
Printed by Jouve, 75001 PARIS (FR)

(19)
E

P
3 

34
6 

81
1

A
1

TEPZZ¥¥468__A_T
(11) EP 3 346 811 A1

(12) EUROPEAN PATENT APPLICATION
published in accordance with Art. 153(4) EPC

(43) Date of publication: 
11.07.2018 Bulletin 2018/28

(21) Application number: 15902968.5

(22) Date of filing: 31.08.2015

(51) Int Cl.:
H05K 13/02 (2006.01)

(86) International application number: 
PCT/JP2015/074762

(87) International publication number: 
WO 2017/037846 (09.03.2017 Gazette 2017/10)

(84) Designated Contracting States: 
AL AT BE BG CH CY CZ DE DK EE ES FI FR GB 
GR HR HU IE IS IT LI LT LU LV MC MK MT NL NO 
PL PT RO RS SE SI SK SM TR
Designated Extension States: 
BA ME
Designated Validation States: 
MA

(71) Applicant: Fuji Machine Mfg. Co., Ltd.
Chiryu-shi, Aichi 472-8686 (JP)

(72) Inventor: HARA Akira
Chiryu-shi
Aichi 472-8686 (JP)

(74) Representative: Grünecker Patent- und 
Rechtsanwälte 
PartG mbB
Leopoldstraße 4
80802 München (DE)

(54) COMPONENT MOUNTING DEVICE, FEEDER DEVICE, AND METHOD FOR DETERMINING 
DEFECT IN SPLICING WORK

(57) Provided is a component mounting machine (1)
including: a feeder device (3) ; a component transfer de-
vice (4) ; a splice portion detecting section (33) that de-
tects a splice portion (79) further on a near side than a
supply position (32) of the feeder device; a passing de-
termination section (step S2, step S3) that determines
whether or not the splice portion 79 is in the passing state
in which the splice portion is positioned within a passing
area; a suction abnormality determination section (step
S5, step S8) that determines the suction abnormality
state in which a suction nozzle (46) is not able to suck a
component (P) ; a work defect determination section
(step S9) that determines the splicing work defect in a
case where the suction abnormality state is determined
and the splice portion is determined to be in the passing
state; and an abnormality display section (388) that per-
forms dedicated abnormality display in a case where the
splicing work defect is determined. Thereby, an operator
is able to determine whether or not the cause of the suc-
tion abnormality state is caused by the splicing work de-
fect by confirming dedicated abnormality display on the
abnormality display section.
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Description

Technical Field

[0001] The present invention relates to a component
mounting machine and a feeder device, and in further
detail, relates to determination of a defect in splicing work
for connecting two carrier tapes that are used in the feed-
er device.

Background Art

[0002] A solder printing machine, a component mount-
ing machine, a reflow machine, a board inspection ma-
chine, and the like may be used as equipment for pro-
ducing a board on which multiple components are mount-
ed. Typically, a board production line is configured by
connecting these sets of equipment to each other.
Among these, the component mounting machine is pro-
vided with a board conveyance device, a component sup-
ply device, a component transfer device, and a control
device. There is a feeder device for the method for feed-
ing out the carrier tape on which cavity sections that hold
components lined up in one row as a representative ex-
ample of the component supply device. When a first car-
rier tape that is used by the feeder device approaches a
tail end, an operator performs splicing work for connect-
ing a second carrier tape using splice tape. A technical
example which relates to this type of feeder device is
disclosed in PTL 1 and PTL 2.
[0003] The component supply feeder of PTL 1 has
means for electrically connecting with an external device,
means for storing information that is obtained by the elec-
trical connection, and means for displaying the stored
information. Mounting positional information of the com-
ponent supply feeder that is mounted to the component
mounting apparatus or information about a supplied elec-
tronic component is indicated as information that is stored
and displayed. Thereby, concerning various errors such
as a recognition error in which there is no component on
the supply position or a suction error in which the com-
ponent is not sucked by a suction nozzle, it is possible
to explicitly recognize error content.
[0004] In addition, an electronic component mounting
device of PTL 2 is provided with means for detecting a
mistake in taking out a component by a takeout tool (suc-
tion nozzle), means for detecting a characteristic part of
a storage tape (carrier tape), and means for determining
passage of a connecting tape (splice tape) that connects
old and new storage tapes based on the detection result
of the characteristic part. Thereby, it is possible to con-
veniently detect a join part that is connected by the con-
necting tape. Giving supplemental explanation, ordinar-
ily, several cavity sections that are positioned in front and
at the rear of the splice tape do not hold an electronic
component, and a component takeout mistake is inevi-
tably generated in the cavity section. Then, in the tech-
nique of PTL 2, it is determined that the connecting tape

has passed, while detecting the component takeout mis-
take. Thereby, no abnormality is determined even if the
component takeout mistake is generated, and a skip op-
eration of the storage tape is also possible.

Citation List

Patent Literature

[0005]

PTL 1: JP-A-2004-47572
PTL 2: JP-A-2014-123636

Summary of Invention

Technical Problem

[0006] Note that, typically multiple feeder devices are
equipped in a component mounting machine in order to
mount many types of components on a board, and mul-
tiple feeder devices are further used in a component
mounting line that consists of multiple component mount-
ing machines. Therefore, the operator needs to frequent-
ly perform splicing work, and is required to accurately
perform splicing work in a short time. When splicing work
is not accurate, as a result of splice tape peeling or getting
caught, a tape feeding defect is generated, and produc-
tion of a board is interrupted due to the generation of a
suction mistake.
[0007] The suction mistake is generated for various
reasons in another splicing work defect. Even if a state
after production is interrupted by the suction mistake is
investigated, in many cases the splice tape is already
discharged, and it is not easy to specify a cause. If it is
assumed that it is possible to specify that the cause of
the suction mistake is a splicing work defect, investigation
and implementation of recurrence prevention measures,
technological improvement of operators, or the like are
efficiently performed, and productivity is finally improved.
However, the technologies of PTL 1 and PTL 2 do not
determine a splicing work defect.
[0008] The present invention is made in consideration
of the problems of the background art, and a problem to
be solved is to provide a component mounting machine
that is able to determine whether or not the cause of
occurrence of a suction abnormality state in which a com-
ponent is not able to be sucked is the cause of the splicing
work defect, a feeder device, and a splicing work defect
determination method.

Solution to Problem

[0009] The present invention to solve the problems de-
scribed above provides a component mounting machine
including: a feeder device that feeds out a carrier tape
that is formed with cavity sections, that hold components,
lined up in a row and sequentially supplies the compo-
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nents to a predetermined supply position; a component
transfer device that has a suction nozzle that sucks the
component from the cavity section of the supply position
and mounts the component on a board, a mounting head
that holds the suction nozzle, and head driving mecha-
nisms that drive the suction nozzle and the mounting
head; a splice portion detecting section that is provided
at a detection position further on a near side than the
supply position of the feeder device and detects the splice
portion that connects a tail end of a first carrier tape and
a leading end of a second carrier tape with each other;
a passing determination section that determines whether
or not the splice portion is in a passing state in which,
when a position at which the splice portion is fed out from
the detection position by a predetermined length longer
than a separation distance between the detection posi-
tion and the supply position is referred to as a discharge
position, the splice portion is positioned within a passing
area from the detection position to the discharge position;
a suction abnormality determination section that deter-
mines a suction abnormality state in which the suction
nozzle is not able to suck the component from the cavity
section of the supply position; a work defect determina-
tion section that determines a splicing work defect in a
case where the suction abnormality state is determined
and the splice portion is determined to be in the passing
state; and an abnormality display section that performs
dedicated abnormality display in a case where the splic-
ing work defect is determined.
[0010] There is provided a feeder device of the present
invention that is equipped in a component mounting ma-
chine, feeds out a carrier tape that is formed with cavity
sections, that hold components lined up in one row, and
sequentially supplies the components to a predeter-
mined supply position, the device provided with: a splice
portion detecting section that is provided at a detection
position further on a near side than the supply position
and detects the splice portion that connects a tail end of
a first carrier tape and a leading end of a second carrier
tape with each other; a passing determination section
that determines whether or not the splice portion is in a
passing state in which a position at which, when the splice
portion is fed out from the detection position by a prede-
termined length longer than a separation distance be-
tween the detection position and the supply position is
referred to as a discharge position, the splice portion is
positioned within a passing area from the detection po-
sition to the discharge position; a work defect determi-
nation section that determines a splicing work defect in
a case where a suction abnormality state is determined
in which the component mounting machine is not able to
suck the component from the cavity section at the supply
position and the splice portion is determined to be in the
passing state; and an abnormality display section that
performs dedicated abnormality display in a case where
the splicing work defect is determined.
[0011] The present invention provides a splicing work
defect determination method that is a method for deter-

mining a defect of splicing work in which a tail end of a
first carrier tape and a leading end of a second carrier
tape are connected with each other, in a component
mounting machine provided with a feeder device that
feeds out a carrier tape that is formed with cavity sections
that hold components lined up in one row and sequen-
tially supplies the components to a predetermined supply
position, and a component transfer device that has a suc-
tion nozzle that sucks the component from the cavity sec-
tion of the supply position and mounts the component on
a board, a mounting head that holds the suction nozzle,
and head driving mechanisms that drive the suction noz-
zle and the mounting head, the method comprising: a
splice portion detection step of detecting the splice por-
tion at a detection position further on a near side than
the supply position of the feeder device; a passing de-
termination step of determining whether or not the splice
portion is in a passing state in which, when a position at
which the splice portion is fed out from the detection po-
sition by a predetermined length longer than a separation
distance between the detection position and the supply
position is referred to as a discharge position, the splice
portion is positioned within a passing area from the de-
tection position to the discharge position; a suction ab-
normality determination step of determining a suction ab-
normality state in which a suction nozzle is not able to
suck the component from the cavity section of the supply
position; a work defect determination step of determining
a splicing work defect in a case where the suction abnor-
mality state is determined and the splice portion is deter-
mined to be in the passing state; and an abnormality dis-
play step of performing dedicated abnormality display in
a case where the splicing work defect is determined.

Advantageous Effects of Invention

[0012] In a component mounting machine of the
present invention, a splicing work defect is determined
and dedicated abnormality display is performed in a case
where a suction abnormality state is determined in which
it is not possible for the suction nozzle to suck a compo-
nent and a splice portion is determined to be in a passing
state. Accordingly, when the suction abnormality state
occurs, an operator is able to determine whether or not
the cause of the suction abnormality state is caused by
the splicing work defect by confirming whether or not an
abnormality display section performs dedicated abnor-
mality display.
[0013] In addition, since the feeder device of the
present invention is provided with substantially the same
configuration requirements as the component mounting
machine of the present invention described above, the
same effects as the component mounting machine of the
present invention occur.
[0014] Furthermore, since the splicing work defect de-
termination method of the present invention is a method
for replacing a function of configuration requirements of
the component mounting machine of the present inven-
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tion in respective implementation steps, the same effects
as the component mounting machine of the present in-
vention occur.

Brief Description of Drawings

[0015]

Fig. 1 is a planar view illustrating an entire configu-
ration of a component mounting machine of an em-
bodiment.
Fig. 2 is a side view of a feeder device of a first em-
bodiment that is equipped in the component mount-
ing machine of the embodiment.
Fig. 3 is a block diagram illustrating a configuration
for control of the feeder device of the first embodi-
ment.
Fig. 4 is a top view of a splice portion that connects
two carrier tapes.
Fig. 5 is a side view of the splice portion.
Fig. 6 is a top view of an operation panel of the feeder
device.
Fig. 7 is a diagram of a process flow that explains
operation of the component mounting machine of
the embodiment.
Fig. 8 is a table that indicates display content of an
abnormality display section of the operation panel.
Fig. 9 is a diagram of a process flow of a control
section that explains operation of a feeder device of
a second embodiment.
Fig. 10 is a table that indicates display content of an
abnormality display section in the second embodi-
ment.

Description of Embodiments

(1. Entire Configuration of Component Mounting Ma-
chine 1 of the Embodiments)

[0016] An entire configuration of a component mount-
ing machine 1 of an embodiment of the present invention
will be described with reference to Fig. 1. Fig. 1 is a planar
view illustrating an entire configuration of a component
mounting machine 1 of an embodiment. A direction from
a paper surface left side toward the right side in Fig. 1 is
an X-axis direction along which a board K is carried in
and out, and a direction from the front on the paper sur-
face lower side toward the rear of the paper surface upper
side is a Y-axis direction. The component mounting ma-
chine 1 is configured by assembling a board conveyance
device 2, multiple feeder devices 3, a component transfer
device 4, a component camera 5, a control device 6, and
the like on a device table 9. The board conveyance device
2, each feeder devices 3, the component transfer device
4, and the component camera 5 are controlled by the
control device 6, and respectively carry out predeter-
mined work.
[0017] The board conveyance device 2 carries in the

board K to a mounting execution position, and positions
and carries out the board K. The board conveyance de-
vice 2 consists of a pair of guide rails 21, 22, a pair of
conveyor belts, a backup device, and the like. The mul-
tiple feeder devices 3 supply each of the components
sequentially. The multiple feeder devices 3 are equipped
lined up on a pallet table 91 on the upper face of the
device table 9. Each feeder device 3 holds a tape reel 7
on the front side of a main body section 31 and sets the
supply position 32 on the upper portion near the rear side
of the main body section 31. The feeder device 3 is equiv-
alent to the feeder device of the first embodiment of the
present invention, and the detailed description thereof
will be described later.
[0018] The component transfer device 4 sucks and col-
lects components from each component supply position
32 of the multiple feeder devices 3, and the components
are conveyed up to the positioned board K and mounted.
The component transfer device 4 is a device of an XY-
robot type that is horizontally movable in the X-axis di-
rection and the Y-axis direction. The component transfer
device 4 is constituted by a pair of Y-axis rails 41 and 42
and a Y-axis slider 43 that constitute a head driving mech-
anism, a mounting head 44 that is driven in the X-axis
direction and the Y-axis direction, a nozzle tool 45, a suc-
tion nozzle 46, a board camera 47, and the like. The
nozzle tool 45 has a suction nozzle 46 that sucks the
component and is mounted on the board K while being
replacably held in the mounting head 44. The board cam-
era 47 is provided in the mounting head 44 and images
a positional fiducial mark that is attached to the board K
and accurately detects the position of the board K.
[0019] The component camera 5 is provided with an
upward orientation on an upper face of the device table
9 between the board conveyance device 2 and the feeder
device 3. The component camera 5 images the state of
the components that are sucked by the suction nozzle
46 while the mounting head 44 is moved from the feeder
device 3 on the board K. The control device 6 is assem-
bled on the device table 9 and the installation position of
the control device 6 is not particularly limited. The control
device 6 controls the component mounting operation ac-
cording to a mounting sequence that is held advance.

(2. Detailed Configuration of Feeder Device 3 of First 
Embodiment)

[0020] Next, the detailed configuration of the feeder
device 3 will be described. Fig. 2 is a side view of a feeder
device 3 of a first embodiment that is equipped in the
component mounting machine 1 of the embodiment. In
addition, Fig. 3 is a block diagram illustrating a configu-
ration for control of the feeder device 3 of the first em-
bodiment. The feeder device 3 is configured by the main
body section 31, a splice tape detection sensor 33, a
feeding sprocket 34, a discharge roller 36, an operation
panel 38, a control section 39, and the like.
[0021] A reel supporting section 311 that is provided
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near to the lower portion on the front side of the main
body section 31 rotatably and attachably and detachably
supports the tape reel 7. The tape reel 7 winds and holds
a carrier tape 71. A tape guide member 312 that guides
the carrier tape 71 that is pulled out from the tape reel 7
is disposed approximately horizontally near the upper
portion of the main body section 31. The splice tape de-
tection sensor 33 is provided near the front side of the
tape guide member 312. The supply position 32 is set
near the rear side of the tape guide member 312.
[0022] Fig. 4 is a top view of a splice portion 79 that
connects two carrier tapes 71 (71A, 71B) . In addition,
Fig. 5 is a side view of the splice portion 79. Each carrier
tape 71 consists of a bottom tape 72 and a cover tape
73. The bottom tape 72 is made of paper or resin and
cavity sections 74 that hold a component P are formed
lined up in one row. Furthermore, sprocket holes 75 are
formed lined up in one row along one side edge of the
bottom tape 72. The cover tape 73 is made of a thin film,
and is bonded to the bottom tape 72 by two adhesive
portions. The cover tape 73 covers the cavity sections
74 to prevent drop out of the component P, and does not
cover the sprocket holes 75.
[0023] When the component P of the first carrier tape
71A that is used by the feeder device 3 becomes small,
an operator performs splicing work for connecting the
second carrier tape 71B that holds components P of the
same type. First, the operator trims a tail end 71E of the
first carrier tape 71A and the leading end 71T of the sec-
ond carrier tape 71B and causes the tail end 71E and
the leading end 71T to abut with each other. Next, the
operator bonds a bottom side splice tape 76 so as to
straddle the bottom tape 72 of both carrier tapes 71A and
71B. In the same manner, the operator bonds a cover
side splice tape 77 so as to straddle the cover tape 73
of both carrier tapes 71A and 71B. The bottom side splice
tape 76 and the cover side splice tape 77 do not cover
the sprocket holes 75.
[0024] A predetermined number of cavity sections 74
counted from the tail end 71E of the first carrier tape 71A
do not hold the components P. In the same manner, a
predetermined number of cavity sections 74 counted
from the leading end 71T of the second carrier tape 71B
do not hold the components P. In Figs. 4 and 5, a case
in indicated of a case where the predetermined number
of tail ends 71E and leading ends 71T is three. Not limited
thereto, the predetermined number is modifiable, or the
predetermined number of tail ends 71E and leading ends
71T may be different. The predetermined number of tail
ends 71E and leading ends 71T are input and set and
stored in the control section 39.
[0025] In addition, at least the bottom side splice tape
76 is configured by an adhesive tape that contains metal.
The splice tape detection sensor 33 detects the bottom
side splice tape 76 that contains metal. It is possible to
exemplify a sensor for a method for detecting capaci-
tance between target objects as the splice tape detection
sensor 33. The exemplified splice tape detection sensor

33 determines that the splice portion 79 is passing when
the detected capacitance is large. The splice tape detec-
tion sensor 33 is one embodiment of the splice portion
detecting section of the present invention that is provided
at a detection position further to the near side than the
supply position 32.
[0026] Returning to Fig. 2, a communication connector
313 is provided at an approximately intermediate height
on the rear face of the main body section 31. The com-
munication connector 313 communicates and connects
the control section 39 and the control device 6 by fitting
in a communication connector on the pallet table 91 side.
Furthermore, the operation power of the feeder device 3
is supplied via the communication connector 313. Re-
spective positioning pins 314 and 315 are provided at
positions on the top and the bottom to interpose the com-
munication connector 313 on the rear face of the main
body section 31. The positioning pins 314 and 315 fit in
a positioning hole on the pallet table 91 side and deter-
mine an equipment position of the feeder device 3 with
respect to the pallet table 91.
[0027] A feeding sprocket 34 is supported on the lower
side of the supply position 32 of the main body section
31. Teeth of the feeding sprocket 34 protrude slightly
upward from a hole that is bored in the tape guide member
312 and fit into a sprocket hole 75 of the carrier tape 71.
The feeding sprocket 34 feeds out the carrier tape 71 at
a pitch feed when intermittently driven to rotate by a feed-
ing motor 35.
[0028] Thereby, the carrier tape 71 is fed out to the
supply position 32 from the tape reel 7 through the tape
guide member 312. The cover tape 73 is peeled off from
the bottom tape 72 and folded back at the peeling position
318 in front of the supply position 32 and is returned to
the front side. The bottom tape 72 that is opened by the
cavity section 74 supplies the component P to the suction
nozzle 46 at the supply position 32. The bottom tape 72
is discharged to the rear side of the feeder device 3 after
the component P is supplied.
[0029] A direction change roller 316 is disposed at a
position further on the front side than the tape guide mem-
ber 312 on the upper portion of the main body section
31. Furthermore, a pair of discharge rollers 36 that inter-
pose the cover tape 73 are provided at a position further
on the lower side and front side than the direction change
roller 316. The pair of discharge rollers 36 are supported
on the main body section 31, and are driven to rotate by
a discharge motor 37. The cover tape 73 that returns
from the near side of the supply position 32 changes di-
rection obliquely to the front and down by the direction
change roller 316 and is discharged downward by a pair
of discharge rollers 36.
[0030] The operation panel 38 is disposed further on
the front side than the front end of a handle 317 on the
upper portion of the main body section 31. Fig. 6 is a top
view of an operation panel 38 of the feeder device 3. The
operation panel 38 has four push buttons 381 to 384,
three selector switches 385 to 387, and an abnormality
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display section 388. The feeding motor 35 is driven for-
ward by pressing down the first push button 381, and the
carrier tape 71 is fed out. An error in the feeding amount
of the carrier tape 71 is eliminated by performing origin
alignment of the rotational position of the feeding sprock-
et 34 by pressing down the second push button 382. In
addition, the feeding motor 35 is driven in reverse by
pressing down the third push button 383, and the carrier
tape 71 is pulled back. The discharge motor 37 is driven
by pressing down the fourth push button 384, and slack
of the cover tape 73 is wound.
[0031] The first selector switch 385 is a switch that
switches between high and low feeding speed of the car-
rier tape 71. The second selector switch 386 is a switch
that sets the type of the carrier tape 71 to either of an
embossed tape or a paper tape. The third selector switch
387 is a switch that selectively sets the feeding pitch of
the carrier tape 71, that is, a disposition pitch of the cavity
section 74 from out of 1 mm, 2 mm, and 4 mm.
[0032] The abnormality display section 388 consists of
three colors of LED (indicator lamp). A green LED 38g,
an orange LED 38o, and a red LED 38r is able to take
on a lit state, a flashing state, and an unlit state that are
independent of each other. The abnormality display sec-
tion 388 is able to be configured by unitized inexpensive
general-purpose products. The detailed abnormality dis-
play function of the abnormality display section 388 will
be described.
[0033] The control section 39 is disposed on the main
body section 31 and the installation position is not par-
ticularly limited. The control section 39 is a computer de-
vice that has a CPU and is operated by software, and
controls operation of the feeder device 3. As shown in
Fig. 3, the control section 39 receives a detection signal
of the splice tape detection sensor 33 and exchanges
information with the operation panel 38. Furthermore, the
control section 39 controls the operation of the feeding
motor 35 and the discharge motor 37. In addition, as de-
scribed above, when the feeder device 3 is equipped on
the pallet table 91, the control section 39 communicates
and connects with the control device 6. The control sec-
tion 39 has a function of the passing determination sec-
tion and the work defect determination section of the
present invention.
[0034] In this arrangement, when the splicing work is
defective, the splice portion 79 that is indicated in Figs.
4 and 5 is not formed correctly. In a defective splice por-
tion 79, a tape feeding defect tends to occur as a result
of peeling or catching of the splice tapes 76 and 77. The
feeding defect tends to occur while discharging the cover
side splice tape 77 using the discharge roller 36 after
passing the splice tape detection sensor 33 (detection
position) . That is, the cover side splice tape 77 may be
caught in a neck position such as the peeling position
318, the direction change roller 316, the discharge roller
36, and the like.
[0035] Meanwhile, the feeding defect tends to occur
while feeding out the bottom side splice tape 76 to the

feeding sprocket 34 after passing the splice tape detec-
tion sensor 33 until reaching the rear end of the feeder
device 3. Comparing the two splice tapes 76 and 77, the
distance at which the feeding defect tends to occur is
longer than the cover side splice tape 77. Accordingly, it
is possible to set the discharge roller 36 that is the neck
position furthest to the rear of the cover side splice tape
77 to the discharge position of the present invention.
[0036] According to this setting, the movement dis-
tance of the cover side splice tape 77 that reaches the
discharge roller 36 (discharge position) is a predeter-
mined length through the peeling position 318 and the
direction change roller 316 from the splice tape detection
sensor 33 (detection position) . In addition, the interval
from the splice tape detection sensor 33 up to the dis-
charge roller 36 is the passing area of the present inven-
tion. Information about a predetermined length and infor-
mation about a separation distance between the splice
tape detection sensor 33 (detection position) and the sup-
ply position 32 is held in advance in the control section 39.

(3. Operation of Component Mounting Machine 1 of Em-
bodiment and Feeder Device 3 of First Embodiment)

[0037] Next, the operation of the component mounting
machine 1 of the embodiment will be described. Fig. 7 is
a diagram of a process flow that explains operation of
the component mounting machine 1 of the embodiment.
Note that, since the process flow is substantially ad-
vanced by the control section 39 of the feeder device 3,
Fig. 7 is a diagram that describes an operation of the
feeder device 3 of the first embodiment. In step S1 in Fig.
7, the control section 39 discriminates whether or not the
splice tape detection sensor 33 detects the splice portion
79. When the splice portion 79 is detected, the control
section 39 advances the execution of the process flow
to step S2. In addition, in step S3 when the splice portion
79 is not detected, the control section 39 discriminates
whether or not the splice portion 79 is in the passing state
positioned in the passing area. When in the passing state,
the control section 39 advances the execution of the proc-
ess flow to step S2.
[0038] In step S2, the control section 39 manages the
position of the splice portion 79. There are two specific
sets of process content in step S2. In the first process
content, the control section 39 manages the number of
remaining components that remain in the first carrier tape
71A. In other words, the control section 39 manages a
state in which the splice portion 79 is fed out from the
splice tape detection sensor 33 up to the supply position
32. Thereby, the control section 39 is able to control (skip
control) such that the splice portion 79 and the cavity
section 74, which does not hold the components P in
front and to the rear of the splice portion 79, pass the
supply position 32. Accordingly, when there is no last
component P of the first carrier tape 71A, insignificant
suction operations are omitted, and the first component
P of the second carrier tape 71B is supplied to the supply
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position 32 in a short time.
[0039] In the second process content, the control sec-
tion 39 determines whether or not the splice portion 79
is in the passing state. That is, it is determined whether
or not the splice portion 79 is fed out from the splice tape
detection sensor 33 by a predetermined length. The sec-
ond process content of step S2 and the process content
of step S3 is equivalent to the passing determination sec-
tion of the present invention.
[0040] When the splice portion 79 is not detected, and
is not in the passing state, the control section 39 advanc-
es the execution of the process flow to step S4 and per-
forms the component supply operation. The component
supply is an operation in a normal state in which the splice
portion 79 is not involved. In the subsequent step S5, the
control section 39 determines the suction abnormality
state.
[0041] The suction abnormality state signifies that a
suction mistake occurs in which the suction nozzle 46 is
not able to suck the component P from the cavity section
74 of the supply position 32. The occurrence of the suc-
tion mistake is able to be determined by imaging the suc-
tion nozzle 46 from below by the component camera 5
or is able to be determined by imaging the suction nozzle
46 from the side by a camera device that is provided on
the mounting head 44. There are various variations in
the definition of the suction abnormality state. For exam-
ple, there may be a suction abnormality state with only
one suction mistake, and there may be the suction ab-
normality state when the suction mistake is not eliminated
even if the suction operation is repeated a predetermined
number of times with respect to the cavity section 74 at
one location. Furthermore, in a case where the suction
mistake is continued at the cavity section 74 at a prede-
termined number of locations , the suction abnormality
state is also possible. The suction abnormality state is
determined by the component transfer device 4, and the
determination result is transmitted from the control device
6 to the control section 39. The process content of step
S5 is equivalent to the suction abnormality determination
section of the present invention.
[0042] When the suction abnormality state does not
occur in step S5, the control section 39 returns imple-
mentation of the process flow to step S1, and transitions
to the supply of the subsequent component P. When the
suction abnormality state occurs in step S5, the control
section 39 advances implementation of the process flow
to step S6. In step S6, the control section 39 commands
general-purpose abnormality display (described in detail
later) that represents the "suction abnormality state" to
the operation panel 38, and stops thereafter.
[0043] After the position of the splice portion 79 is man-
aged in step S2, the control section 39 advances the
execution of the process flow to step S7, and performs
component supply operation. The component supply is
an operation when the splice portion 79 is in the passing
state. In the subsequent step S8, the control section 39
determines the suction abnormality state in the same

manner as in step S5. The process content of step S8 is
equivalent to the suction abnormality determination sec-
tion of the present invention.
[0044] When the suction abnormality state does not
occur in step S8, the control section 39 returns imple-
mentation of the process flow to step S1, and transitions
to the supply of the subsequent component P. When the
suction abnormality state occurs in step S8, the control
section 39 advances implementation of the process flow
to step S9, and determines that the cause of the suction
abnormality state is caused by the splicing work defect.
The process content of step S9 is equivalent to the work
defect determination section of the present invention. In
the subsequent step S10, the control section 39 com-
mands dedicated abnormality display (described in detail
later) that represents the "suction abnormality state in
the passing state of the splice portion 79" to the operation
panel 38, and stops thereafter.
[0045] Next, the display content of the abnormality dis-
play section 388 of the operation panel 38 is described
together with the related art. Fig. 8 is a table that indicates
display content of the abnormality display section 388 of
the operation panel 38. In Fig. 8, a column in which hor-
izontal lines are filled in signifies non-use. The flashing
state of the orange LED 38o in the drawings is not used
in the related art, and is display content that is added in
the embodiment.
[0046] In the related art, the green LED 38g of the ab-
normality display section 388 functions as a power dis-
play, and the orange LED 38o is in non-use. In addition,
the red LED 38r functions as the abnormality display, and
the operator is required to investigate and cope. In detail,
lighting of the green LED 38g represents "power on", and
unlit represents "power off". Lighting of the red LED 38r
represents "device abnormality" of the feeder device 3,
flashing represents "suction abnormality state", and unlit
represents "normal". The "suction abnormality state" is
a state in which it is unknown whether or not the cause
location is inside the feeder device 3, and therefore is
displayed differently from the "device abnormality".
[0047] Furthermore, in the embodiment, flashing of the
orange LED 38o is newly used as a dedicated abnormal-
ity display. Flashing of the orange LED 38o represents
the splice portion is in the passing state when the "suction
abnormality state" occurs that is represented by flashing
of the red LED 38r. Accordingly, flashing of the orange
LED 38o is displayed together with the flashing of the red
LED 38r, and is not displayed alone.
[0048] Flashing of the red LED 38r in the related art is
performed as a general-purpose abnormality display that
represents the "suction abnormality state" in step S6 of
the process flow in Fig. 7. In addition, flashing of the red
LED 38r and flashing of the orange LED 38o are per-
formed together as a dedicated abnormality display that
represents the "suction abnormality state" in step S10.
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(4. Modes and Effects of Component Mounting Machine 
1 of Embodiment and Feeder Device 3 of First Embodi-
ment)

[0049] The component mounting machine 1 of the em-
bodiment is provided with: a feeder device 3 that feeds
out the carrier tape 71 (71A, 71B) that is formed with
cavity sections 74 that hold components P lined up in a
row and sequentially supplies the components P to the
predetermined supply position32; the component trans-
fer device 4 that has the suction nozzle 46 that sucks the
component P from the cavity section 74 of the supply
position 32 and mounts the component P on a board K,
the mounting head 44 that holds the suction nozzle 46,
and the head driving mechanisms (41-43) that drive the
suction nozzle 46 and the mounting head 44; the splice
tape detection sensor 33 (splice portion detecting sec-
tion) that is provided at the detection position further on
the near side than the supply position 32 of the feeder
device 3 and detects the splice portion 79 that connects
the tail end 71E of the first carrier tape 71A and the lead-
ing end 71T of the second carrier tape 71B with each
other; the passing determination section (step S2, step
S3) that determines whether or not the splice portion 79
is in the passing state in which the position at which the
splice portion 79 is fed out from the detection position by
a longer predetermined length than the distance between
the detection position and the supply position 32 is re-
ferred to as a discharge position (discharge roller 36) and
the splice portion 79 is positioned within the passing area
from the detection position to the discharge position; the
suction abnormality determination section (step S5, step
S8) that determines the suction abnormality state in
which the suction nozzle 46 is not able to suck the com-
ponent P from the cavity section 74 of the supply position
32; the work defect determination section (step S9) that
determines the splicing work defect in a case where the
suction abnormality state is determined and the splice
portion 79 is determined to be in the passing state; and
the abnormality display section 388 that performs dedi-
cated abnormality display in a case where the splicing
work defect is determined.
[0050] Thereby, the splicing work defect is determined
and dedicated abnormality display is performed by flash-
ing of an orange LED 38o in a case where the suction
abnormality state is determined in which it is not possible
for the suction nozzle 46 to suck the component P and
the splice portion 79 is determined to be in the passing
state. Accordingly, when the suction abnormality state
occurs, an operator is able to determine whether or not
the cause of the suction abnormality state is caused by
the splicing work defect by confirming whether or not the
abnormality display section 388 performs dedicated ab-
normality display.
[0051] Furthermore, the abnormality display section
388 performs general-purpose abnormality display by
flashing of the red LED 38r in a case where the suction
abnormality state is determined and the splice portion 79

is determined to not be in the passing state, and performs
flashing (general-purpose abnormality display) of the red
LED 38r together with flashing (dedicated abnormality
display) of the orange LED 38o in a case where the splic-
ing work defect is determined.
[0052] Thereby, since the abnormality display section
388 requires only a minor change from the conventional
configuration, an increase in costs is suppressed. For
example, the abnormality display function of the abnor-
mality display section 388 that consists of three colors of
LED (indicator lamps) that are described in the embodi-
ment is able to realize only a device for control by
firmware without adding hardware.
[0053] The feeder device 3 of the first embodiment is
equipped in the component mounting machine 1 and
feeds out a carrier tape 71 (71A, 71B) that is formed with
cavity sections 74 that hold components P lined up in a
row and sequentially supplies the components P to the
predetermined supply position 32, the feeder device 3
provided with: the splice tape detection sensor 33 (splice
portion detecting section) that is provided at a detection
position further on a near side than the supply position
32 and detects the splice portion 79 that connects the
tail end 71E of the first carrier tape 71A and the leading
end 71T of the second carrier tape 71B with each other;
a passing determination section (step S2, step S3) that
determines whether or not the splice portion 79 is in the
passing state in which, when the position at which the
splice portion 79 is fed out from the detection position by
a predetermined length longer than a separation distance
between the detection position, the supply position 32 is
referred to as a discharge position (discharge roller 36)
and the splice portion 79 is positioned within the passing
area from the detection position to the discharge position;
a work defect determination section (step S9) that deter-
mines a splicing work defect in a case where the suction
abnormality state is determined in which the component
mounting machine 1 is not able to suck the component
P from the cavity section 74 at the supply position 32 and
the splice portion 79 is determined to be in the passing
state; and an abnormality display section 388 that per-
forms dedicated abnormality display in a case where the
splicing work defect is determined.
[0054] Thereby, since the feeder device 3 of the first
embodiment is provided with substantially the same con-
figuration requirements as the component mounting ma-
chine 1 of the embodiment, the same effects as the com-
ponent mounting machine 1 of the embodiment occur.
[0055] Note that, the component mounting machine 1
of the embodiment is also able to be carried out as a
splicing work defect determination method by replacing
the functions of the component mounting machine 1 in
an implementation step. That is, a function in which the
splice portion 79 is detected by the splice tape detection
sensor 33 is replaced in the splice portion detection step.
In addition, the function of the passing determination sec-
tion is replaced in a passing determination step, the func-
tion of the suction abnormality determination section is
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replaced in an suction abnormality determination step,
and the function of the work defect determination section
is replaced in a work defect determination step. Further-
more, the function in which the abnormality display sec-
tion 388 performs dedicated abnormality display is re-
placed in the abnormality display step.
[0056] In the splicing work defect determination meth-
od of the embodiment that consists of each step de-
scribed above, the same effects occur in the component
mounting machine 1 of the embodiment.

(5. Feeder Device of Second Embodiment)

[0057] Next, concerning the feeder device of the sec-
ond embodiment, the different functions and operations
from the first embodiment are mainly described. The
feeder device of the second embodiment is the same as
the feeder device 3 of the first embodiment with regard
to the hardware configuration, and the function of the
control section 39 and the display content of the abnor-
mality display section 388 are different. Fig. 9 is a diagram
of a process flow of a control section 39 that explains
operation of a feeder device of the second embodiment.
In the process flow of the second embodiment, the proc-
ess content of step S1 to step S6 are the same as the
first embodiment. In step S11 after step S2 in Fig. 9, the
control section 39 commands display of the splice portion
79 in the passing state on the operation panel 38, and
implementation of the subsequent process flow advanc-
es to step S4.
[0058] Fig. 10 is a table that indicates display content
of the abnormality display section 388 in the second em-
bodiment. As exemplified, instead of the flashing state
of the orange LED 38o in the first embodiment, in the
second embodiment, the lighting of the orange LED 38o
represents the "passing state" of the splice portion 79,
and turning off represents the "normal state" in which the
splice portion 79 is not involved. Unrelated to the abnor-
mality display content of the red LED 38r, the orange
LED 38o switches from being lit and unlit dependent on
only the position of the splice portion 79.
[0059] In the second embodiment, when the red LED
38r is flashing, the operator is able to determine whether
or not the "suction abnormality state" is caused by the
splicing work defect by referring to whether or not the
orange LED 38o is lit. In addition, unrelated to the display
of the red LED 38r, the operator is able to ascertain
whether or not the splice portion 79 is in the passing state.
[0060] The feeder device of the second embodiment
is equipped in the component mounting machine 1 and
feeds out the carrier tape 71 that is formed with cavity
sections 74 that hold components P lined up in a row and
sequentially supplies the components P to a predeter-
mined supply position 72, the feeder device provided
with: a splice tape detection sensor 33 (splice portion
detecting section) that is provided at a detection position
further on a near side than the supply position 72 and
detects the splice portion 79 that connects the tail end

71E of the first carrier tape 71A and the leading end 71T
of the second carrier tape 71B with each other; a passing
determination section (step S2, step S3) that determines
whether or not the splice portion 79 is in a passing state
in which, when the position at which the splice portion 79
is fed out from the detection position by a predetermined
length longer than a separation distance between the
detection position and the supply position 32 is referred
to as a discharge position (discharge roller 36), the splice
portion 79 is positioned within the passing area from the
detection position to the discharge position; and the or-
ange LED 38o (passing display section) of the abnormal-
ity display section 388 that displays that the splice portion
79 is in the passing state.
[0061] Thereby, when the suction abnormality state
occurs in which the suction nozzle 46 does not suck the
component P, the operator is able to determine whether
or not the cause of the suction abnormality state is caused
by the splicing work defect by referring to whether or not
the orange LED 38o is lit.

(6. Applications and Modifications of Embodiment)

[0062] Note that, as the splice portion detecting sec-
tion, instead of the splice tape detection sensor 33, it is
possible to use a tape imaging camera. The tape imaging
camera detects the splice tapes 76 and 77 by image
processing the acquired image data by imaging the car-
rier tape 71. In addition, in each embodiment, the abnor-
mality display section 388 may be provided in a location
other than the feeder device 3, for example, the display
section of the control device 6. The configuration of the
abnormality display section 388 and the method of the
abnormality display are able to be variously modified.
Furthermore, the present invention is able to be imple-
mented in the feeder device with a structure in which only
one side of the two adhesive sections of the cover tape
73 is peeled and the cavity section 74 is open, and the
cover tape 73 and the bottom tape 72 are integrally dis-
charged without any changes. Various other applications
and modifications of the present invention are possible.

Reference Signs List

[0063] 1: component mounting machine, 2: board con-
veyance device, 3: feeder device, 31: main body section,
33: splice tape detection sensor, 34: feeding sprocket,
36: discharge roller, 38: operation panel, 388: abnormal-
ity display section, 38g: green LED, 38o: orange LED,
38r: red LED, 39: control section, 4: component transfer
device, 46: suction nozzle, 5: component camera, 6: con-
trol device, 7: tape reel, 71, 71a, 71b: carrier tape, 72:
bottom tape, 73: cover tape, 74: cavity section, 76: bottom
side splice tape, 77: cover side splice tape, 79: splice
portion
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Claims

1. A component mounting machine comprising:

a feeder device that feeds out a carrier tape that
is formed with cavity sections, that hold compo-
nents, lined up in one row and sequentially sup-
plies the components to a predetermined supply
position;
a component transfer device that has a suction
nozzle that sucks the component from the cavity
section of the supply position and mounts the
component on a board, a mounting head that
holds the suction nozzle, and head driving
mechanisms that drive the suction nozzle and
the mounting head;
a splice portion detecting section that is provided
at a detection position further on a near side than
the supply position of the feeder device and de-
tects the splice portion that connects a tail end
of a first carrier tape and a leading end of a sec-
ond carrier tape with each other;
a passing determination section that determines
whether or not the splice portion is in a passing
state in which, when a position at which the
splice portion is fed out from the detection posi-
tion by a predetermined length longer than a
separation distance between the detection po-
sition and the supply position is referred to as a
discharge position, the splice portion is posi-
tioned within a passing area from the detection
position to the discharge position;
a suction abnormality determination section that
determines a suction abnormality state in which
the suction nozzle is not able to suck the com-
ponent from the cavity section of the supply po-
sition;
a work defect determination section that deter-
mines a splicing work defect in a case where the
suction abnormality state is determined and the
splice portion is determined to be in the passing
state; and
an abnormality display section that performs
dedicated abnormality display in a case where
the splicing work defect is determined.

2. The component mounting machine according to
Claim 1,
wherein the abnormality display section
performs general-purpose abnormality display in a
case where the suction abnormality state is deter-
mined and the splice portion is determined not to be
in the passing state, and
performs general-purpose abnormality display to-
gether with the dedicated abnormality display in a
case where the splicing work defect is determined.

3.  A feeder device that is equipped in a component

mounting machine, feeds out a carrier tape that is
formed with cavity sections, that hold components,
lined up in one row, and sequentially supplies the
components to a predetermined supply position, the
device comprising:

a splice portion detecting section that is provided
at a detection position further on a near side than
the supply position and detects the splice portion
that connects a tail end of a first carrier tape and
a leading end of a second carrier tape with each
other;
a passing determination section that determines
whether or not the splice portion is in a passing
state in which, when a position at which the
splice portion is fed out from the detection posi-
tion by a predetermined length longer than a
separation distance between the detection po-
sition and the supply position is referred to as a
discharge position, the splice portion is posi-
tioned within a passing area from the detection
position to the discharge position;
a work defect determination section that deter-
mines a splicing work defect in a case where a
suction abnormality state is determined in which
the component mounting machine is not able to
suck the component from the cavity section at
the supply position and the splice portion is de-
termined to be in the passing state; and
an abnormality display section that performs
dedicated abnormality display in a case where
the splicing work defect is determined.

4. The feeder device according to Claim 3,
wherein the abnormality display section
performs general-purpose abnormality display in a
case where the suction abnormality state is deter-
mined and the splice portion is determined not to be
in the passing state, and
performs general-purpose abnormality display to-
gether with dedicated abnormality display in a case
where the splicing work defect is determined.

5. A feeder device that is equipped in a component
mounting machine, feeds out a carrier tape that is
formed with cavity sections, that hold components,
lined up in one row, and sequentially supplies the
components to a predetermined supply position, the
device comprising:

a splice portion detecting section that is provided
at a detection position further on a near side than
the supply position and detects the splice portion
that connects a tail end of a first carrier tape and
a leading end of a second carrier tape with each
other;
a passing determination section that determines
whether or not the splice portion is in a passing
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state in which, when a position at which the
splice portion is fed out from the detection posi-
tion by a predetermined length longer than a
separation distance between the detection po-
sition and the supply position is referred to as a
discharge position, the splice portion is posi-
tioned within a passing area from the detection
position to the discharge position; and
a passing display section that displays that the
splice portion is in the passing state.

6. A splicing work defect determination method for de-
termining a defect of splicing work in which a tail end
of a first carrier tape and a leading end of a second
carrier tape are connected with each other, in a com-
ponent mounting machine provided with a feeder de-
vice that feeds out a carrier tape that is formed with
cavity sections that hold components lined up in one
row and sequentially supplies the components to a
predetermined supply position, and a component
transfer device that has a suction nozzle that sucks
the component from the cavity section of the supply
position and mounts the component on a board, a
mounting head that holds the suction nozzle, and
head driving mechanisms that drive the suction noz-
zle and the mounting head,
the method comprising:

a splice portion detection step of detecting the
splice portion at a detection position further on
a near side than the supply position of the feeder
device;
a passing determination step of determining
whether or not the splice portion is in a passing
state in which, when a position at which the
splice portion is fed out from the detection posi-
tion by a predetermined length longer than a
separation distance between the detection po-
sition and the supply position is referred to as a
discharge position, the splice portion is posi-
tioned within a passing area from the detection
position to the discharge position;
a suction abnormality determination step of de-
termining a suction abnormality state in which
the suction nozzle is not able to suck the com-
ponent from the cavity section of the supply po-
sition;
a work defect determination step of determining
a splicing work defect in a case where the suc-
tion abnormality state is determined and the
splice portion is determined to be in the passing
state; and
an abnormality display step of performing ded-
icated abnormality display in a case where the
splicing work defect is determined.
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