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Description

BACKGROUND OF THE INVENTION

1. Field of the Invention

[0001] The present invention relates to an automatic
lay-up machine including a head device and a support
mechanism. The head device includes a sheet supplying
unit, a lay-up unit, and a sheet take-up unit. A raw-cloth
roller having a long prepreg sheet wound therearound is
mounted in the sheet supplying unit, and the sheet sup-
plying unit supplies the prepreg sheet from the raw-cloth
roller. The prepreg sheet includes sheet-shaped prepreg
and release paper bonded to a surface of the prepreg.
The lay-up unit lays up the prepreg on a receiving surface
by pressing the prepreg sheet supplied by the sheet sup-
plying unit against the receiving surface with a lay-up
head. The sheet take-up unit takes up the release paper
separated from the prepreg when the prepreg is laid up.
The support mechanism supports the head device and
includes a mechanism for moving the head device at least
in a lay-up direction of the prepreg and a width direction
of the prepreg sheet.

2. Description of the Related Art

[0002] Composite materials are used in aircraft-related
components, automobile-related components, and
sports and recreational goods. The composite materials
are manufactured by forming a prepreg laminate into a
predetermined shape and then pressing and heating the
prepreg laminate. The prepreg laminate is obtained by
laying up prepreg in which reinforced fiber, such as car-
bon fiber or glass fiber, is impregnated with an epoxy
resin or the like.
[0003] The prepreg is generally laid up manually or by
an automatic lay-up machine. The automatic lay-up ma-
chine lays up the prepreg by pressing a prepreg sheet
supplied from a raw-cloth roller against a receiving sur-
face with a lay-up head. Examples of the types of auto-
matic lay-up machines include a type in which the raw-
cloth roller is fixed and a type in which the raw-cloth roller
moves together with the lay-up head.
[0004] A prepreg lay-up machine disclosed in Japa-
nese Unexamined Patent Application Publication No.
6-55656 is an example of an automatic lay-up machine
of the type in which the raw-cloth roller moves together
with the lay-up head.
[0005] This prepreg lay-up machine includes a device
(head device) including a let-off unit (sheet supplying
unit), a lay-up unit, and a take-up unit (sheet take-up unit).
A raw-cloth roller having long prepreg tape (prepreg
sheet) wound therearound is mounted in the let-off unit
(sheet supplying unit), and the let-off unit (sheet supply-
ing unit) supplies the prepreg sheet from the raw-cloth
roller. The prepreg tape (prepreg sheet) includes sheet-
shaped prepreg and separation paper (release paper)

bonded to a surface of the prepreg. The lay-up unit lays
up the prepreg on a receiving surface by pressing the
prepreg sheet supplied by the let-off unit against the re-
ceiving surface with a lay-up roller (lay-up head). The
take-up unit (sheet take-up unit) takes up the release
paper separated from the prepreg when the prepreg is
laid up. In addition to the head device, the prepreg lay-
up machine also includes a support mechanism (not
shown) that supports the head device and includes an
apparatus body (mechanism) that moves the head de-
vice three dimensionally (for example, in the lay-up di-
rection of the prepreg and the width direction of the pre-
preg sheet). This prepreg lay-up machine lays up the
prepreg by placing the prepreg next to the previously
deposited prepreg with a predetermined gap therebe-
tween in the width direction thereof, and automatically
stops laying up the prepreg when the gap exceeds a pre-
determined allowable value.
[0006] In the automatic lay-up machine of the type in
which the raw-cloth roller moves together with the lay-up
head, the raw-cloth roller is positioned with respect to the
receiving surface in the width direction when a lay-up
operation is started. The prepreg is laid up by moving the
raw-cloth roller and the lay-up head in a direction in which
the receiving surface extends and pressing the prepreg
sheet against the receiving surface with the lay-up head.
In the lay-up process, even when the raw-cloth roller is
moved while the position of the raw-cloth roller coincides
with position of the receiving surface in the width direc-
tion, the prepreg sheet pressed by the lay-up head may
become displaced from the receiving surface in the width
direction. Such a displacement may be the result of the
following.
[0007] That is, the prepreg sheet wound around the
raw-cloth roller includes portions in which the internal
stress (residual stress) is not uniform in the width direc-
tion.
[0008] This is because although the prepreg sheet is
wound around the raw-cloth roller while a tension is ap-
plied thereto, the tension distribution in the width direction
is not appropriately managed.
[0009] When the prepreg sheet is supplied from the
raw-cloth roller in the lay-up process, the internal stress
in the prepreg sheet is released. As a result, a deviating
force is generated in the prepreg sheet (prepreg) in the
width direction, and the above-described displacement
occurs.
[0010] Since the raw-cloth roller and the lay-up head
are arranged such that the positions thereof coincide with
the position of the receiving surface in the width direction,
the deviation of the prepreg sheet (prepreg) appears as
a displacement of the prepreg sheet (prepreg) with re-
spect to the lay-up head in the width direction. In other
words, when the displacement occurs, the position of the
prepreg sheet (prepreg) with respect to the lay-up head
in the width direction is shifted in the width direction from
that at the start of the lay-up operation.
[0011] The amount of deviation of the prepreg sheet
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(prepreg) due to the internal stress is small, so that the
displacement of the prepreg with respect to the receiving
surface in the width direction caused in a single lay-up
operation does not affect the quality of the prepreg lam-
inate obtained as a result of the lay-up operation. How-
ever, if the next and following lay-up operations are per-
formed without correcting the above-described displace-
ment of the prepreg sheet (prepreg) with respect to the
lay-up head in the width direction, the displacement grad-
ually increases.
[0012] When the prepreg is laid up on the receiving
surface while being displaced in the width direction by a
large amount, a prepreg laminate that can be formed into
a desired shape cannot be obtained. Thus, the quality of
the prepreg laminate is degraded.
[0013] In addition, in an automatic lay-up machine in
which prepregs are arranged next to each other in the
width direction as described in Japanese Unexamined
Patent Application Publication No. 6-55656, constant
gaps cannot be provided between the adjacent prepregs.
As a result, a prepreg laminate having a desired strength
cannot be obtained, and the quality of the prepreg lami-
nate is degraded.
[0014] US 5,117,348 discloses a method for aligning
an actual surface or coordinate system of a workpiece
or tool with the coordinate system of the machine working
on it so that relative movement between the tool or work-
piece and machine as defined by a part program is ac-
curately controlled. EP 2 639 048 A1 discloses a fiber
laying device with a correction device for correcting a
predetermined laying position of a fibrous web to be
placed depending on the detected edge position of the
fibrous web edge of at least one previously placed fibrous
web.

SUMMARY OF THE INVENTION

[0015] The present invention has been made in light
of the above-described circumstances. An object of the
present invention is to provide a method according to
claim 1 for preventing quality degradation of a prepreg
laminate due to an increasing displacement of a prepreg
sheet (prepreg) in an automatic lay-up machine which,
as described above, includes a head device including a
sheet supplying unit, a lay-up unit, and a sheet take-up
unit, and a support mechanism. The quality degradation
of the prepreg laminate is prevented by correcting a po-
sition of the prepreg sheet (prepreg) with respect to a
lay-up head in a width direction and cancelling the dis-
placement when a lay-up operation is started.
[0016] The present invention is applied to an automatic
lay-up machine including a head device and a support
mechanism. The head device includes a sheet supplying
unit in which a raw-cloth roller having a long prepreg
sheet wound therearound is mounted and that supplies
the prepreg sheet from the raw-cloth roller, the prepreg
sheet including sheet-shaped prepreg and release paper
bonded to a surface of the prepreg; a lay-up unit that lays

up the prepreg on a receiving surface by pressing the
prepreg sheet supplied by the sheet supplying unit
against the receiving surface with a lay-up head; and a
sheet take-up unit that takes up the release paper sep-
arated from the prepreg when the prepreg is laid up. The
support mechanism supports the head device and in-
cludes a mechanism for moving the head device at least
in a lay-up direction of the prepreg and a width direction
of the prepreg sheet.
[0017] The present invention is a lay-up-position cor-
recting method for the automatic lay-up machine for
achieving the above-described object. The lay-up-posi-
tion correcting method corrects a lay-up position (position
of the prepreg sheet in the width direction at a start of a
lay-up operation). The lay-up-position correcting method
includes a first step of establishing a state in which a
position of the raw-cloth roller coincides with a lay-up
position in the width direction by moving the head device
to a starting point of the lay-up position while the head
device is in a state in which an end portion of the prepreg
sheet fed from the raw-cloth roller is below the lay-up
head and in which a predetermined tension is applied to
the prepreg sheet; a second step of determining a devi-
ation between a position of an edge of the prepreg sheet
and the lay-up position in the width direction; a third step
of establishing a state in which the position of the edge
of the prepreg sheet coincides with the lay-up position in
the width direction by moving the head device by a move-
ment amount corresponding to the deviation in a move-
ment direction along the width direction for cancelling the
deviation; a fourth step of establishing a state in which
the end portion of the prepreg sheet is pressed against
the receiving surface at the starting point of the lay-up
position by moving the head device or the lay-up head
downward; and a fifth step of reestablishing the state in
which the position of the raw-cloth roller coincides with
the lay-up position in the width direction by moving the
head device in a direction along the width direction op-
posite to the movement direction in the third step by an
amount equal to the movement amount in the third step.
[0018] In this specification, the "end portion of the pre-
preg sheet" is a leading end portion of the prepreg sheet
in the longitudinal direction, and is a portion located below
the lay-up head. More specifically, as described above,
the prepreg sheet fed from the raw-cloth roller includes
the sheet-shaped prepreg and the release paper bonded
to the surface of the prepreg. Therefore, a portion that
has been fed from the raw-cloth roller prior to the portion
located below the lay-up head, where the prepreg and
the release paper are separated from each other in the
lay-up operation, does not form the prepreg sheet, and
is therefore not referred to as the prepreg sheet.
[0019] In addition, in this specification, the "edge of the
prepreg sheet" is an edge of the prepreg sheet in the
width direction.
[0020] In addition, in this specification, to be precise,
the "lay-up position" that is described in relation to the
"position of the edge of the prepreg sheet" is a position
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of an end of the lay-up position in the width direction at
a side corresponding to the side of the edge of the prepreg
sheet that is to be compared. Therefore, the "deviation
between a position of an edge of the prepreg sheet and
the lay-up position (in the width direction)" determined in
the second step is the deviation between the position of
the edge of the prepreg sheet and the position of the end
of the lay-up position in the width direction. In addition,
the "state in which the position of the edge of the prepreg
sheet coincides with the lay-up position in the width di-
rection" in the third step is the state in which the position
of the edge of the prepreg sheet coincides with the po-
sition of the end of the lay-up position in the width direc-
tion. Similar expressions in the following description also
have this meaning.
[0021] The lay-up-position correcting method accord-
ing to the present invention may further include a tension
reducing step of reducing a tension of the prepreg sheet,
the tension reducing step being performed between the
fourth step and the fifth step; and a tension returning step
of reestablishing the state in which the predetermined
tension is applied to the prepreg sheet, the tension re-
turning step being performed after the fifth step.
[0022] In the case where the lay-up-position correcting
method according to the present invention further in-
cludes the tension reducing step and the tension return-
ing step, the tension reducing step may be a step of ro-
tating the raw-cloth roller in a direction for feeding the
prepreg sheet, and the tension returning step may be a
step of rotating the raw-cloth roller in a direction for re-
winding the prepreg sheet.
[0023] According to the present invention, in a state in
which the position of the raw-cloth roller coincides with
the lay-up position in the width direction at the start of
the lay-up operation, the deviation between the position
of the edge of the prepreg sheet and the lay-up position
in the width direction is determined (second step), and
the head device is moved in the width direction on the
basis of the deviation to establish the state in which the
position of the edge of the prepreg sheet coincides with
the lay-up position (third step). Then, the state in which
the end portion of the prepreg sheet is pressed against
the receiving surface by the lay-up head is established
(fourth step), and the head device is moved in a direction
opposite to that of the above-described movement by an
amount equal to that of the above-described movement
to reestablish the state in which the position of the raw-
cloth roller coincides with the lay-up position in the width
direction (fifth step). Accordingly, the displacement of the
prepreg sheet (prepreg) with respect to the lay-up head
in the width direction can be canceled at the start of the
lay-up operation. Since the lay-up operation is stated
while there is no displacement, even when the prepreg
is displaced from the lay-up position in the width direction
due to the internal stress of the prepreg during the lay-
up operation, the amount of displacement is not greater
than that generated in a single lay-up operation, and is
prevented from being further increased. As a result, deg-

radation of the quality of the prepreg laminate due to the
above-described displacement can be suppressed.
[0024] After the step of positioning the edge of the pre-
preg sheet with respect to the lay-up position in the width
direction and establishing the state in which the prepreg
sheet is pressed against the receiving surface (fourth
step), the tension reducing step of reducing the tension
of the prepreg sheet may be performed before the step
of positioning the raw-cloth roller and the lay-up head
with respect to the lay-up position in the width direction
(fifth step), so that the fifth step can be performed in the
state in which the tension of the prepreg sheet is reduced.
In this case, the force by which the end portion of the
prepreg sheet and the lay-up head is pressed against
each other (hereinafter referred to also as "pressing
force") can be reduced. As a result, in the fifth step, the
head device can be moved in the width direction without
applying a large force. Accordingly, the head device can
be easily positioned in the width direction in the fifth step.
[0025] In addition, when the step of reducing the ten-
sion of the prepreg sheet and the step of returning the
tension are performed by rotating the raw-cloth roller so
as to feed and rewind the prepreg sheet, it is not neces-
sary to provide a dedicated mechanism or the like for
enabling the automatic lay-up machine (head device) to
perform the above-described steps. Therefore, the struc-
ture of the automatic lay-up machine (head device) can
be prevented from becoming complex.

BRIEF DESCRIPTION OF THE DRAWINGS

[0026]

Fig. 1 is a perspective view of an automatic lay-up
machine to which the present invention is applied.
Fig. 2 illustrates a head device included in the auto-
matic lay-up machine.
Fig. 3 illustrates the control system of a lay-up device
controller included in the automatic lay-up machine.
Figs. 4A and 4B illustrate the automatic lay-up ma-
chine viewed in the width direction and from above
(in the direction of arrow IVB in Fig. 4A), respectively,
in a first step and a second step of a lay-up-position
correcting method.
Figs. 5A and 5B illustrate the automatic lay-up ma-
chine viewed in the width direction and from above
(in the direction of arrow VB in Fig. 5A), respectively,
in a third step of the lay-up-position correcting meth-
od.
Figs. 6A and 6B illustrate the automatic lay-up ma-
chine viewed in the width direction and from above
(in the direction of arrow VIB in Fig. 6A), respectively,
in a fourth step of the lay-up-position correcting
method.
Figs. 7A and 7B illustrate the automatic lay-up ma-
chine viewed in the width direction and from above
(in the direction of arrow VIIB in Fig. 7A), respective-
ly, in a fifth step of the lay-up-position correcting
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method.
Fig. 8 is a perspective view of another example of
an automatic lay-up machine to which the present
invention is applied.

DESCRIPTION OF THE PREFERRED EMBODIMENTS

[0027] Fig. 1 illustrates an example of an automatic
lay-up machine 10 to which the present invention is ap-
plied. The automatic lay-up machine 10 includes a head
device 11 which supplies a prepreg sheet 15 and lays up
prepreg 15a, and a support mechanism 12 including a
mechanism for moving the head device 11. As illustrated
in Fig. 2, the prepreg sheet 15 includes the long sheet-
shaped prepreg 15a and release paper 15b bonded to a
surface of the prepreg 15a.
[0028] As illustrated in Figs. 1 and 2, the head device
11 includes a sheet supplying unit 2, a lay-up unit 3, and
a sheet take-up unit 4 as main components. The sheet
supplying unit 2 supplies the prepreg sheet 15 from a
raw-cloth roller 21 around which the prepreg sheet 15 is
wound. The lay-up unit 3 lays up the prepreg 15a on a
receiving surface 17a (top surface of a working table 17
in the illustrated example) by pressing the prepreg sheet
15 against the receiving surface 17a. The sheet take-up
unit 4 takes up the release paper 15b that is separated
from the prepreg 15a.
[0029] The head device 11 according to the present
embodiment includes a support frame 11a as a main
component, the support frame 11a including a pair of
support plates 11b and 11b arranged in an axial direction
of the raw-cloth roller 21 with a gap therebetween. The
above-described units 2, 3, and 4 are supported by the
support frame 11a in a space between the support plates
11b and 11b of the support frame 11a. In the present
embodiment, the head device 11 includes a tension roller
11e for detecting the tension of the prepreg sheet 15, a
cutter 11g that cuts only the prepreg 15a of the prepreg
sheet 15, an edge sensor 11i that detects the position of
an edge of the prepreg sheet 15, and a winding diameter
sensor 11n that detects the winding diameter of the raw-
cloth roller 21, all of which are disposed between the
sheet supplying unit 2 and the lay-up unit 3.
[0030] In the following description, each of the units 2,
3, and 4 will be described in detail. In the following de-
scription, "lay-up direction" is a direction in which the
head device 11 is moved in a lay-up operation, and "width
direction" is a horizontal direction that is orthogonal to
the lay-up direction.
[0031] The sheet supplying unit 2 includes the raw-
cloth roller 21, around which the prepreg sheet 15 is
wound, and a let-off driving mechanism 22 that rotates
the raw-cloth roller 21.
[0032] The raw-cloth roller 21 is rotatably supported
by a feeding shaft 11c in a space between the pair of
support plates 11b and 11b of the support frame 11a.
More specifically, the raw-cloth roller 21 has a through
hole 21a that extends therethrough in the axial direction

at the center thereof, and is supported by the feeding
shaft 11c that extends through the through hole 21a. The
feeding shaft 11c is rotatably supported, at one end por-
tion thereof, by one of the pair of support plates 11b and
11b through a bearing or the like (not shown). In other
words, the feeding shaft 11c is supported in a cantilever
manner by the one of the pair of support plates 11b and
11b of the support frame 11a. The raw-cloth roller 21 is
fitted to the feeding shaft 11c in a non-rotatable manner,
so that the raw-cloth roller 21 is supported so as to be
rotatable relative to the support frame 11a (support plates
11b and 11b).
[0033] The let-off driving mechanism 22 includes a
feed motor M1, which is a servo motor that serves as a
drive source, and a driving-force transmission mecha-
nism 23 that transmits rotation of an output shaft of the
feed motor M1 to the feeding shaft 11c. In the illustrated
example, the driving-force transmission mechanism 23
includes a gear train 23a or the like, and connects the
output shaft of the feed motor M1 to the above-described
end portion of the feeding shaft 11c. With this structure,
in the sheet supplying unit 2, the raw-cloth roller 21 is
rotated by the feed motor M1, and the amount of rotation
of the raw-cloth roller 21 can be controlled when the pre-
preg sheet 15 is fed.
[0034] The lay-up unit 3 is disposed behind the sheet
supplying unit 2 in the lay-up direction and below the
sheet supplying unit 2 in the up-down direction (Z-axis
direction Figs. 1 and 2). The lay-up unit 3 includes a lay-
up head 31 that presses the prepreg sheet 15 against
the receiving surface 17a, and a pressing driving mech-
anism 32 that supports the lay-up head 31 and includes
a mechanism for moving the lay-up head 31 in the up-
down direction. The pressing driving mechanism 32 in-
cludes a lay-up motor M3, which is a servo motor that
serves as a drive source, and a drive converting mech-
anism 33 that converts a rotation of an output shaft of
the lay-up motor M3 into a movement of the lay-up head
31 in the up-down direction.
[0035] In the illustrated example, the drive converting
mechanism 33 includes a ball screw mechanism. The
ball screw mechanism includes a screw shaft 33a that is
connected to the output shaft of the lay-up motor M3, a
nut bracket 33b that meshes with the screw shaft 33a
and supports the lay-up head 31, and a linear rail 33c
that prevents the nut bracket 33b from rotating and guides
the movement of the nut bracket 33b in the up-down di-
rection. In the illustrated example, the nut bracket 33b
includes a nut portion that meshes with the screw shaft
and a bracket portion that extends downward from a por-
tion of an outer peripheral surface of the nut portion to a
position further downward than the linear rail 33c.
[0036] With this structure, in the lay-up unit 3, the lay-
up motor M3 rotates the screw shaft 33a so that the nut
bracket 33b moves in the up-down direction along the
screw shaft 33a and the linear rail 33c.
[0037] The lay-up head 31 has a substantially triangu-
lar cross section along a plane orthogonal to the longitu-
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dinal direction thereof (direction perpendicular to Fig. 2).
The lay-up head 31 is supported in the space between
the pair of support plates 11b and 11b by the nut bracket
33b of the pressing driving mechanism 32 such that the
longitudinal direction thereof is parallel to the axis of the
raw-cloth roller 21 and the center thereof coincides with
the center of the raw-cloth roller 21 in the width direction.
Therefore, when the screw shaft 33a is rotated by the
lay-up motor M3 so that the nut bracket 33b is moved in
the up-down direction as described above, the lay-up
head 31 moves in the up-down direction together with
the nut bracket 33b.
[0038] The sheet take-up unit 4 is disposed behind the
lay-up unit 3 in the lay-up direction and above the lay-up
unit 3 in the up-down direction. The sheet take-up unit 4
includes a take-up roller 41 that takes up the release
paper 15b separated from the prepreg 15a of the prepreg
sheet 15 and a take-up driving mechanism 42 that rotates
the take-up roller 41.
[0039] The take-up roller 41 is rotatably supported by
a take-up shaft 11d in the space between the pair of sup-
port plates 11b and 11b. More specifically, the take-up
roller 41 has a through hole 41a that extends there-
through in the axial direction at the center thereof, and
is supported by the take-up shaft 11d that extends
through the through hole 41a. The take-up shaft 11d is
rotatably supported, at one end portion thereof, by one
of the pair of support plates 11b and 11b through a bear-
ing or the like (not shown). In other words, the take-up
shaft 11d is supported in a cantilever manner by the one
of the pair of support plates 11b and 11b of the support
frame 11a. Here, the one of the pair of support plates
11b and 11b is the same support plate as the support
plate that supports the feeding shaft 11c in the sheet
supplying unit 2. The take-up roller 41 is fitted to the take-
up shaft 11d in a non-rotatable manner, so that the take-
up roller 41 is supported so as to be rotatable relative to
the support frame 11a (support plates).
[0040] The take-up driving mechanism 42 includes a
take-up motor M2, which is a servo motor that serves as
a drive source, and a driving-force transmission mecha-
nism 43 that transmits rotation of an output shaft of the
take-up motor M2 to the take-up shaft 11d. In the illus-
trated example, the driving-force transmission mecha-
nism 43 includes a gear train 43a or the like, and connects
the output shaft of the take-up motor M2 to the above-
described end portion of the take-up shaft 11d. With this
structure, in the sheet take-up unit 4, the take-up roller
41 is rotated by the take-up motor M2, and takes up the
release paper 15b separated from the prepreg 15a while
the torque thereof is maintained constant (by torque con-
trol).
[0041] In the head device 11 including the sheet sup-
plying unit 2, the lay-up unit 3, and the sheet take-up unit
4, the prepreg sheet 15 fed from the raw-cloth roller 21
of the sheet supplying unit 2 is guided to a bottom end
portion of the lay-up head 31 of the lay-up unit 3. Then,
the lay-up head 31 is moved downward by the pressing

driving mechanism 32 of the lay-up unit 3, so that the
prepreg sheet 15 is pressed against the receiving surface
17a by the bottom end portion of the lay-up head 31.
[0042] As a result of the pressing process, the prepreg
15a of the prepreg sheet 15 adheres to the receiving
surface 17a. Although the receiving surface 17a is the
top surface of the working table 17 in the illustrated ex-
ample, the receiving surface 17a is not limited to this,
and may instead be the top surface of the prepreg 15a
placed on the top surface of the working table 17 in the
previous lay-up operation. While the prepreg 15a of the
prepreg sheet 15 adheres to the receiving surface 17a,
the release paper 15b becomes separated from the pre-
preg 15a as a result of the pressing process since the
release paper 15b is guided from the pressing position
toward the sheet take-up unit 4. Then, the release paper
15b that has been separated from the prepreg 15a is
wound around the take-up roller 41 in the sheet take-up
unit 4.
[0043] Thus, in the head device 11, the prepreg sheet
15 fed from the raw-cloth roller 21 is referred to as the
prepreg sheet 15 only on a path from the raw-cloth roller
21 to the lay-up head 31, and only the release paper 15b
separated from the prepreg 15a is present on a path from
the lay-up head 31 to the sheet take-up unit 4.
[0044] The tension roller 11e is disposed between the
sheet supplying unit 2 and the lay-up unit 3 so as to be
in contact with the separation-paper-15b-side surface of
the prepreg sheet 15, and is rotatably supported by the
support frame 11a. The tension roller 11e is arranged so
that the path along which the prepreg sheet 15 passes
the tension roller 11e and is guided toward the lay-up
head is bent. Thus, the tension roller 11e receives a load
based on the tension of the prepreg sheet 15.
[0045] The tension roller 11e is supported by the sup-
port frame 11a such that a load cell and a support member
or the like connected to the load cell (neither is illustrated)
are disposed between the tension roller 11e and the sup-
port frame 11a. Therefore, when the load based on the
tension of the prepreg sheet 15 is placed on the tension
roller 11e as described above, the load is detected by
the load cell, and the tension of the prepreg sheet 15 is
detected on the basis of the detected load.
[0046] Although not described in detail herein, in the
lay-up operation, the detected tension of the prepreg
sheet 15 is used for the drive control of the feed motor
M1 included in the let-off driving mechanism 22 of the
sheet supplying unit 2. More specifically, the detected
tension value is compared with a preset target value to
determine a deviation therebetween, and the driving op-
eration of the feed motor M1 is controlled by correcting
the basic speed of the feed motor M1 on the basis of the
deviation. Thus, the tension of the prepreg sheet 15 is
controlled so as to be maintained at the desired value.
[0047] The cutter 11g is disposed between the tension
roller 11e and the lay-up unit 3 so as to be supported by
the support frame 11a. The cutter 11g is arranged so as
to oppose the prepreg 15a of the prepreg sheet 15 such
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that the longitudinal direction of a cutting edge 11h of the
cutter 11g is the same as the width direction of the pre-
preg sheet 15. The cutter 11g moves toward the prepreg
15a of the prepreg sheet 15, and cuts only the prepreg
15a of the prepreg sheet 15 (without cutting the release
paper 15b). Thus, the prepreg sheet 15 is guided toward
the lay-up head after only the prepreg 15a is cut by the
cutter 11g at a location between the tension roller 11e
and the lay-up unit 3.
[0048] The edge sensor 11i is disposed between the
cutter 11g and the lay-up unit 3 so as to be supported by
the support frame 11a. The edge sensor 11i is a sensor
for detecting the position of an edge of the prepreg sheet
15, and includes a light emitting unit 11j and a light re-
ceiving unit 11k that oppose each other with the prepreg
sheet 15 disposed therebetween.
[0049] More specifically, in the width direction, the light
emitting unit 11j and the light receiving unit 11k are ar-
ranged such that the edge of the prepreg sheet 15 is
disposed in a region toward which the light emitting unit
11j emits light. The amount of light emitted from the light
emitting unit 11j toward the edge of the prepreg sheet 15
(amount of received light) is measured by the light re-
ceiving unit 11k, and a detection signal that corresponds
to the amount of received light is output. When the posi-
tion of the edge of the prepreg sheet 15 is constant, the
amount of received light measured by the light receiving
unit 11k is also constant. However, when the position of
the edge changes, the amount of received light also
changes. Therefore, the displacement of the edge can
be determined from the detection signal output in accord-
ance with the degree of change in the amount of received
light.
[0050] The position of the edge of the prepreg sheet
15 is detected to determine the displacement (position
shift) of the prepreg sheet 15 in the width direction. Even
when the prepreg sheet 15 is displaced in the width di-
rection, the size of the prepreg sheet 15 in the width di-
rection hardly changes. Therefore, it can be assumed
that displacements (directions and amounts) of both edg-
es of the prepreg sheet 15 are equal to each other. Ac-
cordingly, it is sufficient to detect the position of one of
the edges. Therefore, in the present embodiment, the
edge sensor 11i is provided near one of the edges of the
prepreg sheet 15.
[0051] The edge sensor 11i, which is a detector for
detecting the position of an edge of the prepreg sheet
15, may instead be provided at each edge of the prepreg
sheet 15, and the displacements of the edges may be
determined on the basis of the detection values obtained
by the respective detectors. Such a detector is not limited
to the above-described edge sensor 11i, and may instead
be a detector including an imaging device, such as a
camera, that detects a change in the position of the cor-
responding edge by capturing an image of the prepreg
sheet 15.
[0052] The winding diameter sensor 11n is disposed
near the raw-cloth roller 21 of the sheet supplying unit 2

so as to be supported by the support frame 11a. The
winding diameter sensor 11n is a sensor for detecting
the winding diameter of the raw-cloth roller 21 supported
by the feeding shaft 11c. In the illustrated example, the
winding diameter sensor 11n is a non-contact distance
sensor that is arranged so as to oppose the surface of
the raw-cloth roller 21. The winding diameter of the raw-
cloth roller 21 is determined on the basis of the distance
to the surface of the raw-cloth roller 21 measured by the
distance sensor. The winding diameter sensor 11n is not
limited to the distance sensor. For example, a swingable
arm (not shown) may be provided on the support frame
11a such that an end thereof is in contact with the surface
of the raw-cloth roller 21, and a swing angle of the arm
may be detected by using an angle sensor (not shown).
[0053] In the present embodiment, as illustrated in Fig.
1, the support mechanism 12 is a double-housing mech-
anism on which the head device 11 is supported (sus-
pended). The support mechanism 12 includes a pair of
side rails 12a and 12a, a double-housing gantry unit 6
including a pair of columns 61 and 61 provided on the
respective rails 12a and 12a and a crossbeam 62 that
extends between the columns 61 and 61, and a saddle
unit 7 that is supported on the crossbeam 62 and supports
the head device 11.
[0054] Each of the components of the support mech-
anism 12 will now be described.
[0055] The pair of side rails 12a and 12a serve as a
base of the support mechanism 12, and are laid on the
floor so as to be parallel to each other with the working
table 17, on which the prepreg 15a is laid up, disposed
therebetween. Each side rail 12a has a guide rail 12b on
the top surface thereof at the center of the side rail 12a
in the width direction, the guide rail 12b extending in the
longitudinal direction of the side rail 12a. In the following
description, the longitudinal direction of each side rail 12a
(Y-axis direction in Fig. 1) is referred to also as a "front-
back direction", and the width direction of each side rail
12a (horizontal direction orthogonal to the direction in
which the side rail 12a extends, or X-axis direction in Fig.
1) is referred to also as a "left-right direction".
[0056] The gantry unit 6 is a double-housing mecha-
nism that supports the head device 11 with the saddle
unit 7, and includes a double-housing structure as a main
body. The double-housing structure includes the pair of
columns 61 and 61 that stand on the respective side rails
12a and 12a and the crossbeam 62 that extends between
the columns 61 and 61. In addition, in the gantry unit 6,
a slide base 63 is interposed between each side rail 12a
and the corresponding column 61 to support the column
61, and a slide driving mechanism 64 is provided for each
slide base 63 to move the slide base 63.
[0057] Each column 61 is a rectangular-column-
shaped member that stands on the corresponding side
rail 12a with the corresponding slide base 63 interposed
therebetween. More specifically, each slide base 63 is
disposed on the corresponding side rail 12a in a movable
manner such that the slide base 63 is fitted to and guided
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by the guide rail 12b, and each column 61 is arranged
so as to stand on the corresponding slide base 63. Each
slide base 63 is driven by the corresponding slide driving
mechanism 64, which is disposed between the slide base
63 and the side rail 12a, so as to move in the longitudinal
direction of the side rail 12a (front-back direction).
[0058] Each slide driving mechanism 64 includes a Y-
axis motor M4, which is a servo motor that serves as a
drive source attached to the corresponding slide base
63, a pinion gear 64a connected to an output shaft of the
Y-axis motor M4, and a rack 64b attached to the corre-
sponding side rail 12a. More specifically, the Y-axis motor
M4 is attached to a side surface of the slide base 63 in
the width direction (left-right direction) (inner surface (sur-
face facing the working table 17) in the illustrated exam-
ple). Also, the rack 64b is attached to a side surface of
the side rail 12a at the same side such that the rack 64b
extends in the longitudinal direction of the side rail 12a.
The pinion gear 64a that is fixed to the output shaft of
the Y-axis motor M4 meshes with the rack 64b. With this
structure, when the Y-axis motors M4 and M4 attached
to the respective slide bases 63 and 63 are synchronous-
ly driven, the slide bases 63 and 63 move in the front-
back direction (longitudinal direction of each side rail 12a)
and the columns 61 and 61 simultaneously move in the
front-back direction, so that the entire body of the gantry
unit 6 including the crossbeam 62 move in the front-back
direction.
[0059] The crossbeam 62 extends between the pair of
columns 61 and 61 so as to extend in a direction orthog-
onal to the longitudinal direction of each side rail 12a (left-
right direction). In the illustrated example, the crossbeam
62 includes a pair of rectangular-column-shaped beam
members 62a and 62a. Each beam member 62a is at-
tached to an upper portion of each column 61 at the ends
thereof so that each column 61 is sandwiched between
the beam members 62a and 62a in the front-back direc-
tion.
[0060] The saddle unit 7 is a mechanism that supports
the head device 11 on the crossbeam 62 such that the
head device 11 is suspended from the saddle unit 7. The
saddle unit 7 includes a saddle base 71 from which the
head device 11 is suspended so as to be rotatable around
an axis in the up-down direction (axis parallel to the Z-
axis direction in Fig. 1, hereinafter referred to as a "C-
axis"), a head driving mechanism 72 for rotating the head
device 11 around the C-axis, and a saddle driving mech-
anism 73 for moving the saddle base 71.
[0061] The saddle base 71 is movably provided on the
crossbeam 62, and a shaft member 74 which retains the
head device 11 is attached to the saddle base 71. In more
detail, in the illustrated example, the saddle base 71 has
a plate-shaped structure and placed on the top surface
of the crossbeam 62 (pair of beam members 62a and
62a) so as to be movable in the longitudinal direction of
the crossbeam 62 (left-right direction). More specifically,
each beam member 62a has a rail (not shown) that ex-
tends in the longitudinal direction (left-right direction) on

the top surface thereof, and the saddle base 71 has
grooves that extend in the left-right direction in the bottom
surface thereof, each groove being fitted to the corre-
sponding rail. Thus, the grooves in the saddle base 71
are fitted to the respective rails on the crossbeam 62
(beam members 62a and 62a), so that the saddle base
71 is movable (slidable) in the direction in which the rails
extend, that is, in the longitudinal direction of the cross-
beam 62.
[0062] The shaft member 74, which has a columnar
shape, is attached to the saddle base 71 so as to extend
from the bottom surface of the saddle base 71. More
specifically, the saddle base 71 has a through hole (not
shown) at the center thereof (at a position between the
pair of beam members 62a and 62a of the crossbeam
62 in the state in which the saddle base 71 is placed on
the crossbeam 62), and the shaft member 74 is attached
to the saddle base 71 by being inserted through the
through hole.
[0063] The shaft member 74 is attached to the saddle
base 71 at the top end thereof, and extends downward
from the saddle base 71. In addition, the shaft member
74 is rotatably supported by the saddle base 71 through
a bearing or the like (not shown). The head device 11 is
attached to the bottom end of the shaft member 74, so
that the head device 11 is supported on (suspended from)
the saddle base 71, that is, the crossbeam 62, by the
shaft member 74.
[0064] The shaft member 74 is supported by the saddle
base 71 by being inserted through the through hole
formed in the saddle base 71, and is connected to the
head driving mechanism 72, which is attached to the sad-
dle base 71, at the top end thereof. The shaft member
74 is rotated around the C-axis (around the central axis
of the shaft member 74 (C-axis)) by the head driving
mechanism 72.
[0065] The head driving mechanism 72 includes a C-
axis motor M6, which is a servo motor that serves as a
drive source, and a driving-force transmission unit 72a
that includes a conversion mechanism for converting a
rotation of an output shaft of the C-axis motor M6 into a
rotation of the shaft member 74 around the C-axis. The
conversion mechanism included in the driving-force
transmission unit 72a may be, for example, a worm gear
mechanism or a bevel gear mechanism. The driving-
force transmission unit 72a is configured to connect a
shaft member (not shown) connected to the top end of
the shaft member 74, which is supported by the saddle
base 71, to the output shaft of the C-axis motor M6 with
the above-described conversion mechanism.
[0066] With this structure, when the C-axis motor M6
is driven, the shaft member 74 is rotated around the C-
axis. Accordingly, the head device 11, which is supported
by the shaft member 74, is rotated around the C-axis.
[0067] The saddle driving mechanism 73 includes an
X-axis motor M5, which is a servo motor that serves as
a drive source attached to the saddle base 71, a pinion
gear 73a connected to an output shaft of the X-axis motor
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M5, and a rack 73b attached to the crossbeam 62. More
specifically, the X-axis motor M5 is attached to one of
the side surfaces of the saddle base 71 that are parallel
to the crossbeam 62 (front surface in the illustrated ex-
ample). The rack 73b is attached to one of the pair of
beam members 62a and 62a of the crossbeam 62 that
is adjacent to the one of the side surfaces of the saddle
base 71. The rack 73b extends in the longitudinal direc-
tion of the crossbeam 62. The pinion gear 73a that is
fixed to the output shaft of the X-axis motor M5 meshes
with the rack.
[0068] With this structure, when the X-axis motor M5
attached to the saddle base 71 is driven, the entire body
of the saddle unit 7 including the saddle base 71 is moved
in the left-right direction (longitudinal direction of the
crossbeam 62). Accordingly, the head device 11, which
is suspended from the saddle unit 7, is also moved in the
left-right direction.
[0069] In the automatic lay-up machine 10 according
to the present embodiment having the above-described
structure, as illustrated in Fig. 3, the motors M1 to M6 for
driving the head device 11 and the units 6 and 7 of the
support mechanism 12 are connected to a lay-up device
controller 13, which is a main controller, and driving op-
erations thereof are controlled by the lay-up device con-
troller 13. An input device 14 is connected to the lay-up
device controller 13. The input device 14 is operated
when the lay-up operation of the automatic lay-up ma-
chine 10 is to be started, and is used, for example, to
output a command signal for starting the lay-up operation
to the lay-up device controller 13.
[0070] The lay-up device controller 13 includes storage
means (memory (not shown)) installed therein, and the
storage means stores an operation program for control-
ling the driving operations of the motors M1 to M6 of the
support mechanism 12 and the head device 11 in, for
example, the lay-up operation. The operation program
is, for example, created by an external personal computer
or the like, transferred to the storage means through the
input device 14, and stored in the storage means.
[0071] In the lay-up operation, the lay-up device con-
troller 13 drives the motors M1 to M6 in accordance with
the operation program stored in the storage means. Ac-
cordingly, the driving operations of the motors M1 to M6
are controlled so as to follow the operation procedures
according to the operation program. As a result, the op-
eration of the head device 11 performed by the support
mechanism 12 and the operations of the components
included in the head device 11 are executed. The oper-
ation of the head device 11 and the operations of the
components included in the head device 11 are executed
as follows.
[0072] To move the head device 11 in the front-back
direction (Y-axis direction Fig. 1), the lay-up device con-
troller 13 drives the left and right Y-axis motors M4 and
M4 included in the respective slide driving mechanisms
64 and 64 of the gantry unit 6 so that the output shafts
of the Y-axis motors M4 and M4 are rotated in rotational

directions corresponding to the direction of the move-
ment and by an amount corresponding to the amount of
the movement. Accordingly, as described above, the Y-
axis motors M4 and M4 are synchronously driven so that
the entire body of the gantry unit 6 including the cross-
beam 62 is moved in the front-back direction. As a result,
the head device 11 supported by the saddle unit 7 on the
crossbeam 62 of the gantry unit 6 is moved in the front-
back direction.
[0073] To move the head device 11 in the left-right di-
rection (X-axis direction in Fig. 1), the lay-up device con-
troller 13 drives the X-axis motor M5 included in the sad-
dle driving mechanism 73 of the saddle unit 7 so that the
output shaft of the X-axis motor M5 is rotated in a rota-
tional direction corresponding to the direction of the
movement and by an amount corresponding to the
amount of the movement. Accordingly, as described
above, the entire body of the saddle unit 7 is moved in
the left-right direction. As a result, the head device 11
supported by the saddle unit 7 is moved in the left-right
direction.
[0074] To move the head device 11 in an oblique di-
rection, the lay-up device controller 13 drives the left and
right Y-axis motors M4 and M4 included in the respective
slide driving mechanisms 64 and 64 of the gantry unit 6
and the X-axis motor M5 included in the saddle driving
mechanism 73 of the saddle unit 7 so that the output
shafts thereof are synchronously rotated by amounts cor-
responding to the amount of the movement in the oblique
direction, that is, by amounts corresponding to the
amounts of movements in the front-back and left-right
directions that correspond to the movement in the oblique
direction. Thus, the movement of the gantry unit 6 in the
front-back direction and the movement of the saddle unit
7 in the left-right direction are performed synchronously.
As a result, the head device 11 supported by the saddle
unit 7 on the crossbeam 62 of the gantry unit 6 is moved
in the oblique direction.
[0075] To rotate the head device 11 around the C-axis,
the lay-up device controller 13 drives the C-axis motor
M6 included in the head driving mechanism 72 of the
saddle unit 7 so that the output shaft of the C-axis motor
M6 is rotated in a direction corresponding to the rotational
direction of the head device 11 and by an amount corre-
sponding to the rotational angle (amount of rotation) of
the head device 11. Accordingly, the shaft member 74 is
rotated round the C-axis, and the head device 11 sup-
ported (retained) by the shaft member 74 is rotated
around the C-axis as a result.
[0076] To move the head device 11 in the width direc-
tion (horizontal direction orthogonal to the lay-up direc-
tion), when the lay-up direction is the Y-axis direction,
the lay-up device controller 13 drives the X-axis motor
M5 so that the head device 11 is moved in the X-axis
direction. When the lay-up direction is the X-axis direc-
tion, the lay-up device controller 13 drives each Y-axis
motor M4 so that the head device 11 is moved in the Y-
axis direction. When the lay-up direction is an oblique
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direction, the lay-up device controller 13 drives each Y-
axis motor M4 and the X-axis motor M5 synchronously
so that the head device 11 is moved in a direction orthog-
onal to the oblique direction.
[0077] In the lay-up operation, that is, when the head
device 11 is moved in the lay-up direction, the lay-up
device controller 13 drives the feed motor M1 included
in the let-off driving mechanism 22 of the sheet supplying
unit 2 so that the raw-cloth roller 21 (feeding shaft 11c)
is rotated at a speed corresponding to the movement
speed of the head device 11. More specifically, the lay-
up device controller 13 is connected to the winding di-
ameter sensor 11n so that the winding diameter signal
from the winding diameter sensor 11n is input to the lay-
up device controller 13. The lay-up device controller 13
determines a basic speed on the basis of the movement
speed of the head device 11 according to the operation
program and the winding diameter of the raw-cloth roller
21 determined on the basis of the winding diameter signal
from the winding diameter sensor 11n, and drives the
feed motor M1 at a rotational speed based on the basic
speed.
[0078] As illustrated in Fig. 3, the lay-up device con-
troller 13 is connected to a load cell 11f provided to detect
the tension of the prepreg sheet 15 through the above-
described tension roller 11e. A load signal corresponding
to the tension of the prepreg sheet 15 is input to the lay-
up device controller 13 from the load cell 11f. The lay-up
device controller 13 detects the tension of the prepreg
sheet 15 on the basis of the load signal input from the
load cell 11f, corrects the basic speed on the basis of the
detected tension value and a target tension value as de-
scribed above, and drives the feed motor M1 in accord-
ance with the corrected basic speed. Thus, the prepreg
sheet 15 is fed from the raw-cloth roller 21 by a feeding
rate that corresponds to the movement speed of the head
device 11 and at which the tension can be maintained at
the target tension value.
[0079] In addition, when the lay-up operation is started,
or when a movement of the head device 11 is started in
an operation other than the lay-up operation, the lay-up
device controller 13 drives the lay-up motor M3 included
in the pressing driving mechanism 32 of the lay-up unit
3 to move the lay-up head 31 in the up-down direction
(Z-axis direction in Figs. 1 and 2).
[0080] The movement of the lay-up head 31 in the up-
down direction will now be described. With regard to the
downward movement, to establish a state in which an
end portion of the prepreg sheet 15 is pressed against
the receiving surface 17a by the lay-up head 31 at the
start of the lay-up operation, the lay-up head 31 is moved
downward (lowered) to a position where the prepreg
sheet 15 is pressed against the receiving surface 17a
(hereinafter referred to as a "pressing position"). When
the lay-up head 31 is at the pressing position, the lay-up
device controller 13 performs torque control for the lay-
up motor M3 so that the end portion of the prepreg sheet
15 is pressed against the receiving surface 17a by a con-

stant force. With regard to the upward movement of the
lay-up head 31, when, for example, the movement of the
head device 11 toward a starting point of the lay-up po-
sition for the next lay-up operation is started, the lay-up
head 31 is moved upward (raised) to a position separated
from the receiving surface 17a (hereinafter referred to as
a "retracted position").
[0081] The lay-up device controller 13 drives the take-
up motor M2 included in the take-up driving mechanism
42 of the sheet take-up unit 4 while performing torque
control thereof. Accordingly, as described above, the
take-up roller 41 takes up the release paper 15b sepa-
rated from the prepreg 15a such that the tension of the
release paper 15b is maintained constant.
[0082] The lay-up device controller 13 performs the
lay-up operation or the like by driving the motors M1 to
M6 so that the above-described operation of the head
device 11 and the operations of the components included
in the head device 11 are executed in accordance with
the operation program. More specifically, the lay-up op-
eration or the like is carried out by steps (1) to (8) de-
scribed below. The steps are set in the above-described
operation program.

(1) When an operator operates the input device 14
to start the lay-up operation, first, the lay-up device
controller 13 drives each motor M4 and/or the motor
M5 in accordance with the operation program to
move the head device 11 from the standby position
(current position) to the starting point of the lay-up
position. More specifically, in the state in which the
lay-up head 31 is at the retracted position (at an up-
per position in a standby state), the lay-up device
controller 13 drives each Y-axis motor M4 and/or the
X-axis motor M5 so that the head device 11 is moved
to the starting point of the lay-up position. Accord-
ingly, the head device 11 is moved in the front-back
direction and/or the left-right direction to the starting
point of the lay-up position.
(2) When the head device 11 reaches the starting
point of the lay-up position, the lay-up device con-
troller 13 drives the C-axis motor M6 to make the
orientation (movement direction) of the head device
11 match the lay-up direction. Accordingly, the head
device 11 rotates around the central axis of the shaft
member 74 of the saddle unit 7 (around the C-axis),
so that the orientation (movement direction) thereof
matches the lay-up direction. The rotation angle of
the head device 11 is determined on the basis of the
orientation of the head device 11 at the time when
the head device 11 is moved to the starting point of
the lay-up position (current angle) and the lay-up di-
rection of the next lay-up operation set in the oper-
ation program.
(3) At the starting point of the lay-up position, the lay-
up device controller 13 drives the lay-up motor M3
to move the lay-up head 31 to the pressing position.
Accordingly, the lay-up head 31 is moved downward
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toward the pressing position, and presses the end
portion of the prepreg sheet 15 against the receiving
surface 17a when the lay-up head 31 reaches the
pressing position.
(4) When the movement of the lay-up head 31 to the
pressing position is completed, the lay-up device
controller 13 detects the tension of the prepreg sheet
15 through the load cell 11f. When the detected value
is not equal to the target tension value, the lay-up
device controller 13 drives the feed motor M1 to ro-
tate the raw-cloth roller 21. More specifically, when
the detected value of the tension of the prepreg sheet
15 is higher than the target tension value, the feed
motor M1 is driven in a direction for feeding the pre-
preg sheet 15. When the detected value of the ten-
sion is lower than the target tension value, the feed
motor M1 is driven in a direction for retracting the
prepreg sheet 15.
(5) After the above-described step (4), the lay-up de-
vice controller 13 drives each Y-axis motor M4 and/or
the X-axis motor M5 to move the head device 11 in
the lay-up direction, and also drives the feed motor
M1 as described above, while performing torque
control of the lay-up motor M3 to maintain the state
in which the end portion of the prepreg sheet 15 is
pressed against the receiving surface 17a by the lay-
up head 31. Accordingly, the lay-up operation is per-
formed in which the prepreg sheet 15 is fed from the
raw-cloth roller 21 and the prepreg 15a is laid up on
the receiving surface 17a as a result of the movement
of the head device 11 (lay-up head 31). In addition,
in the lay-up operation, the lay-up device controller
13 drives the take-up motor M2 so that the release
paper 15b separated from the prepreg 15a in the lay-
up operation is taken up while the tension thereof is
maintained constant. To move the head device 11
in the lay-up direction, each motor M4 and the motor
M5 are driven as described above. In addition, as
described above, the tension of the prepreg sheet
15 fed from the raw-cloth roller 21 is maintained at
the target tension during the lay-up operation.
(6) Then, when the head device 11 reaches a posi-
tion at which the prepreg 15a is laid up by a prede-
termined length set in the operation program (end
point of the lay-up position), the motors that have
been driven to move the head device 11 in the lay-
up direction are stopped. The lay-up device control-
ler 13 drives the cutter 11g included the head device
11 when the head device 11 is at a position in front
of the end point of the lay-up position. Accordingly,
the prepreg 15a of the prepreg sheet 15 is cut by the
cutter 11g. The position in front of the end point of
the lay-up position is a position separated from the
end point of the lay-up position in the lay-up direction
by the distance between the cutter 11g and the bot-
tom end portion of the lay-up head 31 along the path
of the prepreg sheet 15 in the head device 11. Since
the prepreg 15a is cut at the position in front of the

end point of the lay-up position, when the head de-
vice 11 (lay-up head 31) reaches the end point of
the lay-up position, the end portion of the prepreg
sheet 15 (cut portion of the prepreg 15a) is at the
end point of the lay-up position.
(7) When the head device 11 reaches the end point
of the lay-up position, as described above, the lay-
up device controller 13 stops driving the motors that
have been driven to move the head device 11 in the
lay-up direction, thereby stopping the movement of
the head device 11. In addition, the lay-up device
controller 13 also drives the lay-up motor M3 to move
the lay-up head 31 upward to the retracted position.
Then, similar to the above-described step (1), the
lay-up device controller 13 drives each Y-axis motor
M4 and/or the X-axis motor M5 to move the head
device 11 to the starting point of the lay-up position
for the next lay-up operation.
(8) The lay-up operation for laying up the prepreg
15a on the receiving surface 17a is performed by
repeatedly driving the motors M1 to M6 with the lay-
up device controller 13 in the above-described way.
In the case where the lay-up direction for the current
lay-up operation is the same as the lay-up direction
for the next lay-up operation, the above-described
step (2) is omitted.

[0083] In the above-described lay-up operation per-
formed by the automatic lay-up machine 10, the prepreg
sheet 15 is displaced in the width direction due to the
internal stress in the prepreg sheet 15 (prepreg 15a) fed
from the raw-cloth roller 21. The steps of a method for
correcting the position of the prepreg sheet 15 in the width
direction to eliminate the displacement will be described
with reference to Figs. 4A to 7B in the order of steps [1]
to [8]. In Figs. 4B, 5B, 6B, and 7B, the dashed lines L1
show the straight lines that connect the edges of the raw-
cloth roller 21 and the take-up roller 41 in the width di-
rection. The dashed lines L1 show the positions of both
edges of the prepreg sheet 15 and the release paper 15b
in the width direction in the case where the prepreg sheet
15 is not displaced in the width direction. The dashed
lines L2, which are displaced from the dashed lines L1
in the width direction, show the positions of the edges of
the prepreg sheet 15 in the width direction at the position
of the lay-up head 31 in the case where the prepreg sheet
15 is displaced in the width direction. The distance Δ from
the dashed lines L1 to the respective dashed lines L2
shows the amount of displacement that has occurred.

[1] In a first step, first, the above-described step (1)
or (7) of the lay-up operation is performed to move
the head device 11 to the starting point P1 of the lay-
up position, and the above-described step (2) is per-
formed so that the orientation (movement direction)
of the head device 11 matches the lay-up direction,
as illustrated in Figs. 4A and 4B. Thus, the position
of the raw-cloth roller 21 coincides with the lay-up
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position in the width direction.
Here, assume that the prepreg sheet 15 is displaced
in the width direction. In such a case, as illustrated
in Fig. 4B, in the state in which the position of the
raw-cloth roller 21 coincides with the lay-up position
in the width direction as a result of the first step, the
positions of the edges of the raw-cloth roller 21 in
the width direction (dashed lines L1) do not coincide
with (are displaced by the distance Δ in the width
direction from) the positions of the edges of the pre-
preg sheet 15 (dashed lines L2).
[2] Next, in the second step, the lay-up device con-
troller 13 detects the position of one edge of the pre-
preg sheet 15 (hereinafter referred to simply as an
"edge position") on the basis of the detection signal
output from the edge sensor 11i, and determines a
deviation of the edge position from the lay-up posi-
tion (position of an end of the lay-up position in the
width direction).
More specifically, the edge sensor 11i outputs the
detection signal corresponding to the amount of light
received by the light receiving unit 11k to the lay-up
device controller 13, and the lay-up device controller
13 detects the edge position on the basis of the de-
tection signal from the edge sensor 11i. As described
above, since the amount of light received by the light
receiving unit 11k changes in accordance with a
change in the edge position, the lay-up device con-
troller 13 detects the edge position on the basis of
the amount of received light represented by the de-
tection signal.
The lay-up device controller 13 determines, on the
basis of the result of the detection, whether or not
the edge position is shifted from the lay-up position,
that is, whether or not there is a displacement be-
tween the prepreg sheet 15 and the lay-up position
in the width direction. When it is determined that
there is a displacement, the lay-up device controller
13 determines, on the basis of the degree of change
(amount of change) in the amount of received light,
a direction of deviation between the edge position
and the lay-up position, that is, a direction in which
the edge position is displaced from the lay-up posi-
tion (hereinafter referred to as a "deviation direc-
tion"), and the magnitude of the deviation, that is, the
distance Δ between the edge position and the lay-
up position in the width direction (hereinafter referred
to as an "amount of deviation Δ").
More specifically, with regard to the deviation direc-
tion, referring to Fig. 4B, when the edge position is
displaced (shifted) toward the left (leftward) in the
width direction, that is, when the deviation direction
is leftward, the amount of light received by the edge
sensor 11i is increased. When the edge position is
displaced (shifted) toward the right (rightward) in the
width direction, that is, when the deviation direction
is rightward, the amount of light received by the edge
sensor 11i is reduced. Accordingly, the lay-up device

controller 13 determines the deviation direction
based on whether the amount of received light is
increased or reduced.
The amount of deviation Δ (distance Δ in Fig. 4B)
changes in proportion to the amount by which the
amount of received light is increased or reduced. As
the leftward displacement (shift) of the edge position
increases, the amount of received light increases in
proportion to the distance by which the edge position
is shifted (displaced). As the rightward displacement
(shift) of the edge position increases, the amount of
received light decreases in proportion to the distance
by which the edge position is shifted (displaced). Ac-
cordingly, in the present embodiment, the propor-
tional relationship between the amount of change in
the amount of received light and the amount of de-
viation Δ is set in the lay-up device controller 13 in
advance in the form of a mathematical expression,
a table, or the like, and the lay-up device controller
13 determines the amount of deviation Δ on the basis
of the amount of change in the amount of received
light by using the function, table, or the like.
In the second step, in the case where the lay-up de-
vice controller 13 determines that the edge position
is not shifted, that is, that there is no displacement
between the prepreg sheet 15 and lay-up position
as a result of the detection of the edge position, the
lay-up device controller 13 carries out the lay-up op-
eration (step (3) and the following steps of the lay-
up operation) without carrying out the "third step"
and the following steps described below.
[3] In a third step, on the basis of the deviation direc-
tion and the amount of deviation Δ determined in the
second step, the lay-up device controller 13 drives
the motors to move the head device 11 by the same
amount as the amount of deviation Δ in a direction
along the width direction for cancelling the deviation,
that is, in a direction opposite to the deviation direc-
tion, as illustrated in Fig. 5B. Thus, a state in which
the edge position and the lay-up position coincide
with each other is established.
More specifically, the lay-up device controller 13
drives each Y-axis motor M4 and/or the X-axis motor
M5 in accordance with the lay-up direction, which is
set in the operation program, to move the head de-
vice 11 in the width direction, which is orthogonal to
the lay-up direction. The lay-up device controller 13
also controls the driving amounts (amounts of rota-
tion) of the motors so that the amount by which the
head device 11 is moved in the width direction by
the motors is the same amount as the amount of
deviation Δ. Thus, the head device 11 is moved by
the same amount as the amount of deviation Δ right-
ward when the deviation direction determined in the
second step is leftward, and leftward when the de-
viation direction determined in the second step is
rightward.
Thus, as a result of the movement of the head device
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11 in the direction for cancelling the deviation, the
state in which the edge position and the lay-up po-
sition coincide with each other, that is, the state in
which the prepreg sheet 15 is at the lay-up position
in the width direction, is established. However, as a
result of the movement of the head device 11, as
illustrated in Fig. 5B, the position of the head device
11 (raw-cloth roller 21) in the width direction is dis-
placed from the lay-up position by the amount of de-
viation Δ in a direction opposite to the deviation di-
rection.
[4] In a fourth step, after the third step, the lay-up
device controller 13 drives the lay-up motor M3 to
move the lay-up head 31 toward the pressing posi-
tion (downward). As illustrated in Fig. 6A, when the
lay-up head 31 reaches the pressing position, the
state in which the end portion of the prepreg sheet
15 is pressed against the receiving surface 17a is
established. Accordingly, the prepreg sheet 15 is
pressed against the receiving surface 17a in such a
state that the end portion thereof is positioned at the
starting point P1 of the lay-up position in the lay-up
direction and the width direction.
[5] According to the present invention, a fifth step,
which will be described below, is performed after the
fourth step. However, in the present embodiment, a
tension reducing step is performed between the
fourth step and the fifth step. In the tension reducing
step, the tension of the prepreg sheet 15 is reduced
so that the force that presses the end portion of the
prepreg sheet 15 and the lay-up head 31 against
each other, that is, the pressing force applied ther-
ebetween, is reduced. The tension reducing step is
performed so that, by reducing the pressing force,
the head device 11 can be moved in the width direc-
tion without applying a large force and positioning of
the head device 11 can be easily performed in the
fifth step.
In the present embodiment, the tension reducing
step is performed by driving the feed motor M1 so
that the prepreg sheet 15 is fed from the raw-cloth
roller 21. More specifically, the above-described op-
eration program stores a feeding length (feeding
amount) by which the prepreg sheet 15 is to be fed
from the raw-cloth roller 21 in the tension reducing
step. The lay-up device controller 13 determines the
driving amount of the feed motor M1 on the basis of
the feeding length and the current winding diameter
of the raw-cloth roller 21 detected by the winding
diameter sensor 11n, and drives the feed motor M1
by the determined driving amount in the direction for
feeding the prepreg sheet 15. Thus, the prepreg
sheet 15 is fed from the raw-cloth roller 21 by the
feeding length, and the tension of the prepreg sheet
15 is reduced.
The drive control of the feed motor M1 is not limited
to the above-described control, and the feed motor
M1 may instead be driven such that the tension of

the prepreg sheet 15 is adjusted to a predetermined
tension value. More specifically, the lay-up device
controller 13 may drive the feed motor M1 in the di-
rection for feeding the prepreg sheet 15 while de-
tecting (monitoring) the tension of the prepreg sheet
15 through the tension roller 11e, and stop driving
the feed motor M1 when the tension is reduced to
the predetermined tension value.
[6] In a fifth step, in the state in which the tension of
the prepreg sheet 15 is reduced as a result of the
tension reducing step, to reestablish the state in
which the position of the head device 11 (raw-cloth
roller 21) coincides with the lay-up position, the lay-
up device controller 13 drives the motors to move
the head device 11 in a direction opposite to the di-
rection in which the head device 11 is moved in the
third step, that is, in the deviation direction, by the
amount of deviation Δ (amount of movement in the
third step).
More specifically, to move the head device 11 in the
deviation direction by the same amount as the
amount of deviation Δ, the lay-up device controller
13 drives the motors driven in the third step (each
Y-axis motor M4 and/or the X-axis motor M5) so that
the output shafts of the motors are rotated in direc-
tions opposite to the rotational directions in the third
step. The lay-up device controller 13 also controls
the driving amounts (amounts of rotation) of the mo-
tors so that the amount by which the head device 11
is moved is the same as that in the third step. Ac-
cordingly, the head device 11 is moved leftward, as
illustrated in Fig. 7B, in the case where the head
device 11 is moved rightward in the third step, and
rightward in the case where the head device 11 is
moved leftward in the third step, by the same amount
as the amount of deviation Δ.
In the fifth step, the head device 11 is moved in the
width direction while the end portion of the prepreg
sheet 15 is pressed against the receiving surface
17a by the lay-up head 31. However, the end portion
of the prepreg sheet 15 is not moved in the width
direction in response to the movement of the head
device 11. This will be described in more detail.
In the above-described fourth step, the end portion
of the prepreg sheet 15 is pressed against the re-
ceiving surface 17a by the lay-up head 31, so that
the end portion of the prepreg sheet 15 is sand-
wiched between the receiving surface 17a and the
lay-up head 31 and retained at the starting point P1
of the lay-up position. In this state, in the fifth step,
the head device 11 is moved in the width direction.
When the head device 11 is moved, the lay-up head
31 slides along the prepreg sheet 15 (release paper
15b).
However, when the lay-up head 31 slides along the
prepreg sheet 15, the end portion of the prepreg
sheet 15 does not move together with the lay-up
head 31. This is because, since the release paper
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15b of the prepreg sheet 15 generally has a smooth
surface, the coefficient of friction between the lay-up
head 31 and the release paper 15b is small, and
therefore the frictional resistance generated be-
tween the lay-up head 31 and the release paper 15b
during the above-described movement is small.
Moreover, the frictional resistance is reduced be-
cause the pressing force between the lay-up head
31 and the release paper 15b is reduced as a result
of the tension reducing step performed before the
fifth step. Since the end portion of the prepreg sheet
15 is retained by being sandwiched between the re-
ceiving surface 17a and the lay-up head 31 as de-
scribed above, and since the prepreg 15a itself is
adhesive, the retaining force is greater than the force
applied to the prepreg sheet 15 in the direction of
movement of the lay-up head 31 due to the frictional
resistance when the lay-up head 31 is moved. Ac-
cordingly, the end portion of the prepreg sheet 15
does not move (displacement does not occur) when
the head device 11 (lay-up head 31) is moved.
In addition, since the pressing force between the lay-
up head 31 and the prepreg sheet 15 is reduced as
a result of the above-described tension reducing
step, the head device 11 can be moved in the width
direction without applying a large force in the fifth
step.
As a result of the fifth step, the position of the head
device 11 coincides with the lay-up position again
while the state in which the position of the end portion
of the prepreg sheet 15 in the width direction (above-
described edge position) coincides with the lay-up
position is maintained. Accordingly, in the state in
which the position of the raw-cloth roller 21 coincides
with the lay-up position, the edge position coincides
with the lay-up position, in other words, the displace-
ment of the prepreg sheet 15 from the lay-up position
is canceled (corrected).
[7] As described above, in the present embodiment,
the tension of the prepreg sheet 15 is reduced in the
tension reducing step. Therefore, after the fifth step,
it is necessary to return (increase) the tension of the
prepreg sheet 15 to that in the fourth and previous
steps before the lay-up operation is started. Accord-
ingly, a tension returning step is performed.
In the present embodiment, the tension returning
step is performed by driving the feed motor M1 so
as to rewind the prepreg sheet 15, which has been
fed in the tension reducing step, around the raw-cloth
roller 21. More specifically, to rewind the prepreg
sheet 15 around the raw-cloth roller 21 by the same
length as the above-described feeding length, the
lay-up device controller 13 drives the feed motor M1
by the driving amount determined in the tension re-
ducing step so that the output shaft of the feed motor
M1 is rotated in a direction opposite to that in the
tension reducing step. Accordingly, the prepreg
sheet 15 is rewound around the raw-cloth roller 21

by the same length as the feeding length, and the
tension of the prepreg sheet 15 returns to that in the
fourth and previous steps.
In the case where the drive control of the feed motor
M1 is performed by monitoring the tension of the
prepreg sheet 15 in the tension reducing step, also
in the tension returning step, the lay-up device con-
troller 13 may drive the feed motor M1 while detecting
(monitoring) the tension of the prepreg sheet 15 so
that the tension of the prepreg sheet 15 is adjusted
to the tension value for the lay-up operation set in
advance in the operation program. Alternatively, in
this case, the lay-up device controller 13 may store
the driving amount (amount of rotation) of the feed
motor M1 in the tension reducing step, and drive the
feed motor M1 in a direction opposite to that in the
tension reducing step by the stored driving amount
(amount of rotation).
[8] As a result of the above-described steps [1] to
[7], the deviation (displacement) of the prepreg sheet
15 in the width direction at the starting point P1 of
the lay-up position is canceled. Then, the lay-up de-
vice controller 13 starts the lay-up operation by per-
forming the above-described step (5) of the lay-up
operation.

[0084] The present invention is not limited to the
above-described embodiment, and various modifica-
tions are possible, as in the following embodiments.

(1) In the above-described embodiment, the support
mechanism 12 included in the automatic lay-up ma-
chine 10 to which the present invention is applied
has a double-housing structure in which the head
device 11 is supported (suspended) between the pair
of columns 61 and 61 that stand on the left and right
sides of the working table 17. However, the automat-
ic lay-up machine 10 to which the present invention
is applied is not limited to those including the support
mechanism 12 having a double-housing structure,
and the support mechanism 12 may instead be struc-
tured as described in the following items 1) and 2).

1) For example, the support mechanism 12 that
supports the head device 11 may have a canti-
lever structure. More specifically, a column 61
may be provided so as to stand on one side of
the working table 17, and an arm (which corre-
sponds to the crossbeam 62 in the above-de-
scribed embodiment) may be arranged so as to
extend from the column 61 toward the other side
in the left-right direction. The head device 11 is
supported on (suspended from) the arm by the
saddle unit 7.
2) The automatic lay-up machine 10 to which
the present invention is applied is not limited to
those capable of performing the lay-up opera-
tion in three directions (front-back, left-right, and
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oblique directions) as in the above-described
embodiment, and may instead be capable of
performing the lay-up operation in only one di-
rection (for example, in the front-back direction).
Therefore, in such a case, the support mecha-
nism 12 for realizing the movement of the head
device 11 in the lay-up direction may have the
following structure.
That is, for example, in the structure in which
the head device 11 is supported on (suspended
from) the crossbeam 62 (arm) of the support
mechanism 12 by the saddle unit 7 as in the
above-described embodiment and item 1), the
head device 11 may be supported by the saddle
unit 7 in a non-rotatable manner. Alternatively,
a rail that is fixed so as to extend in the lay-up
direction may be provided above the working
table 17, and a carrier (which corresponds to the
saddle unit 7 in the above-described embodi-
ment) that is movable along the direction in
which the rail extends may be provided on the
rail. In this case, the head device 11 is supported
on (suspended from) the carrier, and the carrier
is driven so as to move along the rail, so that the
head device 11 is moved in the lay-up direction.
In this case, the combination of the fixed rail and
the carrier corresponds to the support mecha-
nism according to the present invention.
Thus, in the automatic lay-up machine accord-
ing to the present invention, the support mech-
anism is not limited to those in which a carrier
(saddle unit 7) that directly supports the head
device 11 supports the head device 11 in a ro-
tatable manner, or to those in which a beam
member (crossbeam 62, arm, rail) itself that sup-
ports the carrier is movable.

(2) In the above-described embodiment, the head
device 11 includes the pressing driving mechanism
32 as the structure for moving the lay-up head 31 in
the up-down direction, and the pressing driving
mechanism 32 includes the ball screw mechanism
as the drive converting mechanism 33. However, in
the automatic lay-up machine to which the present
invention is applied, the structure for moving the lay-
up head 31 in the up-down direction is not limited to
that in the above-described embodiment, and the
following structures may instead be employed.
That is, for example, the drive converting mechanism
33 may instead be, for example, a rack-pinion mech-
anism. Alternatively, the pressing driving mecha-
nism 32 may include a direct acting actuator (for ex-
ample, a linear motor) as a drive source instead of
the lay-up motor M3 according to the above-de-
scribed embodiment, and the lay-up head 31 may
be directly driven by the actuator without using the
drive converting mechanism 33.
In addition, the structure for moving the lay-up head

31 in the up-down direction is not limited to those in
which the pressing driving mechanism 32 is provided
to move the lay-up head 31 in the up-down direction
with respect to the support frame 11a in the head
device 11. The lay-up head 31 may instead be fixed
in the up-down direction in the head device 11, and
the head device 11 itself may be structured so as to
be movable in the up-down direction with respect to
the support mechanism 12. In this case, the head
device 11 itself is moved in the up-down direction to
move the lay-up head 31 in the up-down direction.
More specifically, in this case, as illustrated in Fig.
8, the support mechanism 12 according to the above-
described embodiment may be replaced with a sup-
port mechanism 12A in which a head device 11 is
supported on (suspended from) a saddle unit 7A
such that the head device 11 is movable in the left-
right direction and up-down direction. In this case,
the saddle unit 7A includes a cross saddle 65 that
moves along a crossbeam 62 in the left-right direc-
tion, and a saddle column 66 that is fitted to a pair
of saddle rails 65a and 65a formed on a front surface
of the cross saddle 65 so as to extend in the vertical
direction (up-down direction). The head device 11 is
supported on (suspended from) the saddle column
66 by the shaft member 74 so as to be rotatable
around the C-axis. In this case, the lay-up head 31
is fixed in the head device 11. In this structure, the
saddle column 66 is moved in the up-down direction
by a driving mechanism (not shown), so that the lay-
up head 31 is moved in the up-down direction to-
gether with the head device 11.
(3) In the above-described embodiment, the tension
of the prepreg sheet 15 is changed by rotating the
raw-cloth roller 21 in the tension reducing step and
the tension returning step. However, in the present
invention, the structure for changing the tension of
prepreg sheet 15 is not limited to that in the above-
described embodiment, and the following structures
may instead be employed.
That is, for example, a guide roller that guides the
prepreg sheet 15 so as to bend the path of the pre-
preg sheet 15 may be provided between the raw-
cloth roller 21 and the lay-up head 31, and the tension
of the prepreg sheet 15 may be changed by changing
the position of the guide roller so as to change the
length of the path of the prepreg sheet 15 between
the raw-cloth roller 21 and the lay-up head 31. In this
case, the tension roller 11e according to the above-
described embodiment may be configured to func-
tion as the above-described guide roller.
Alternatively, the raw-cloth roller 21 may be struc-
tured such that the position thereof can be changed
in the up-down direction (or the front-back direction),
and a driving mechanism for changing the position
of the raw-cloth roller 21 may be provided. With this
structure, the tension of the prepreg sheet 15 is
changed by changing the position of the raw-cloth
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roller 21. Also in this case, the length of the path of
the prepreg sheet 15 between the raw-cloth roller 21
and the lay-up head 31 is changed by changing the
position of the raw-cloth roller 21, and the tension of
the prepreg sheet 15 is changed accordingly.
(4) In the above-described embodiment, the tension
reducing step is performed before the fifth step, so
that the pressing force applied between the lay-up
head 31 and the prepreg sheet 15 is reduced by re-
ducing the tension of the prepreg sheet 15. Accord-
ingly, in the fifth step, the head device 11 can be
moved in the width direction without applying a large
force. However, according to the present invention,
the tension reducing step and the tension returning
step for returning (increasing) the tension of the pre-
preg sheet 15 that has been reduced in the tension
reducing step may be omitted.
More specifically, in the case where the output of the
drive source (X-axis motor M5) of the mechanism
for moving the head device 11 in the width direction
(saddle driving mechanism 73 in the above-de-
scribed embodiment) is sufficiently high and the re-
taining force of the prepreg sheet 15 (prepreg 15a)
is greater than the force applied to the prepreg sheet
15 in the movement direction of the head device 11
when the head device 11 is moved in the width di-
rection in the fifth step, the end portion of the prepreg
sheet 15 does not move together with the lay-up
head 31 in the fifth step. Accordingly, the tension
reducing step can be omitted, and therefore the ten-
sion returning step can also be omitted.
(5) In the above-described embodiment, the head
device 11 is moved in the width direction in the fifth
step in the state in which the end portion of the pre-
preg sheet 15 is pressed against the receiving sur-
face 17a as a result of the fourth step, that is, in the
state in which only the end portion of the prepreg
sheet 15 is laid up on the receiving surface 17a. How-
ever, the present invention is not limited to this, and
the prepreg 15a may be laid up on the receiving sur-
face 17a by a predetermined length (for example,
about 50 mm) before the fifth step is performed.
More specifically, in the above-described embodi-
ment, after the fourth step, the head device 11 may
be moved in the lay-up direction so that the prepreg
15a is laid up on the receiving surface 17a by the
predetermined length before the tension reducing
step is performed. Then, in that state, the tension
reducing step and the fifth step are performed.
In the case where the prepreg 15a is laid up on the
receiving surface 17a by a predetermined length (or
over a predetermined area) before the head device
11 is moved in the width direction in the fifth step,
the bonding area between the prepreg 15a and the
receiving surface 17a is increased. Accordingly, the
above-described retaining force is increased due to
the viscosity of the prepreg 15a (prepreg sheet 15)
itself. As a result, for example, the force applied to

the prepreg sheet 15 by the lay-up head 31 in the
fifth step can be reduced, and the pressing force that
has been reduced in the tension reducing step can
be further reduced. Accordingly, in the fifth step, the
head device 11 can be more easily moved and po-
sitioned.
(6) In the above-described examples, the automatic
lay-up machine 10 includes a single head device 11.
However, an automatic lay-up machine to which the
present invention is applied is not limited to this, and
a plurality of head devices 11 and a plurality of sup-
port mechanisms 12 may be arranged in the front-
back direction. In such a case, the correction of the
lay-up position according to the present invention
may be performed for each of the head devices 11.

Claims

1. A lay-up-position correcting method for an automatic
lay-up machine (10) including
a head device (11) including

a sheet supplying unit (2) in which a raw-cloth
roller (21) having a long prepreg sheet (15)
wound therearound is mounted and that sup-
plies the prepreg sheet (15) from the raw-cloth
roller (21), the prepreg sheet (15) including
sheet-shaped prepreg (15a) and release paper
(15b) bonded to a surface of the prepreg (15a),
a lay-up unit (3) that lays up the prepreg (15a)
on a receiving surface (17a) by pressing the pre-
preg sheet (15) supplied by the sheet supplying
unit (2) against the receiving surface (17a) with
a lay-up head (31), and
a sheet take-up unit (4) that takes up the release
paper (15b) separated from the prepreg (15a)
when the prepreg (15a) is laid up, and

a support mechanism (12) that supports the head
device (11) and includes a mechanism for moving
the head device (11) at least in a lay-up direction of
the prepreg (15a) and a width direction of the prepreg
sheet (15),
wherein the lay-up-position correcting method cor-
rects a position of the prepreg sheet (15) in the width
direction at a start of a lay-up operation performed
by the automatic lay-up machine (10), and
wherein the lay-up-position correcting method com-
prises:

a first step of establishing a state in which a po-
sition of the raw-cloth roller (21) coincides with
a lay-up position in the width direction by moving
the head device (11) to a starting point of the
lay-up position while the head device (11) is in
a state in which an end portion of the prepreg
sheet (15) fed from the raw-cloth roller (21) is
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below the lay-up head (31) and in which a pre-
determined tension is applied to the prepreg
sheet (15);
a second step of determining a deviation be-
tween a position of an edge of the prepreg sheet
(15) and the lay-up position in the width direc-
tion;
a third step of establishing a state in which the
position of the edge of the prepreg sheet (15)
coincides with the lay-up position in the width
direction by moving the head device (11) by a
movement amount corresponding to the devia-
tion in a movement direction along the width di-
rection for cancelling the deviation;
a fourth step of establishing a state in which the
end portion of the prepreg sheet (15) is pressed
against the receiving surface (17a) at the start-
ing point of the lay-up position by moving the
head device (11) or the lay-up head (31) down-
ward; and
a fifth step of reestablishing the state in which
the position of the raw-cloth roller (21) coincides
with the lay-up position in the width direction by
moving the head device (11) in a direction along
the width direction opposite to the movement
direction in the third step by an amount equal to
the movement amount in the third step.

2. The lay-up-position correcting method according to
Claim 1, further comprising:

a tension reducing step of reducing a tension of
the prepreg sheet (15), the tension reducing step
being performed between the fourth step and
the fifth step; and
a tension returning step of reestablishing the
state in which the predetermined tension is ap-
plied to the prepreg sheet (15), the tension re-
turning step being performed after the fifth step.

3. The lay-up-position correcting method according to
Claim 2, wherein the tension reducing step is a step
of rotating the raw-cloth roller (21) in a direction for
feeding the prepreg sheet (15), and the tension re-
turning step is a step of rotating the raw-cloth roller
(21) in a direction for rewinding the prepreg sheet
(15).

Patentansprüche

1. Auflegepositions-Korrekturverfahren für eine auto-
matische Auflegemaschine (10), enthaltend

eine Kopfvorrichtung (11), enthaltend
eine Bahnzufuhreinheit (2), in der eine Rohtuch-
walze (21) mit einer darum gewickelten langen
Prepregbahn (15) montiert ist, und die die Pre-

pregbahn (15) von der Rohtuchwalze (21) zu-
führt, wobei die Prepregbahn (15) bahnförmiges
Prepreg (15a) und an eine Oberfläche des Pre-
pregs (15a) geklebtes Trägerpapier (15b) ent-
hält,
eine Auflegeeinheit (3), die das Prepreg (15a)
auf eine Aufnahmefläche (17a) auflegt, indem
sie die durch die Bahnzufuhreinheit (2) zuge-
führte Prepregbahn (15) mit einem Auflegekopf
(31) gegen die Aufnahmefläche (17a) drückt,
und
eine Bahnaufnahmeeinheit (4), die das vom
Prepreg getrennte Trägerpapier (15b) auf-
nimmt, wenn das Prepreg (15a) aufgelegt ist,
und
eine Trägervorrichtung (12), die die Kopfvorrich-
tung (11) trägt und eine Vorrichtung zum Bewe-
gen der Kopfvorrichtung (11) mindestens in ei-
ner Auflegerichtung des Prepregs (15a) und ei-
ner Breitenrichtung der Prepregbahn (15) ent-
hält,
wobei das Auflegepositions-Korrekturverfahren
eine Position der Prepregbahn (15) in der Brei-
tenrichtung bei einem Start eines durch die au-
tomatische Auflegemaschine (10) durchgeführ-
ten Auflegevorgangs korrigiert, und
wobei das Auflegepositions-Korrekturverfahren
umfasst:

einen ersten Schritt des Herstellens eines
Zustands, in dem eine Position der Roh-
tuchwalze (21) mit einer Auflegeposition in
der Breitenrichtung zusammenfällt, durch
ein Bewegen der Kopfvorrichtung (11) zu
einem Startpunkt der Auflegeposition, wäh-
rend sich die Kopfvorrichtung (11) in einem
Zustand befindet, in dem ein Endbereich
der von der Rohtuchwalze (21) zugeführten
Prepregbahn (15) unterhalb des Auflege-
kopfes (31) liegt, und in dem eine vorgege-
bene Spannung auf die Prepregbahn (15)
ausgeübt wird;
einen zweiten Schritt des Bestimmens einer
Abweichung zwischen einer Position einer
Kante der Prepregbahn (15) und der Aufle-
geposition in der Breitenrichtung;
einen dritten Schritt des Herstellens eines
Zustands, in dem die Position der Kante der
Prepregbahn (15) mit der Auflegeposition
in der Breitenrichtung zusammenfällt, durch
ein Bewegen der Kopfvorrichtung (11) um
einen Bewegungsbetrag, der der Abwei-
chung in einer Bewegungsrichtung entlang
der Breitenrichtung entspricht, um die Ab-
weichung aufzuheben;
einen vierten Schritt des Herstellens eines
Zustands, in dem der Endbereich der Pre-
pregbahn (15) am Anfangspunkt der Aufle-
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geposition durch ein Bewegen der Kopfvor-
richtung (11) oder des Auflegekopfes (31)
nach unten gegen die Aufnahmefläche
(17a) gedrückt wird; und
einen fünften Schritt des Wiederherstellens
eines Zustands, in dem die Position der
Rohtuchwalze (21) mit der Auflegeposition
in der Breitenrichtung zusammenfällt, durch
ein Bewegen der Kopfvorrichtung (11) in ei-
ner Richtung entlang der Breitenrichtung
entgegengesetzt zur Bewegungsrichtung
im dritten Schritt um einen Betrag gleich
dem Bewegungsbetrag im dritten Schritt.

2. Auflegepositions-Korrekturverfahren nach An-
spruch 1, weiter umfassend:

einen Spannungsverringerungsschritt des Ver-
ringerns einer Spannung der Prepregbahn (15),
wobei der Spannungsverringerungsschritt zwi-
schen dem vierten Schritt und dem fünften
Schritt durchgeführt wird; und
einen Spannungsrückholschritt des Wiederher-
stellens des Zustands, in dem die vorgegebene
Spannung auf die Prepregbahn (15) ausgeübt
wird, wobei der Spannungsrückholschritt nach
dem fünften Schritt durchgeführt wird.

3. Auflegepositions-Korrekturverfahren nach An-
spruch 2, wobei der Spannungsverringerungsschritt
ein Schritt des Drehens der Rohtuchwalze (21) in
einer Richtung zum Zuführen der Prepregbahn (15)
ist, und der Spannungsrückholschritt ein Schritt des
Drehens der Rohtuchwalze (21) in einer Richtung
zum Wiederaufwickeln der Prepregbahn (15) ist.

Revendications

1. Procédé de correction d’une position de pose pour
une machine (10) automatique de pose, comprenant
un dispositif (11) de tête comprenant
une unité (2) d’alimentation en feuille, dans laquelle
un rouleau (21) en toile grossière, autour duquel est
enroulée une longue feuille (15) de préimprégné, est
monté et qui fournit la feuille (15) de préimprégné à
partir du rouleau (21) en toile grossière, la feuille (15)
de préimprégné comprenant un préimprégné (15a)
en forme de feuille et un papier (15b) antiadhésif lié
à une surface du préimprégné (15a),
une unité (3) de pose, qui dépose le préimprégné
(15a) sur une surface (17a) de réception en pressant
la feuille (15) de préimprégné fournie par l’unité (2)
d’alimentation en feuille sur la surface (17a) de ré-
ception par une tête (31) de pose et
une unité (4) de renvidage, qui renvide le papier
(15b) antiadhésif séparé du préimprégné (15a) lors-
que le préimprégné (15a) est déposé et

un mécanisme (12) de support, qui supporte le dis-
positif (11) de tête et comprend un mécanisme pour
déplacer le dispositif (11) de tête au moins dans une
direction de pose du préimprégné (15a) et dans une
direction en largeur de la feuille (15) de préimprégné,
dans lequel le procédé de correction de la position
de pose corrige une position de la feuille (15) de
préimprégné dans la direction en largeur au début
d’une opération de pose effectuée par la machine
(10) automatique de pose et
dans lequel le procédé de correction de la position
de pose comprend:

un premier stade d’établissement d’un état dans
lequel une position du rouleau (21) en toile gros-
sière coïncide avec une position de pose dans
la direction en largeur, en déplaçant le dispositif
(11) de tête jusqu’à un point de commencement
de la position de pose, alors que le dispositif (11)
de tête est dans un état dans lequel une partie
d’extrémité de la feuille (15) de préimprégné
chargée à partir du rouleau (21) de toile gros-
sière est en dessous de la tête (31) de pose et
dans lequel une tension déterminée à l’avance
est appliquée à la feuille (15) de préimprégné,
un deuxième stade de détermination d’un écart
entre une position d’un bord de la feuille (15) de
préimprégné et la position de pose dans la di-
rection en largeur,
un troisième stade d’établissement d’un état
dans lequel la position du bord de la feuille (15)
de préimprégné coïncide avec la position de po-
se dans la direction en largeur, en déplaçant le
dispositif (11) de tête d’un montant de déplace-
ment correspondant à l’écart dans un sens de
déplacement le long de la direction en largeur
pour annuler l’écart,
un quatrième stade d’établissement d’un état
dans lequel la partie d’extrémité de la feuille (15)
de préimprégné est pressée sur la surface (17a)
de réception au point de commencement de la
position de pose, en déplaçant le dispositif (11)
de tête ou la tête (31) de pose vers le bas et
un cinquième stade de rétablissement de l’état
dans lequel la position du rouleau (21) de toile
grossière coïncide avec la position de pose dans
la direction en largeur, en déplaçant le dispositif
(11) de tête dans un sens le long de la direction
en largeur contraire au sens de déplacement
dans le troisième stade d’un montant égal au
montant de déplacement dans le troisième sta-
de.

2. Procédé de correction de la position de pose suivant
la revendication 1, comprenant, en outre:

un stade de réduction de la tension pour réduire
une tension de la feuille (15) de préimprégné, le
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stade de réduction de la tension étant effectué
entre le quatrième stade et le cinquième stade et
un stade de retour de la tension pour rétablir
l’état dans lequel la tension déterminée à l’avan-
ce est appliquée à la feuille (15) de préimprégné,
le stade de retour de la tension étant effectué
après le cinquième stade.

3. Procédé de correction de la position de pose suivant
la revendication 2, dans lequel le stade de réduction
de la tension est un stade dans lequel on fait tourner
le rouleau (21) de toile grossière dans un sens pour
fournir la feuille (15) de préimprégné et le stade de
retour de la tension est un stade dans lequel on fait
tourner le rouleau (21) de toile grossière dans un
sens pour rembobiner la feuille (15) de préimprégné.
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