 
assembly  1B  between  the  temporary  bonding  por- 

5  tion  10E  and  the  substrate  11.  This  arrangement  is 
effective  in  reducing  the  weight  of  the  members  12 
and  thereby  allowing  the  member  12  to  be  driven 
with  the  drive  source  12C  that  may  have  a  small 
driving  capability  (or  capacity). 

io  The  above-described  arrangement  is  also  ef- 
fective  in  reducing  the  numbers  of  mechanical 
parts  that  have  to  be  supported  by  the  support 
member  12  and  thereby  simplifying  the  layout  of 
the  support  member  12  and  associated  compo- 

15  nents  thereof  so  as  to  reduce  the  overall  size  of  the 
laminator. 

The  reduction  in  the  size  of  drive  source  12C 
and  other  components  offers  the  additional  advan- 
tage  of  decreasing  the  production  cost  of  the 

20  laminator. 
The  cutting  unit  14  which  achieves  its  function 

by  moving  the  disk-shaped  cutter  14C  may  be  in 
the  form  of  a  beam  cutter  that  employs  an  appro- 
priate  means  such  as  ultrasonic  waves  or  a  laser 

25  beam.  Alternatively,  the  cutting  unit  14  may  be  in 
the  form  of  a  cutter,  such  as  a  guillotine  cutter,  a 
band-shaped  cutter,  a  wire-shaped  cutter  (which 
may  or  may  not  be  heated)  or  knife-shaped  cutter, 
that  has  a  blade  extending  transversely  to  the 

30  direction  of  supply  of  the  assembly  1B  and  which 
is  generally  equal  to  or  larger  than  the  transversal 
dimension  of  the  assembly  1  B.  Whichever  type  of 
cutter  may  be  chosen,  the  cutting  unit  14  is  ca- 
pable  of  cutting  through  the  desired  area  of  the 

35  assembly  in  a  single  action. 
The  assembly  1B  whose  leading  edge  has 

been  temporarily  bonded  (thermo-compression 
bonded)  to  the  conductive  layer  on  the  insulating 
substrate  11  by  means  of  the  temporary  bonding 

40  portion  10E  of  the  main  vacuum  plate  10  is  subse- 
quently  laminated  over  the  substrate  by  thermo- 
compression  with  the  roller  16.  When  the  leading 
edge  of  the  assembly  1B  is  being  bonded  tem- 
porarily  to  the  conductive  layer  by  means  of  the 

45  temporary  bonding  portion  10E,  the  thermo-com- 
pression  roller  16  is  rotating  on  the  position  in- 
dicated  by  the  dashed  line  16'  in  Fig.  1.  Thereafter, 
the  roller  16  is  so  constructed  that  it  will  not  come 
in  contact  with  the  bonding  portion  10E  during  the 

50  temporary  bonding  operation.  After  the  temporary 
bonding  operation,  the  roller  16  will  be  shifted  from 
the  position  indicated  by  the  dashed  line  16'  to  the 
position  indicated  by  the  solid  line,  or  where  the 
insulating  substrate  11  carrying  the  assembly  1B 

55  on  both  sides  is  held  between  upper  and  lower 
thermo-compression  rollers  16.  The  rollers  16  will 
then  be  rotated  in  the  direction  indicated  by  arrow 
F  in  Fig.  4,  such  that  they  will  convey  the  insulating 
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substrate  11  as  the  assembly  1B  is  thermo-com- 
pression  laminated  over  the  conductive  layer  on 
the  substrate.  As  long  as  the  step  of  thermo-com- 
pression  lamination  is  being  carried  out,  the  mode 
of  sucking  the  assembly  1  B  onto  the  main  vacuum 
plate  10  or  sub-vacuum  plate  13  is  turned  off,  and 
the  assembly  1  B  is  automatically  supplied  from  the 
feed  roller  2  by  the  rotating  force  of  the  rollers  16 
and  the  retaining  force  provided  by  these  rollers 
and  the  substrate  1  1  . 

The  trailing  edge  of  the  assembly  1  B  that  has 
been  cut  with  the  cutting  unit  14  will  be  guided  by 
a  triangular  rotary  vacuum  plate  15  such  that  it  will 
not  develop  any  wrinkles  or  other  surface  defects 
and  that  it  will  be  correctly  thermocompression 
laminated  with  the  rollers  16.  The  rotary  vacuum 
plate  15  is  rotatably  supported  on  the  shaft  of  each 
thermo-compression  roller  16  and  a  plurality  of 
suction  holes  15A  are  provided  in  the  sucking 
surface  of  the  plate  15  which  is  in  confrontation 
with  the  assembly  1B.  The  sucking  surface  pro- 
vided  with  the  suction  holes  15a  is  constructed  in 
the  same  manner  as  the  sucking  surface  of  the 
main  vacuum  plate  10  shown  in  Fig.  5.  Although 
not  shown,  suction  holes  may  also  be  provided  in 
the  top  surface  of  the  rotary  vacuum  plate  15  and 
this  layout  has  the  advantage  of  providing  a  slack 
assembly  1B'  of  the  shape  shown  in  Fig.  4. 

The  substrate  1  1  is  conveyed  to  the  temporary 
bonding  position  of  the  laminator  by  means  of  the 
frontstage  conveyor  17  that  is  composed  of  lower 
transport  rollers  (lower  stage)  17A  and  upper  trans- 
port  rollers  (upper  stage)  17B.  After  the  assembly 
1B  has  been  laminated  over  the  substrate  11  by 
means  of  rollers  16  in  the  laminator,  the  substrate 
will  be  conveyed  to  an  exposure  unit  for  producing 
a  patterned  wiring  with  a  rear-stage  conveyor  18 
that  is  composed  of  (lower)  transport  rollers  18A 
and  (upper)  transport  rollers  18B. 

A  thin  film  adjusting  unit  19  is  provided  as 
shown  in  Figs.  1  and  4  on  the  laminator  body  7  (or 
frontstage  conveyor  17  or  support  member  12)  in 
an  area  near  the  pathway  (of  thin  film  supply),  or 
the  pathway  of  the  movement  of  the  temporary 
bonding  position  10E  of  the  main  vacuum  plate  10. 
The  adjusting  unit  19  is  so  constructed  that  it  will 
adjust  the  leading  edge  of  the  assembly  1  B  to  be 
supplied  in  a  direction  in  which  it  will  come  into 
intimate  contact  with  the  temporary  bonding  portion 
10E.  The  adjuster  19  is  composed  of  a  fluid  con- 
veying  pipe  19A  that  extends  transversely  to  the 
direction  in  which  the  assembly  1B  is  supplied  and 
a  plurality  of  fluid  blowing  holes  19B  made  in  this 
pipe  19A. 

The  fluid  conveying  pipe  19A  has  a  hollow 
interior  and  will  permit  the  passage  of  a  fluid  there- 
through  at  a  pressure  higher  than  atmospheric 
pressure.  In  the  embodiment  under  discussion,  the 

fluid  conveying  pipe  19A  is  shown  to  have  a  gen- 
erally  circular  cross-section  but  the  crosssectional 
shape  of  this  pipe  is  not  limited  to  a  circle  and  may 
be  rectangular  or  elliptical. 

5  The  fluid  blowing  holes  19B  are  disposed  in 
such  a  manner  that  a  fluid  will  be  blown  against  the 
assembly  1B  in  a  direction  that  ensures  proper 
adjustment  of  the  assembly  1B  (i.e.,  in  the  direction 
of  arrow  G  in  Fig.  4). 

io  Air  is  typically  used  as  a  fluid  in  the  film 
adjuster  19.  Alternatively,  gases  such  as  inert  gas- 
es  or  liquids  such  as  water  and  oil  may  be  used  as 
fluids. 

As  described  above,  in  the  laminator,  the  thin 
is  film  adjusting  unit  19  which  adjusts  the  leading 

edge  of  the  assembly  1B  to  be  supplied  in  a 
direction  in  which  it  is  brought  into  intimate  contact 
with  the  temporary  bonding  portion  10E  is  mounted 
in  the  laminator  body  7  (or  support  member  12  or 

20  front-stage  conveyor  17)  in  an  area  near  the  path- 
way  of  the  movement  of  the  bonding  portion  10E. 
This  arrangement  assures  the  leading  edge  of  the 
assembly  1B  to  be  brought  into  intimate  contact 
with  the  bonding  portion  10E  so  that  said  leading 

25  edge  can  be  temporarily  thermo-compression  bon- 
ded  onto  the  conductive  layer  on  the  insulating 
substrate  1  1  in  a  reliable  manner. 

As  shown  in  Figs.  1  and  4,  a  thin  film  projec- 
ting  unit  20  is  mounted  in  the  laminator  body  7  (or 

30  front-stage  conveyor  17  or  support  member  12)  in 
an  area  near  the  assembly  1B  (or  1B')  that  is 
supplied  between  the  lower  sucking  portion  13b  of 
the  sub-vacuum  plate  13  and  the  rotary  vacuum 
plate  15.  This  projecting  unit  20  is  so  constructed 

35  that  it  will  form  the  slack  assembly  1  B'  in  a  direc- 
tion  in  which  it  will  be  brought  into  intimate  contact 
with  the  thermo-compression  roller  16.  The  unit  20 
is  composed  of  a  fluid  conveying  pipe  20A  extend- 
ing  transversely  to  the  direction  in  which  the  as- 

40  sembly  1B  is  supplied  and  a  plurality  of  fluid  blow- 
ing  holes  20B  made  in  this  pipe  20A. 

The  fluid  conveying  pipe  20A  has  a  hollow 
interior  and  will  permit  the  passage  of  a  fluid  there- 
through  at  a  pressure  higher  than  atmospheric 

45  pressure.  The  fluid  conveying  pipe  20A  is  shown  to 
have  a  generally  circular  cross-section  but  the 
cross-sectional  shape  of  this  pipe  is  not  limited  to  a 
circle  and  may  be  rectangular  or  elliptical. 

The  fluid  blowing  holes  20B  are  disposed  in 
50  such  a  manner  that  a  fluid  will  be  blown  against  the 

assembly  1B'  in  a  direction  in  which  its  slack  will 
protrude  in  the  way  already  described  above  (i.e., 
in  the  direction  of  an  arrow  H  in  Fig.  4). 

As  in  the  case  of  thin  film  adjusting  unit  19,  air 
55  is  typically  used  as  a  fluid  in  the  film  projecting  unit 

20.  Alternatively,  gases  such  as  inert  gases  or 
liquids  such  as  water  and  oil  may  be  used  as 
fluids. 
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As  described  above,  in  the  laminator,  the  thin 
film  projecting  unit  20  which  adjusts  the  slack  as- 
sembly  1B'  to  project  in  a  direction  in  which  it  is 
brought  into  intimate  contact  with  the  thermo-com- 
pression  roller  16  is  mounted  in  the  laminator  body 
7  (or  support  member  12  or  front-stage  conveyor 
17)  in  an  area  near  the  assembly  1B'.  This  arrange- 
ment  enables  the  assembly  1  B'  to  become  slack  in 
a  direction  in  which  it  can  be  reliably  brought  into 
intimate  contact  with  the  thermocompression  roller 
16  and  a  particularly  notable  advantage  that  results 
from  this  fact  is  that  the  trailing  edge  of  the  assem- 
bly  1B  can  be  reliably  sucked  onto  the  rotary 
vacuum  plate  15.  Consequently,  the  trailing  edge  of 
the  assembly  1  B  can  be  thermo-compression  lami- 
nated  over  the  conductive  layer  on  the  insulating 
substrate  1  1  in  a  reliable  manner  without  develop- 
ing  any  wrinkles  or  other  surface  defects. 

The  thin  film  adjusting  unit  19  or  thin  film 
projecting  unit  20  may  be  constructed  of  a  plurality 
of  fluid  blowing  nozzles  that  are  provided  trans- 
versely  to  the  direction  of  the  supply  of  assembly 
1B  and  through  which  a  fluid  will  be  blown  against 
the  assembly  1B  in  such  a  manner  that  it  will  be 
adjusted  or  allowed  to  project  in  the  appropriate 
direction  defined  in  the  preceding  paragraph. 

Alternatively,  the  adjusting  unit  19  or  projecting 
unit  20  may  be  constructed  of  a  suction  pipe 
extending  transversely  to  the  direction  in  which  the 
assembly  1  B  is  supplied  and  a  plurality  of  suction 
holes  that  are  made  in  this  pipe  and  through  which 
a  vacuum  is  drawn  to  have  the  assembly  1B  ad- 
justed  or  project  in  the  already  defined  appropriate 
direction. 

If  desired,  each  of  the  units  19  and  20  may  be 
constructed  of  a  projecting  member  that  enables 
the  assembly  1B  to  be  adjusted  or  project  in  the 
specified  appropriate  direction. 

The  film  adjusting  unit  19  may  serve  as  the 
film  projecting  unit  20,  or  vice  versa. 

A  substrate  guide  member  21  is  mounted  on 
the  laminator  body  7  (or  rear-stage  conveyor  18)  in 
an  area  between  the  thermo-compression  roller  16 
and  a  transport  roller  18A  in  the  rear-stage  con- 
veyor  18  as  shown  in  Figs.  1  and  4.  This  guide 
member  21  is  so  constructed  that  the  substrate  1  1 
over  which  the  assembly  1B  has  been  thermo- 
compression  laminated  will  be  guided  from  the 
laminating  position  to  where  the  transport  rollers 
18A  and  18B  are  positioned.  The  guide  member  21 
may  be  in  an  interdigital  form  of  bars  that  extend  in 
the  direction  of  conveyance  of  the  substrate  1  1  and 
which  are  arranged  transversely  to  that  direction  of 
conveyance.  The  interdigital  guide  member  21  is 
capable  of  guiding  the  substrate  11  smoothly  by 
reducing  the  area  of  contact  and,  hence,  by  reduc- 
ing  the  frictional  resistance  with  the  substrate  1  1  . 

The  advantage  of  incorporating  the  substrate 
guide  member  21  between  the  thermocompression 
roller  16  and  the  transport  roller  18A  in  the  rear- 
stage  conveyor  18  is  obvious  when  the  substrate 

5  1  1  is  thin  because  it  can  be  guided  and  conveyed 
to  transport  rollers  18A  and  18B  in  a  reliable  man- 
ner  without  sagging  at  the  leading  edge  after  the 
assembly  1B  has  been  laminated  to  each  of  its 
sides  by  thermo-compression.  This  effectiveness  of 

io  the  substrate  guide  member  21  is  particularly  great 
in  the  laminator  of  the  embodiment  under  discus- 
sion,  in  which  the  thermo-compression  roller  16  is 
shifted  from  the  position  indicated  by  dashed  line 
16'  to  the  one  indicated  by  the  solid  line  for  the 

is  temporary  bonding  of  the  assembly  1  B.  This  shift- 
ing  results  in  the  creation  of  a  considerable  space 
between  the  roller  16  and  the  transport  roller  18A 
but  the  substrate  11  can  travel  through  this  space 
smoothly  by  virtue  of  guidance  by  the  member  21  . 

20  The  substrate  guide  member  21  may  be 
formed  of  a  screen. 

Alternatively,  the  member  21  be  formed  of  a 
solid  plate. 

The  method  of  laminating  the  assembly  1B  by 
25  thermo-compression  with  the  laminator  of  the  em- 

bodiment  being  discussed  is  hereinafter  described 
briefly  with  reference  to  Figs.  1,  4  and  8  through  10 
(enlarged  view  showing  each  of  the  essential 
steps). 

30  In  the  first  step,  the  leading  edge  of  the  assem- 
bly  1  B  which  has  been  separated  from  the  protec- 
tive  film  1A  on  the  peeling  roller  3  is  manually 
positioned  between  the  sub-vacuum  plate  13  and 
the  cutting  unit  14. 

35  In  the  next  step,  the  insulating  substrate  11  is 
conveyed  over  transport  rollers  17A  and  17B  in  the 
front-stage  conveyor  17.  When  the  leading  edge  of 
the  substrate  11  reaches  the  temporary  bonding 
position,  the  leading  edge  of  the  assembly  1B  is 

40  sucked  onto  the  surface  of  the  sub-vacuum  plate 
13.  Thereafter,  the  drive  source  13A  is  actuated  to 
move  the  sub-vacuum  plate  13  away  from  the 
pathway  of  the  supply  of  assembly  1  B  so  that  the 
leading  edge  of  the  assembly  will  be  sucked  to  the 

45  temporary  bonding  portion  10E  as  shown  in  Fig.  8. 
As  it  is  sucked  to  the  main  vacuum  plate  10  and 
the  temporary  bonding  portion  10E,  the  assembly 
1  B  undergoes  adjustment  by  the  thin  film  adjusting 
unit  19  so  that  the  leading  edge  of  the  assembly 

50  can  be  readily  sucked  to  the  temporary  bonding 
portion  10E.  When  the  operation  is  continuous,  the 
leading  edge  of  the  assembly  1  B  that  has  been  cut 
with  the  cutting  unit  14  is  sucked  to  the  temporary 
bonding  portion  10E. 

55  Subsequently,  the  drive  source  12c  is  actuated 
to  move  the  support  member  12,  so  as  to  move  the 
main  vacuum  plate  10  and  the  sub-vacuum  plate 
13  toward  a  direction  near  the  insulating  substrate 
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11.  Simultaneous  with  the  movement,  the  main 
vacuum  plate  10  is  further  moved  with  respect  to 
the  support  member  12  by  means  of  the  drive 
source  12D,  so  that  leading  end  of  the  assembly 
1B  which  is  sucked  by  the  temporary  bonding 
portion  10E  shown  in  Fig.  9  is  temporarily  bonded 
(temporality  thermo-compressed)  to  the  conductive 
layer  on  the  insulating  substrate  1  1  . 

After  the  assembly  1B  has  been  temporarily 
bonded  to  the  substrate  11,  the  operation  of  suck- 
ing  by  the  main  vacuum  plate  10  and  temporary 
bonding  portion  10E  is  turned  off  and  the  drive 
source  12C  and  12D  are  actuated  to  cause  each  of 
the  main  vacuum  plate  10,  temporary  bonding  por- 
tion  10E  and  the  sub-vacuum  plate  13  to  move 
away  from  the  temporary  bonding  position. 

This  movement  away  from  the  temporary 
bonding  position  is  much  larger  than  the  movement 
during  the  step  in  which  the  assembly  1B  is 
sucked  to  the  temporary  bonding  portion  10E,  and 
the  movement  being  made  by  the  drive  source 
12C  to  move  the  main  vacuum  plate  10  and  the 
sub-vacuum  plate  13.  This  moving  length  is  propor- 
tional  to  the  slacking  amount  of  the  assembly  1  B'. 
In  this  case,  the  drive  source  12C  of  the  support 
member  12  can  be  made  compact  in  size  or  the 
drive  source  12C  can  provide  increased  drive  pow- 
er  to  perform  high  speed  operation,  since  the  cut- 
ting  unit  14  is  fixed  in  the  laminator  body  7  as 
described  above. 

In  a  subsequent  step,  the  thermo-compression 
rollers  16  are  shifted  from  the  position  indicated  by 
the  dashed  line  16'  to  the  temporary  bonding  posi- 
tion  indicated  by  the  solid  line.  As  the  rollers  16  are 
rotated  over  both  sides  of  the  insulating  substrate 
1  1  with  the  leading  edge  of  the  assembly  1  B  being 
temporarily  bonded  thereto,  said  assembly  is 
thermo-compression  laminated  to  the  conductive 
layer  of  the  substrate  1  1  .  In  this  step,  the  operation 
of  sucking  by  the  main  vacuum  plate  10,  temporary 
bonding  portion  10E,  and  sub-vacuum  plate  13  is 
all  turned  off,  so  that  each  of  the  thermo-compres- 
sion  rollers  16  will  be  automatically  supplied  with 
the  assembly  1B  from  the  feed  roller  2  by  the 
rotating  force  of  rollers  16  and  the  retaining  force 
provided  by  the  rollers  16  and  the  substrate  11. 

When  a  given  amount  of  assembly  1B  has 
been  laminated  on  the  substrate  11  by  thermo- 
compression,  the  action  of  sucking  by  the  main 
vacuum  plate  10,  sub-vacuum  plate  13  and  rotary 
vacuum  plate  15  is  started  substantially  simulta- 
neously.  The  support  member  12  is  moved  by  the 
drive  source  12C  from  a  position  shown  in  Fig.  10, 
and  the  assembly  1B  is  supplied  to  the  insulating 
substrate  11  by  the  main  vacuum  plate  10,  and  at 
the  same  time,  the  trailing  end  (cutting  position)  of 
the  assembly  1  B  is  brought  into  alignment  with  the 
cutting  position  of  the  cutter  unit  14  by  means  of 

the  lower  vacuum  portion  13b  of  the  sub-vacuum 
plate  13.  The  supply  speed  of  the  assembly  1B 
(moving  speed  of  the  support  member  12)  is  so  set 
as  to  be  faster  than  the  speed  at  which  it  is 

5  thermo-compression  laminated  over  the  substrate 
11  by  rollers  16  (or  the  peripheral  speed  of  the 
rollers  16). 

The  main  vacuum  plate  10  and  the  sub-vacu- 
um  plate  13  are  mounted  to  the  support  member 

io  12,  and  the  support  member  12  is  disposed  in  the 
laminator  body  7  in  such  a  manner  that  the  support 
member  moves  toward  and  away  from  the  insulat- 
ing  substrate  11.  Therefore,  trailing  end  (cutting 
position)  of  the  assembly  1  B  is  sucked  to  the  sub- 

15  vacuum  plate  13  simultaneous  with  the  sucking 
operation  of  the  main  vacuum  plate  10,  and  the 
main  vacuum  plate  10  and  the  sub-vacuum  plate 
13  are  moved  by  the  support  member  12  so  as  to 
align  the  cutting  position  of  the  assembly  1B  with 

20  the  cutting  position  of  the  cutting  unit  14.  As  a 
result,  no  surplus  slack  is  generated  in  the  assem- 
bly  1B  between  the  main  vacuum  plate  10  and  the 
sub-vacuum  plate  13.  That  is,  the  distance  I  de- 
fined  between  the  main  vacuum  plate  10  and  the 

25  position  to  which  the  disc  like  cutter  14C  of  the 
sub-vacuum  plate  13  is  applied  (U-shaped  portion) 
shown  in  Fig.  10  is  not  changed  even  in  the  state 
where  the  cutting  position  of  the  assembly  1  B  is  in 
alignment  with  the  cutting  position  of  the  cutter  unit 

30  14  as  shown  in  Fig.  4.  Therefore,  the  cutting  posi- 
tion  of  the  assembly  1B  is  correctly  aligned  with 
the  cutting  position  of  the  cutting  unit  14,  and  the 
assembly  1B  can  be  cut  to  a  precise  dimension 
corresponding  to  the  dimension  of  insulating  sub- 

35  strate  1  1  .  Accordingly,  precise  thermo-compression 
lamination  is  effected  to  thus  provide  high  yiel- 
dability.  Moreover,  the  support  member  12  pro- 
vided  with  the  main  vacuum  plate  10  and  the  sub- 
vacuum  plate  13  can  be  driven  by  the  drive  source 

40  having  small  driving  capacity,  since  the  cutting  unit 
14  is  fixed  to  the  laminator  body  7. 

After  the  supply  of  the  assembly  1  B  and  align- 
ment  of  its  cutting  position  with  the  cutting  position 
of  the  cutter  unit  14,  a  slack  assembly  1B'  can  be 

45  formed  between  the  sub-vacuum  plate  10  and  the 
rotary  vacuum  plate  15.  The  trailing  and  leading 
edges  of  the  slack  assembly  1B'  as  seen  in  the 
direction  of  its  supply  are  adjusted  by  the  thin  film 
adjusting  unit  20  in  such  a  manner  that  they  are 

50  reliably  sucked  onto  the  lower  sucking  portion  13b 
of  the  sub-vacuum  plate  13  and  the  rotary  vacuum 
plate  15,  respectively. 

While  it  is  held  in  this  state,  the  assembly  1B 
is  cut  at  its  trailing  edge  (cutting  position)  with  the 

55  cutter  unit  14  to  provide  a  segment  of  a  predeter- 
mined  size  that  corresponds  to  the  size  of  the 
substrate  1  1  . 

9 
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Subsequently,  the  trailing  edge  of  the  so  cut 
assembly  1  B  is  sucked  by  the  rotary  vacuum  plate 
15,  which  then  rotates  at  a  speed  slightly  slower 
than  that  of  the  thermo-compression  roller  16  and 
imparts  an  appropriate  amount  of  tension  to  that 
part  of  the  thin  film  which  is  defined  by  the 
area.where  it  is  laminated  by  rollers  16  and  its 
trailing  edge.  As  a  result,  the  trailing  edge  of  the 
assembly  1  B  can  be  laminated  onto  the  conductive 
layer  on  the  insulating  substrate  11  without  devel- 
oping  any  surface  defects  such  as  wrinkles. 

After  the  assembly  1B  has  been  laminated  by 
thermo-compression,  the  substrate  11  is  conveyed, 
without  any  troubles,  past  the  substrate  guide 
member  21  to  be  carried  through  the  transport 
rollers  18A  and  18B  in  the  rear-stage  conveyor  18 
by  the  rotating  force  of  the  thermo-compression 
rollers  16.  The  substrate  11  is  further  transferred 
from  the  rear-stage  conveyor  18  to  an  adjacent 
exposure  unit. 

The  sub-vacuum  plate  13  may  be  composed  of 
two  independently  controlled  plates,  one  plate  be- 
ing  used  to  have  leading  edge  of  the  assembly  1  B 
(as  seen  in  the  direction  of  its  supply)  sucked  to 
the  temporary  bonding  portion  10E,  and  the  other 
plate  being  used  as  a  holder  of  the  cutting  unit  14. 

In  another  application  of  the  laminator  of  the 
present  invention,  the  substrate  11  is  preheated  in 
preparation  for  the  lamination  of  the  assembly  1B 
over  the  substrate  with  unheated  compression  roll- 
ers. 

The  laminator  of  the  present  invention  can  also 
be  employed  in  attaching  a  protective  film  to  the 
surface  of  a  decorative  laminated  sheet  used  as  a 
construction  material. 

According  to  the  present  invention,  in  the 
laminator,  the  thin  film  supply  detection  means  is 
disposed  at  a  thin  film  supply  path  for  detecting  the 
supply  of  a  thin  film.  Therefore,  thin  film  supply  is 
precisely  detected.  If  not  supplied,  the  operator  can 
notice  this  fact,  and  can  stop  operation  of  the 
laminator.  Therefore,  production  yieldability  is  im- 
proved. 

Claims 

1.  A  laminator  for  laminating  a  thin  film  (1B)  onto 
a  substrate  (11)  comprising: 

-  means  (14)  for  cutting  a  continuous  thin 
film  (1B)  to  a  predetermined  dimension 
whereby  said  thin  film  (1B)  comprises, 
after  separation  from  a  first  transparent 
resin  film  (1A),  a  photosensitive  resin  lay- 
er  and  a  second  transparent  resin  film 
those  being  laminated  together  prior  to 
said  separation; 

-  a  thin  film  supply  detection  means  (8) 
disposed  at  a  thin  film  supply  path  for 

detecting  the  supply  of  said  thin  film 
(1B), 

characterized  in  that  said  thin  film  supply 
detection  means  (8)  is  rotatable  upon  rotation 

5  of  a  thin  film  separation  roller  (3)  and  wherein 
said  thin  film  supply  detection  means  (8)  com- 
prises: 

-  a  rotary  disc  (8B)  formed  with  a  slit  por- 
tion  (8A)  at  its  circumferential  portion; 

io  -  a  detection  portion  (8C)  for  detecting 
said  slit  portion;  and 

-  an  encoder  for  outputting  a  signal  cor- 
responding  to  a  rotation  number  of  said 
thin  film  separation  roller  (3). 

15 
2.  A  laminator  as  claimed  in  claim  1  ,  wherein  said 

thin  film  supply  detection  means  (8)  is  dis- 
posed  at  one  end  portion  of  said  separation 
roller  (3). 

20 
3.  A  laminator  as  claimed  in  claim  1  ,  wherein  said 

thin  film  supply  detection  means  (8)  is  posi- 
tioned  within  a  cover  frame  of  a  laminator  body 
(7). 

25 
4.  A  laminator  as  claimed  in  anyone  of  the  fore- 

going  claims  comprising: 
-  a  feed  roller  (2)  for  feeding  said  thin  film 

(1B); 
30  -  said  separation  roller  (3)  for  separating 

said  first  transparent  resin  film  (1A)  from 
said  thin  film  (1B), 

-  said  detection  means  disposed  coaxially 
with  said  separation  roller  (3). 

35 
Patentanspruche 

1.  Laminator  zum  Laminieren  eines  dunnen  Films 
(1B)  auf  ein  Substrat  (11),  der  aufweist: 

40  -  eine  Einrichtung  (14)  zum  Schneiden  ei- 
nes  kontinuierlichen  dunnen  Films  (1B) 
zu  einem  vorbestimmten  AusmaB,  wobei 
der  dunne  Film  (1B)  nach  der  Trennung 
von  einem  ersten  transparenten  Harzfilm 

45  (1A),  eine  fotosensitive  Harzschicht  und 
einen  zweiten  transparenten  Harzfilm  auf- 
weist,  die  vor  der  Trennung  zusammen 
laminiert  sind; 

-  eine  Dunnfilmzufuhrungs-Detektionsein- 
50  richtung  (8),  die  an  einem  Dunnfilmzufuh- 

rungsweg  zur  Detektion  der  Zufuhrung 
des  dunnen  Films  (1B)  angeordnet  ist, 

dadurch  gekennzeichnet,  dal3 
die  Dunnfilmzufuhrungs-Detektionseinrich- 

55  tung  (8)  wahrend  der  Drehung  einer  Dunnfilm- 
trennwalze  (3)  drehbar  ist,  und  worin  die  Dunn- 
filmzufuhrungs-Detektionseinrichtung  (8)  auf- 
weist: 

10 
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-  eine  drehende  Scheibe  (8B),  die  einen 
Schlitzabschnitt  (8A)  an  ihrem  Umfangs- 
abschnitt  hat; 

-  einen  Detektionsabschnitt  (8C)  zur  Detek- 
tion  des  Schlitzabschnitts;  und  5 

-  einen  Codierer  zur  Ausgabe  eines  Si- 
gnals  entsprechend  einer  Umdrehungs- 
anzahl  der  Dunnfilmtrennwalze  (3). 

2.  Laminator  nach  Anspruch  1,  worin  die  Dunn-  10 
filmzufuhrungs-Detektionseinrichtung  (8)  an  ei- 
nem  Endabschnitt  der  Trennwalze  (3)  angeord- 
net  ist. 

-  une  partie  de  detection  (8C)  servant  a 
detecter  ladite  partie  en  forme  de  fente 
et 

-  un  codeur  servant  a  fournir  en  sortie  un 
signal  correspondant  au  nombre  de  rota- 
tion  du  rouleau  de  separation  de  film 
mince  (3). 

2.  Dispositif  de  contrecollage  suivant  la  revendi- 
cation  1,  dans  lequel  les  moyens  de  detection 
d'acheminement  de  film  mince  (8)  sont  dispo- 
ses  a  I'endroit  d'une  partie  d'extremite  du  rou- 
leau  de  separation  (3). 

3.  Laminator  nach  Anspruch  1,  worin  die  Dunn-  w 
filmzufuhrungsDetektionseinrichtung  (8)  inner- 
halb  eines  Abdeckrahmens  des  Laminatorkor- 
pers  (7)  angeordnet  ist. 

4.  Laminator  nach  einem  der  vorangegangenen  20 
Anspruche,  der  aufweist: 

-  eine  Zufuhrwalze  (2)  zur  Zufuhrung  des 
dunnen  Films  (1  B); 

-  die  Abtrennwalze  (3)  zum  Trennen  des 
ersten  transparenten  Harzfilms  (1A)  von  25 
dem  dunnen  Film  (1B),  wobei 

-  die  Detektionseinrichtung  koaxial  mit  der 
Trennwalze  (3)  angeordnet  ist. 

Revendicatlons  30 

1.  Dispositif  de  contrecollage,  permettant  de 
contrecoller  un  film  mince  (1B)  sur  un  substrat 
(11),  comprenant  : 

-  des  moyens  (14)  servant  a  decouper  un  35 
film  mince  (1B)  continu  a  une  dimension 
prefixee,  le  film  mince  (1B)  comportant, 
apres  avoir  ete  separe  d'un  premier  film 
de  resine  transparente  (1A),  une  couche 
de  resine  photosensible  et  un  second  40 
film  de  resine  transparente,  ceux-ci  etant 
contrecolles  ensemble  avant  ladite  sepa- 
ration,  et 

-  des  moyens  de  detection  d'achemine- 
ment  de  film  mince  (8)  disposes  a  Ten-  45 
droit  d'un  trajet  d'acheminement  de  film 
mince  et  servant  a  detecter  I'achemine- 
ment  dudit  film  mince  (1B), 

caracterise  en  ce  que  les  moyens  de  de- 
tection  d'acheminement  de  film  mince  (8)  sont  50 
agences  de  fagon  a  pouvoir  tourner  lors  de  la 
rotation  d'un  rouleau  de  separation  de  film 
mince  (3)  et  en  ce  que  ces  moyens  de  detec- 
tion  d'acheminement  de  film  mince  (8)  com- 
prennent  :  55 

-  un  disque  rotatif  (8B)  dans  une  partie 
circonferentielle  duquel  une  partie  en  for- 
me  de  fente  (8A)  est  menagee, 

3.  Dispositif  de  contrecollage  suivant  la  revendi- 
cation  1,  dans  lequel  les  moyens  de  detection 
d'acheminement  de  film  mince  (8)  sont  dispo- 
ses  a  I'interieur  d'un  bati  de  recouvrement 
d'un  corps  de  dispositif  de  contrecollage  (7). 

4.  Dispositif  de  contrecollage  suivant  I'une  quel- 
conque  des  revendications  precedentes,  com- 
prenant  : 

-  un  rouleau  distributeur  (2)  servant  a  four- 
nir  le  film  mince  (1  B), 

-  le  rouleau  de  separation  (3)  servant  a 
separer  du  film  mince  (1B)  le  premier 
film  de  resine  transparente  (1A)  et 

-  les  moyens  de  detection  disposes  sui- 
vant  le  meme  axe  que  le  rouleau  de 
separation  (3). 
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