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(54) HEATING FILM AND METHOD FOR MANUFACTURING SAME

(57) The heating film according to an exemplary em-
bodiment of the present application comprises: a trans-
parent substrate; a coating layer provided on the trans-
parent substrate and having a refractive index of 1.450

to 1.485; and a metal foil pattern provided on the coating
layer, in which a ten-point average roughness (Rz) of a
surface of the metal foil pattern, which is brought into
contact with the coating layer, is more than 0.9 mm.
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Description

[Technical Field]

[0001] This application claims priority to and the benefit
of Korean Patent Application Nos. 10-2017-0168349 and
10-2018-0145328 filed in the Korean Intellectual Prop-
erty Office on December 8, 2017 and November 22,
2018, respectively, the entire contents of which are in-
corporated herein by reference.
[0002] The present application relates to a heating film
and a method for manufacturing the same.

[Background Art]

[0003] When there is a difference between the external
temperature and the internal temperature of an automo-
bile, moisture or frost occurs on the automobile glass.
Heating glass may be used to solve this problem. Heating
glass is used as a concept of attaching a hot wire sheet
to the surface of glass or directly forming hot wires on
the surface of glass, generating heat from the hot wires
by applying electricity at both terminals of the hot wire,
thereby increasing the temperature of the surface of
glass.
[0004] In particular, there are largely two methods
which are adopted to impart an excellent optical perform-
ance and a heat generation function to an automotive
windshield.
[0005] The first method is to form a transparent con-
ductive thin film on the front surface of glass. Examples
of a method of forming a transparent conductive thin film
comprise a method of enhancing transparency by using
a transparent conductive oxide film such as ITO or form-
ing a thin metal layer, and then using a transparent insu-
lation film above and below the metal layer. When this
method is used, there is an advantage in that an optically
excellent conductive film may be formed, but there is a
disadvantage in that an appropriate heating value may
not be realized at low voltage due to the relatively high
resistance value.
[0006] The second method may form a metal pattern
on a PET film through a printing process, or may form a
metal pattern through a photolithography and etching
process after forming a metal layer on the PET film. A
heating product having a heating function may be pro-
duced by inserting the PET film on which the metal pat-
tern is formed between two PVB films, and subjecting
the PET film to a glass bonding process. However, in the
case of a method of forming a metal layer on the PET
film, and then etching the metal layer, when the thickness
of the metal is increased, the metal layer needs to be
formed by a method such as plating after a seed layer is
deposited, and as a result, there is a disadvantage in that
the price of the heating product is very high. Moreover,
the metal layer brought into contact with the PET surface
is a metal layer formed by a thin-film seed layer and a
sputter, but since the metal layer smoothly shines due to

the low surface roughness, the metal layer has reflectivity
specific to metal even though the metal layer is transpar-
ent when seen from the PET surface after patterning, so
that the pattern is easily recognized. When the metal foil
is bonded to PET with a bonding agent and then pat-
terned, the fabric’s unit price may be lowered. However,
in this case, the bonding force needs to be excellent in
order to be stable against etching, so that when the bond-
ing agent is completely cured, the roughness corre-
sponding to the surface roughness specific to the metal
foil is generated on the surface of the bonding agent, so
that there is a disadvantage in that the hazes of the film
and the bonding glass are increased. Further, the addi-
tion of a layer other than PET and metal which are es-
sential elements complicates the structure, and may af-
fect physical properties of the final laminated glass.

[Detailed Description of Invention]

[Technical Problem]

[0007] The present specification describes a heating
film and a method for manufacturing the same.

[Technical Solution]

[0008] An exemplary embodiment of the present ap-
plication provides a heating film comprising:

a transparent substrate;
a coating layer provided on the transparent substrate
and having a refractive index of 1.450 to 1.485; and
a metal foil pattern provided on the coating layer,
in which a ten-point average roughness (Rz) of a
surface of the metal foil pattern, which is brought into
contact with the coating layer, is more than 0.9 mm.

[0009] Further, another exemplary embodiment of the
present application provides a method for manufacturing
a heating film, the method comprising:

forming a coating layer having a refractive index of
1.450 to 1.485 on a metal foil film;
forming a transparent substrate on the coating layer;
and
forming a metal foil pattern by patterning the metal
foil film,
in which a ten-point average roughness (Rz) of a
surface of the metal foil pattern, which is brought into
contact with the coating layer, is more than 0.9 mm.

[0010] In addition, still another exemplary embodiment
of the present application provides an automotive heating
glass comprising:

the heating film;
a first glass provided on one surface of the heating
film; and
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a second glass provided on the other surface of the
heating film,
in which at least one surface of a surface between
the heating film and the first glass and a surface be-
tween the heating film and the second glass com-
prises a second laminated film.

[Advantageous Effects]

[0011] According to an exemplary embodiment of the
present application, a metal foil film is patterned after a
coating layer is formed by using the metal foil film as a
substrate without forming a metal pattern by an expen-
sive deposition process as in the related art, so that a
heating film may be manufactured at a low cost.
[0012] Further, an automotive heating glass according
to an exemplary embodiment of the present application
may minimize a difference between refractive indices of
a laminated film provided on both surfaces of a heating
film and a coating layer provided to be brought into con-
tact with a metal foil pattern, so that image distortion
caused by the heating glass may be minimized.
[0013] In addition, for the automotive heating glass ac-
cording to an exemplary embodiment of the present ap-
plication, the reflectance of at least one surface thereof
is low, so that the metal foil pattern may not be easily
recognized.

[Brief Description of Drawings]

[0014]

FIG. 1 is a view schematically illustrating a heating
film according to an exemplary embodiment of the
present application.
FIG. 2 is a view illustrating a result of evaluating char-
acteristics of an automotive heating glass according
to Example 1 of the present application.
FIG. 3 is a view illustrating a result of evaluating char-
acteristics of an automotive heating glass according
to Example 2 of the present application.
FIG. 4 is a view illustrating a result of evaluating char-
acteristics of an automotive heating glass according
to Example 3 of the present application.
FIG. 5 is a view illustrating a result of evaluating char-
acteristics of an automotive heating glass according
to Comparative Example 1 of the present application.
FIGS. 6 and 7 each are views schematically illustrat-
ing a heating film according to an exemplary embod-
iment of the present application.
FIG. 8 is a view schematically illustrating an auto-
motive heating glass according to an exemplary em-
bodiment of the present application.

[Explanation of Reference Numerals and Symbols]

[0015]

10: Transparent substrate
20: Coating layer
30: Metal foil pattern
40: Protective layer
50: Laminated film
60: Glass

[Best Mode]

[0016] Hereinafter, the present invention will be de-
scribed in more detail.
[0017] For the purpose of removing frost of an auto-
motive heating glass in the related art, resistance heating
was realized by inserting metal wires into a PVB film
which is an intermediate layer for laminated glass. How-
ever, the metal wires were visually recognized by the
unaided eye, so that the quality deteriorated.
[0018] Further, as an alternative technology for this,
application of a metal mesh film has been developed by
depositing or plating copper to a thickness of 2 mm to 3
mm onto PET, and then performing patterning, but high
costs are generated because a process of depositing
copper for preparing a metal mesh film is comprised. In
addition, at least one surface of a metal film comprising
a deposition process has a high reflectance without any
separate process, and as a result, a metal mesh film pre-
pared therefrom also has a high reflectance, so that the
pattern is easily recognized.
[0019] In order to reduce costs, a method of using fab-
ric in which a metal foil such as a copper foil or an alu-
minum foil is attached to a transparent substrate by using
a bonding agent can also be considered. However, a
completely curable bonding agent is generally used be-
cause the metal foil needs to be attached firmly to the
transparent substrate. When the metal foil is attached to
the transparent substrate by the completely curable
bonding agent, the bonding agent is cured in a state
where the irregularities of the metal foil are reflected on
the surface of the bonding agent as they are, and the
irregularities remain as they are even though metal is
removed by etching, so that the appearance quality of a
product is not good due to the increased haze.
[0020] Thus, the present application intends to provide
a heating film which may be manufactured at a low cost,
has a pattern which is not easily recognized, and may
improve light characteristics due to the low haze after
glass is laminated, and a method for manufacturing the
same.
[0021] The heating film according to an exemplary em-
bodiment of the present application comprises: a trans-
parent substrate; a coating layer provided on the trans-
parent substrate and having a refractive index of 1.450
to 1.485; and a metal foil pattern provided on the coating
layer, in which a ten-point average roughness (Rz) of a
surface of the metal foil pattern, which is brought into
contact with the coating layer, is more than 0.9 mm.
[0022] In the present application, as the transparent
substrate, a film having a visible light transmittance of
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80% or more, such as polyethylene terephthalate (PET),
a cyclic olefin polymer (COP), polyethylene naphthalate
(PEN), polyethersulfone (PES), polycarbonate (PC), and
acetyl celluloid is preferred. In particular, as the trans-
parent substrate, PET is more preferred. A thickness of
the transparent substrate may be 25 mm to 100 mm, but
is not limited thereto.
[0023] The transparent substrate may further comprise
an attachment enhancement layer having a thickness of
1 nm to 5 nm on one surface or both surfaces of the
transparent substrate in order to impart adhesion force
with a coating layer provided on the transparent sub-
strate. The attachment enhancement layer may be
formed by a deposition process or a solution coating proc-
ess. The attachment enhancement layer may comprise
one or more of niobium oxide, silicon oxide, tin oxide,
titanium oxide, aluminum oxide, and the like, but the oxide
is not limited thereto.
[0024] In this case, the niobium oxide may comprise
one or more materials in which a ratio of the number of
Nb atoms to the number of O atoms is 1 to 2.5. Specific
examples of the niobium oxide comprise NbO, NbO2
Nb2O5, Nb8O19, Nb16O38, Nb12O29, Nb47O116, and the
like. Further, the silicon oxide may comprise one or more
materials in which a ratio of the number of Si atoms to
the number of O atoms is 1 to 2. Specific examples of
the silicon oxide comprise SiO2, SiO, and the like. In ad-
dition, the tin oxide may comprise one or more materials
in which a ratio of the number of Sn atoms to the number
of O atoms is 1 to 2. Specific examples of the tin oxide
comprise SnO2, SnO, and the like. Furthermore, the ti-
tanium oxide may comprise one or more materials in
which a ratio of the number of Ti atoms to the number of
O atoms is 0.3 to 2. Specific examples of the material
comprise TiO2, TiO, Ti2O3, Ti3O, Ti2O, and the like. Fur-
ther, the aluminum oxide comprises Al2O3.
[0025] In addition, another functional coating layer may
also be formed on the transparent substrate within the
limitation of maintaining transparency of the film. Further-
more, an amine-based or epoxy-based primer coating
may also be formed on the transparent substrate.
[0026] In the present application, the coating layer is
provided on a transparent substrate and has a refractive
index of 1.450 to 1.485. It is more preferred that the coat-
ing layer has a refractive index of 1.465 to 1.485.
[0027] In the present application, the refractive index
of a coating layer, a protective layer, a laminated film, or
the like can be measured by a prism coupler (an example
of a device - 2010/M manufactured by Metricon Corpo-
ration), an ellipsometer (an example of a device - UVISEL
manufactured by Horiba Scientific, Ltd.), an Abbe refrac-
tometer (an example of a device - AR4 manufactured by
KRUSS GmbH), and the like.
[0028] In general, an automotive windshield is manu-
factured by inserting a laminated film between two sheet
glasses and laminating the laminated film at high tem-
perature and high pressure. In this case, as the laminated
film, polyvinyl butyral (PVB), ethyl vinyl acetate (EVA),

and the like are usually used, these materials have a
refractive index of 1.45 to 1.49, and most of the materials
have a refractive index of 1.47 to 1.48. After the lamina-
tion of glass, the haze may be reduced when the refrac-
tive indices of the coating layer/the laminated film are the
same as or slightly different from each other, so that it is
preferred that the refractive index of the coating layer is
adjusted to 1.450 to 1.485. When there is a great differ-
ence between the refractive index of the coating layer
and the refractive index of the laminated film, the heating
film has a high haze by internal scattering while light pass-
es through glass, and the greater the irregularities of the
coating layer are, the higher the haze is.
[0029] Further, the coating layer may have a thickness
of 3 mm to 15 mm, 3 mm to 7 mm, and 7 mm to 15 mm. In
addition, the coating layer may have a thickness of 5 mm
to 7 mm. When the coating layer has a thickness of less
than 3 mm, the adhesion force with the transparent sub-
strate is not sufficient, and it is difficult to uniformly coat
the entire area of a metal foil having great irregularities.
When the coating layer has a thickness of more than 15
mm, a material for the coating layer is unnecessarily con-
sumed and it is difficult to dry the solvent, so that it is
difficult to stably prepare a thick coating layer on a rela-
tively thin copper foil as compared to the coating layer.
Further, after a heating film is manufactured, when a lam-
inated film and glass are stacked on both surfaces of the
heating film and laminated at high temperature/high pres-
sure, a metal foil pattern may be deformed, so that ten-
sion or disconnection may occur.
[0030] In addition, the coating layer may comprise one
or more of polyvinyl butyral (PVB), ethylene vinyl acetate
(EVA), and acrylate-based adhesive materials. In partic-
ular, it is more preferred that the coating layer comprises
polyvinyl butyral (PVB).
[0031] The coating layer may have a glass transition
temperature (Tg) of 25°C to 80°C. When the coating layer
has a glass transition temperature of less than 25°C, it
is difficult to stably store a manufactured heating film at
room temperature. Furthermore, when a heating film is
laminated with a laminated film and glass by stacking the
laminated film and the glass at high temperature/high
pressure, the fluidity becomes greater if the glass tran-
sition temperature of the coating layer is low, so that the
metal foil pattern is deformed, and as a result, tension
occurs or the heating film is more vulnerable to discon-
nection. When the coating layer has a glass transition
temperature of more than 80°C, it is difficult to laminate
the coating layer with a transparent substrate by heat.
[0032] In the present application, the metal foil pattern
is provided on a coating layer, and a ten-point average
roughness (Rz) of a surface of the metal foil pattern,
which is brought into contact with the coating layer, is
more than 0.9 mm. The ten-point average roughness (Rz)
of a surface of the metal foil pattern, which is brought into
contact with the coating layer, may be more than 0.9 mm
and less than 3.0 mm. Further, a ten-point average rough-
ness (Rz) of an entire surface of the coating layer oppo-
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site to a surface on which the transparent substrate is
provided may be more than 0.9 mm and less than 3.0 mm.
[0033] When the Rz is 0.9 mm or less, the heating film
has a high reflectance specific to the metal foil due to the
low irregularities. Accordingly, since it is difficult to lower
the reflectance of a heating film and a heating glass man-
ufactured therefrom, there is a disadvantage in that the
pattern is easily recognized by the eye by the high re-
flectance.
[0034] The metal foil pattern may have a height of 2
mm to 15 mm, and the metal foil pattern may comprise
an aluminum foil pattern or copper foil pattern. In this
case, the height of the metal foil pattern can be measured
by a micrometer or a thickness gauge.
[0035] The metal foil pattern may be manufactured
from a metal foil comprising at least one matt surface
having a relatively high ten-point average roughness
(Rz). In this case, the matt surface of the metal foil is
brought into contact with the coating layer.
[0036] In the present application, a reflectance of the
metal foil measured at a wavelength of 380 nm to 780
nm on a matt surface having a relatively high ten-point
average roughness (Rz) may be 67% or less, preferably
50% or less. In addition, the metal foil pattern may com-
prise an aluminum foil pattern or copper foil pattern hav-
ing an average reflectance of 15% or less at a wavelength
of 380 nm to 780 nm.
[0037] The reflectance may be measured by an appa-
ratus such as UV-3600 or Solidspec-3700 manufactured
by Shimadzu Corporation, Japan.
[0038] The metal foil pattern may have a line width of
4 mm to 25 mm, a sheet resistance of 0.1 ohm/sq to 0.5
ohm/sq, and an opening ratio of 90% to 99%. The open-
ing ratio means an upper area ratio of a coating layer in
which a metal foil pattern is not provided, based on the
entire upper area of the coating layer. Further, the total
length of a line of a metal foil pattern comprised in a region
of 25 cm2 may be 2 m to 11 m.
[0039] An exemplary embodiment of the present ap-
plication may further comprise a blackening layer pattern
or a polymer resin layer pattern on the metal foil pattern.
The blackening layer pattern may comprise one or more
of chromium-based, selenium-based, copper sulfide-
based, copper oxide-based, copper sulfide-based, alu-
minum oxynitride-based, copper oxynitride-based mate-
rials, and the like. The blackening layer pattern may be
formed by wet-coating the above-described material on
a metal foil pattern, or a material such as an aluminum
oxynitride-based material and copper oxynitride-based
material may be formed to a thickness of 30 nm to 70 nm
by a sputtering process.
[0040] The polymer resin layer pattern may comprise
an acrylate-based resin, a novolac resin, and the like,
and may further comprise a black dye or pigment, and
the like in order to improve the appearance. A thickness
of the polymer resin layer pattern may be 100 to 500 nm,
but is not limited thereto.
[0041] An exemplary embodiment of the present ap-

plication, may further comprise a protective layer on the
coating layer and the metal foil pattern, and a difference
in refractive index between the coating layer and the pro-
tective layer may be 0.030 or less and 0 or more.
[0042] The protective layer may comprise a resin such
as polyvinyl butyral (PVB), ethylene vinyl acetate (EVA),
polyurethane (PU), and polyolefin (PO), but the resin is
not limited thereto. In particular, it is preferred that the
protective layer comprises polyvinyl butyral (PVB).
[0043] When the protective layer is further comprised
on the coating layer and the metal foil pattern, advantag-
es are as follows. When the line height of the metal foil
pattern is increased, it is very difficult to attach a protec-
tive film due to the irregularities caused by a pattern.
When a product is released without the protective layer,
damage such as a surface scratch can occur. In this case,
when a PVB coating layer formed of a material such as
PVB applied to the laminated glass is introduced into the
upper portion of a pattern surface, the metal surface may
be protected from surface scratches. Further, even when
scratches occur on the PVB coating layer, scratches may
be removed by heat and pressure when glass is laminat-
ed.
[0044] A method of comprising the protective layer on
the coating layer and the metal foil pattern is as follows.
After a layer is formed to a thickness of 3 mm to 30 mm
by coating a separate release film with a composition
comprising the above-described material, the protective
layer may be formed on the metal foil pattern by using a
process of subjecting the release film to heat lamination
at 70°C to 130°C. In this case, the heat lamination proc-
ess may be performed, except for a portion brought into
contact with a bus bar. By heat staking due to the heat
lamination process, the surface roughness of the coating
layer having a refractive index of 1.450 to 1.485 may be
decreased. As the release film, it is possible to use a film
in which PET is coated with a silicone-based release layer
or melamine-based release layer. The release film may
be removed immediately after the heat lamination proc-
ess, may be removed immediately before encapsulation
between PVB sheets during the manufacture of an au-
tomotive heating glass, and may also be removed imme-
diately before glass is laminated.
[0045] According to another exemplary embodiment
of the present application, a first laminated film may be
additionally comprised on a surface of the transparent
substrate opposite to a surface on which a coating layer
is provided, and a difference in refractive index between
the coating layer and the first laminated film may be 0.030
or less, and may be 0 or more.
[0046] The first laminated film may comprise polyvinyl
butyral (PVB), ethylene vinyl acetate (EVA), poly-
urethane (PU), polyolefin (PO), and the like, but the ma-
terial is not limited thereto. In particular, it is preferred
that the first laminated film comprises polyvinyl butyral
(PVB).
[0047] In an exemplary embodiment of the present ap-
plication, the coating layer and the protective layer may
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comprise the same material, and the coating layer and
the first laminated film may comprise the same material.
Accordingly, the coating layer and the protective layer
may comprise polyvinyl butyral (PVB), and the coating
layer and the first laminated film may comprise polyvinyl
butyral (PVB).
[0048] After a layer is formed to a thickness of 3 mm
to 30 mm by coating a separate release film with a com-
position comprising the above-described material, the
protective layer may be formed by using a heat lamination
process at 70°C to 130°C. In this case, the heat lamina-
tion process may be performed, except for a portion
brought into contact with a bus bar. By heat staking due
to the heat lamination process, the surface roughness of
the coating layer having a refractive index of 1.450 to
1.485 may be decreased.
[0049] As the release film, it is possible to use a film in
which PET is coated with a silicone-based release layer
or melamine-based release layer. The release film may
be removed immediately after the heat lamination proc-
ess, may be removed immediately before encapsulation
between PVB sheets during the manufacture of an au-
tomotive heating glass, and may also be removed imme-
diately before glass is laminated.
[0050] When the line height of the metal foil pattern is
increased, it is very difficult to attach a protective film due
to the irregularities caused by a pattern, so that when a
product is released without any protective film, damage
such as a surface scratch can occur. In this case, when
a PVB coating layer formed of a material such as PVB
applied to the laminated glass is formed on the upper
portion of a pattern surface, the metal surface may be
protected from surface scratches. Further, even when
scratches occur on the PVB coating layer, scratches may
be removed by heat and pressure when glass is laminat-
ed.
[0051] A heating film according to an exemplary em-
bodiment of the present application is schematically il-
lustrated in the following FIGS. 1, 6, and 7. As illustrated
in the following FIG. 1, the heating film according to an
exemplary embodiment of the present application com-
prises: a transparent substrate 10; a coating layer 20
provided on the transparent substrate 10 and having a
refractive index of 1.450 to 1.485; and a metal foil pattern
30 provided on the coating layer 20, in which a ten-point
average roughness (Rz) of at least one surface of the
surfaces of the coating layer or the metal foil pattern 30,
which is brought into contact with the coating layer 20,
is more than 0.9 mm.
[0052] Further, as illustrated in the following FIG. 6,
the heating film according to an exemplary embodiment
of the present application further comprises a protective
layer on the coating layer 20 and the metal foil pattern
30, and a difference in refractive index between the coat-
ing layer 20 and the protective layer 40 is 0.030 or less.
In this case, the protective layer may comprise polyvinyl
butyral (PVB), ethylene vinyl acetate (EVA), poly-
urethane (PU), polyolefin (PO), and the like, but the ma-

terial is not limited thereto. In particular, it is preferred
that the protective layer comprises polyvinyl butyral
(PVB).
[0053] Further, as illustrated in the following FIG. 7,
the heating film according to an exemplary embodiment
of the present application further comprises a first lami-
nated film 50 on a surface of the transparent substrate
10 opposite to a surface on which the coating layer 20 is
provided, and a difference in refractive index between
the coating layer 20 and the first laminated film 50 is
0.030 or less. In this case, the first laminated film may
comprise polyvinyl butyral (PVB), ethylene vinyl acetate
(EVA), polyurethane (PU), polyolefin (PO), and the like,
but the material is not limited thereto. In particular, it is
preferred that the first laminated film comprises polyvinyl
butyral (PVB).
[0054] The method for manufacturing a heating film
according to an exemplary embodiment of the present
application comprises: forming a coating layer having a
refractive index of 1.450 to 1.485 on a metal foil film;
forming a transparent substrate on the coating layer; and
forming a metal foil pattern by patterning the metal foil
film, in which a ten-point average roughness (Rz) of a
surface of the metal foil pattern, which is brought into
contact with the coating layer, is more than 0.9 mm.
[0055] In the method for manufacturing a heating film
according to an exemplary embodiment of the present
application, the contents on the metal foil film, the coating
layer, the transparent substrate, and the like are the same
as those described above.
[0056] In the present application, when the metal foil
film has a thickness of 5 mm or less, a carrier layer may
be introduced into the rear surface of the metal foil film
for ease of handling. The carrier layer may be a copper
foil or an aluminum foil.
[0057] In the present application, the forming of the
coating layer having a refractive index of 1.450 to 1.485
on the metal foil film may be performed by a coating meth-
od using a composition comprising the above-described
material for the coating layer and a solvent capable of
dissolving the material, and the coating method may use
comma coating, gravure coating, slot die coating, and
the like. The solvent is not particularly limited as long as
the solvent is a material capable of dissolving a material
for a coating layer, and for example, it is possible to use
methanol, ethanol, isopropanol, methyl ethyl ketone,
NMP, a cellosolve-based material, a mixture thereof, and
the like.
[0058] In the present application, the forming of the
transparent substrate on the coating layer may be per-
formed by a heat lamination process at about 60°C to
120°C which is equal to or more than the softening point
of the coating layer. In this case, a carrier film may be
attached to the transparent substrate for the purpose of
protecting the process, preventing incorporation of im-
purities, and the like.
[0059] In the present application, the forming of the
metal foil pattern by patterning the metal foil film may use
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a typical resist patterning process known in the art. That
is, after a resist pattern is formed on a metal foil film, the
metal foil pattern may be formed through an etching proc-
ess.
[0060] The method for manufacturing a heating film
according to an exemplary embodiment of the present
application may further comprise: forming a protective
layer on the coating layer and the metal foil pattern after
forming the metal foil pattern and/or forming a protective
layer on a surface of the transparent substrate opposite
to a surface on which the coating layer is provided.
[0061] The automotive heating glass according to an
exemplary embodiment of the present application com-
prises: the heating film; a first glass provided on one sur-
face of the heating film; and a second glass provided on
the other surface of the heating film, in which at least one
surface of a surface between the heating film and the
first glass and a surface between the heating film and
the second glass comprises a second laminated film.
[0062] The second laminated film is not particularly lim-
ited, and a laminated film known in the art may be applied.
More specifically, the second laminated film may com-
prise polyvinyl butyral (PVB), ethylene vinyl acetate
(EVA), polyurethane (PU), polyolefin (PO), and the like,
but the material is not limited thereto. In particular, it is
preferred that the second laminated film comprises pol-
yvinyl butyral (PVB).
[0063] In the present application, the first glass and the
second glass are not particularly limited, and glass known
in the art may be applied.
[0064] In the present application, the automotive heat-
ing glass may have a haze of 0.3% to 2%.
[0065] Another exemplary embodiment of the present
application further comprises a pair of opposing bus bars
for applying electricity to the metal foil pattern.
[0066] According to still another exemplary embodi-
ment of the present application, a black pattern may be
provided to hide the bus bar. For example, the black pat-
tern may be printed by using a paste containing cobalt
oxide. In this case, screen printing is suitable as a printing
method, and the thickness may be set to 10 mm to 100
mm. The metal pattern and the bus bar may be each
formed before or after the black pattern is formed.
[0067] The automotive heating glass according to the
present application may be connected to a power source
for heat generation, and in this case, it is preferred that
the amount of heat generated is 100 W to 1,000 W per
m2, and preferably 200 W to 700 W per m2. For the au-
tomotive heating glass according to the present applica-
tion, a heating element has excellent heating perform-
ance even at low voltage, for example, 30 V or less, and
preferably 20 V or less.
[0068] The automotive heating glass according to an
exemplary embodiment of the present application is
schematically illustrated in the following FIG. 8.
[0069] According to an exemplary embodiment of the
present application, a metal foil film is patterned after a
coating layer is formed by using the metal foil film as a

substrate without forming a metal pattern by an expen-
sive deposition process as in the related art, so that a
heating film may be manufactured at a low cost.
[0070] Further, an automotive heating glass according
to an exemplary embodiment of the present application
may minimize a difference between refractive indices of
a laminated film provided on both surfaces of a heating
film and a coating layer provided to be brought into con-
tact with a metal foil pattern, so that image distortion
caused by the heating glass may be minimized.
[0071] In addition, for the automotive heating glass ac-
cording to an exemplary embodiment of the present ap-
plication, the reflectance of at least one surface thereof
is low, so that the metal foil pattern may not be easily
recognized.

[Mode for Invention]

[0072] Hereinafter, exemplary embodiments de-
scribed in the present specification will be exemplified
through Examples. However, the scope of the exemplary
embodiments is not intended to be limited by the following
Examples.

<Examples>

<Example 1>

[0073] Copper-foil matt surfaces having a thickness of
3 mm and 8 mm were coated with a coating solution having
a composition of 12 parts by weight of PVB having a
refractive index of 1.47 and a glass transition temperature
(Tg) of 32°C, 44 parts by weight of ethanol, and 44 parts
by weight of methyl ethyl ketone, and then dried at 120°C
for 10 minutes, thereby forming PVB layers having a
thickness of 5 mm to 7 mm on the copper-foil matt surface.
In this case, an Rz of the matt surface of the 3-mm copper
foil was 1.5 mm, and an Rz of the matt surface of the 8-
mm copper foil was 1.63 mm. Meanwhile, with respect to
the 3-mm copper foil, an average reflectance of the matt
surfaces measured at a wavelength of 380 nm to 780 nm
was 7.6%.
[0074] Thereafter, a substrate was manufactured by
laminating a PET having a thickness of 50 mm on the
copper-foil PVB surface at 80°C and a rate of 4 mpm. In
the case of the copper foil having a thickness of 3 mm,
since a carrier foil having a thickness of 18 mm was at-
tached to the rear surface of the copper foil for ease of
handling of the film process, the carrier foil was removed
before a pattern was formed. Thereafter, the copper foil
was cleaned with 0.5 wt% sulfuric acid/washed/dried,
and then a dry film resist (DFR) having a thickness of 10
mm was laminated to 110 mm on the copper surface.
Thereafter, a heating film was manufactured by subject-
ing the laminate to photolithography, development, etch-
ing, and stripping processes. In this case, a 0.4 wt%
aqueous calcium carbonate solution was used as a de-
veloping solution, a 20 wt% iron chloride-based aqueous
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solution was used as an etchant, and a 2% aqueous so-
dium hydroxide solution was used as a stripping solution.
[0075] Thereafter, a copper foil having a width of 1 cm
/ a thickness of 50 mm was provided at both ends of a
pattern surface of a heating film, where electric current
flows, a structure of glass/a PVB sheet/a heating film/a
PVB sheet/glass was manufactured by stacking a PVB
sheet having a thickness of 0.38 mm on both surfaces
and glass having a thickness of 2.8 mm on the outermost
surface, and then subjected to vacuum lamination at a
temperature of 140°C for 30 minutes, thereby manufac-
turing a heating laminated glass. Physical properties of
the laminated glass are illustrated in the following FIG. 2.

<Example 2>

[0076] A copper-foil matt surface having a thickness
of 3 mm was coated with a coating solution having a com-
position of 14 parts by weight of PVB having a refractive
index of 1.47 and a glass transition temperature (Tg) of
32°C, 43 parts by weight of ethanol, and 43 parts by
weight of methyl ethyl ketone, and then dried at 120°C
for 3 minutes, and then was subjected to heat lamination
with PET having a thickness of 50 mm by a hot roll lam-
inator at 110°C after a PVB layer having a thickness of
5 mm to 7 mm was formed, thereby manufacturing a sub-
strate. In this case, a surface roughness Rz of the matt
surface of the 3-mm copper foil used was 1.5 mm, and
an average reflectance measured at a wavelength of 380
nm to 780 nm was 6.7%. In the case of the copper foil
having a thickness of 3 mm, since a carrier foil having a
thickness of 18 mm was attached to the rear surface of
the copper foil for ease of handling of the film process,
the carrier foil was removed before a pattern was formed.
A novolac resin-based resist pattern having a thickness
of 100 nm to 400 nm was formed by a printing process,
and then etched with a 5% sulfuric acid/5% hydrogen
peroxide-based etchant, thereby manufacturing a heat-
ing film without a process of removing a resist.
[0077] Thereafter, a copper foil having a width of 1 cm
/ a thickness of 50 mm was provided at both ends of a
pattern surface of a heating film, where electric current
flows, a structure of glass/a PVB sheet/a heating film/a
PVB sheet/glass was manufactured by stacking a PVB
sheet having a thickness of 0.38 mm on both surfaces
and glass having a thickness of 2.8 mm on the outermost
surface, and then subjected to vacuum lamination at a
temperature of 140°C for 30 minutes, thereby manufac-
turing a heating laminated glass. Physical properties of
the laminated glass are illustrated in the following FIG. 3.

<Example 3>

[0078] For a copper foil having a thickness of 3 mm, in
which a surface roughness of a matt surface was 1.5 mm
and an average reflectance measured at a wavelength
of 380 nm to 780 nm with respect to this surface was
6.7%, the matt surface of the copper foil having a thick-

ness of 3 mm was coated with a coating solution having
a composition of 14 parts by weight of PVB having a
refractive index of 1.47 and a glass transition temperature
(Tg) of 32°C, 43 parts by weight of ethanol, and 43 parts
by weight of methyl ethyl ketone, and then dried at 120°C
for 3 minutes, thereby forming a PVB layer having a thick-
ness of 5 mm to 7 mm. Thereafter, with respect to a film
subjected to the PET lamination and processes of re-
moving a carrier foil having a rear surface thickness of
18 mm in the same manner as in Example 2, forming a
resist pattern, and etching copper, the resist was re-
moved by a 3% aqueous NaOH solution, and then the
copper surface exposed to the air was blackened by im-
mersing the film in a selenium-based blackening solution
for 30 seconds. In this case, in order to enhance adhesion
force of the PET film with the PVB sheet and the PVB
coating layer, a PET film (a thickness of 50 mm) in which
a 2.5-nm NbOx layer was deposited on both surfaces of
PET was used.
[0079] Thereafter, a structure of glass/a PVB sheet/a
heating film/a PVB sheet/glass was manufactured by
stacking a PVB sheet having a thickness of 0.38 mm on
both surfaces of the heating film and glass on the outer-
most layer of the heating film, and then a heating lami-
nated glass was manufactured by subjecting the struc-
ture to vacuum lamination at a temperature of 140°C for
30 minutes. Physical properties of the laminated glass
are illustrated in the following FIG. 4.

<Comparative Example 1>

[0080] By using a substrate in which an adhesive layer
comprising a silicone-based polymer having a refractive
index of 1.44 as a main component was formed between
the PET and the copper foil, a heating film was manu-
factured through resist patterning, etching, and stripping
processes. In this case, the copper foil after the carrier
foil was removed had a thickness of 2 mm. With respect
to the films when only the resist patterning and etching
processes were performed and when the resist pattern-
ing, etching, and stripping processes were performed,
light characteristics in each film state and light charac-
teristics after glass was laminated are illustrated in the
following FIG. 5.
[0081] When compared to the Examples, it could be
seen that the PVB coating layer having a refractive index
of 1.47 (Examples 1 to 3) had a haze of less than 2%
after glass was laminated, whereas in the case of Com-
parative Example 1, in which the refractive index was
1.44, haze was 2% or more even after glass was lami-
nated.

<Comparative Example 2>

[0082] After a matt surface of a copper foil having a
surface roughness Rz of 2.0 mm and a thickness of 2 mm
was coated with a coating solution having a composition
of 20 parts by weight of PVB having a refractive index of
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1.47 and a glass transition temperature (Tg) of 32°C and
80 parts by weight of N-methylpyrrolidone, the copper
foil was left to stand at room temperature overnight, and
then a PVB layer having a thickness of 50 mm was formed
on the copper foil by drying the copper foil at 80°C for 10
minutes and at 110°C for 3 minutes, or drying the copper
foil at other different temperature profiles. In this case,
when the copper foil was left to stand at room temperature
overnight, and then dried at 80°C for 10 minutes and at
110°C for 3 minutes, the copper foil/the PVB substrate
was very severely curled, so that it was difficult to perform
lamination with PET. When the drying rate was in-
creased, bubbles were observed after lamination with
PET due to the solvent remaining in the substrate.

<Comparative Example 3>

[0083] A copper foil having a thickness of 6 mm was
coated with a coating solution having a composition of
12 parts by weight of PVB sheet having a refractive index
of 1.47 and a glass transition temperature (Tg) of 32°C,
44 parts by weight of ethanol, and 44 parts by weight of
methyl ethyl ketone, and then dried at 120°C for 4 min-
utes, thereby forming a PVB layer having a thickness of
5 mm to 7 mm. In this case, an Rz of the 6-mm copper foil
used was 0.7 mm, and an average reflectance of the matt
surface measured at a wavelength of 380 nm to 780 nm
was 68%. In this case, even after PET having a thickness
of 50 mm was subjected to heat lamination on a PVB
surface of a copper foil at 120°C and a rate of 17 mpm,
adhesion force between the copper foil/PVB layer and
the PET layer was not secured, so that additional aging
was needed at 110°C for 3 days in order to finally man-
ufacture a substrate because it was impossible to per-
form the process.
[0084] Thereafter, a DFR having a thickness of 10 mm
was subjected to heat lamination at 120°C with the sur-
face of the copper foil, and then a heating film was man-
ufactured by subjecting the laminate to photolithography,
development, etching, and stripping processes. In this
case, a 1.7 wt% aqueous sodium carbonate solution was
used as a developing solution, a 5% sulfuric acid/5% hy-
drogen peroxide-based aqueous solution was used as
an etchant, and a 2.5% aqueous sodium hydroxide so-
lution was used as a stripping solution. Thereafter, a
structure of glass/a PVB sheet/a heating film/a PVB
sheet/glass was manufactured by stacking a PVB sheet
having a thickness of 0.38 mm on both surfaces of the
heating film and glass having a thickness of 2.8 mm on
the outermost layer of the heating film, and then a heating
laminated glass was manufactured by subjecting the
structure to vacuum lamination at a temperature of 140°C
for 30 minutes. In this case, the reflectance after the lam-
ination was 15% to 17%, which was slightly high.

<Comparative Example 4>

[0085] A bonding layer comprising an epoxy-based

polymer having a refractive index of 1.612 as a main com-
ponent was formed between PET and a copper foil, and
a substrate aged at 60°C for a day was prepared.
Through resist patterning, etching, and stripping proc-
esses, a heating film was manufactured. In this case, the
copper foil after the carrier foil was removed had a thick-
ness of 2 mm. Thereafter, a structure of glass/a PVB
sheet/a heating film/a PVB sheet/glass was manufac-
tured by stacking a PVB sheet having a thickness of 0.38
mm on both surfaces of the heating film and glass on the
outermost layer of the heating film, and then a heating
laminated glass was manufactured by subjecting the
structure to vacuum lamination at a temperature of 120°C
for 20 minutes, and then vacuum lamination at a temper-
ature of 140°C for 20 minutes. The haze of the thus-
manufactured heating laminated glass was 3.5%.

<Comparative Example 5>

[0086] A substrate in which a bonding layer comprising
a urethane-based polymer having a refractive index of
1.492 as a main component formed between PET and a
copper foil was prepared, and a heating film was manu-
factured through resist patterning, etching, and stripping
processes. The copper foil had a thickness of 8 mm. In
this case, when etching was performed by using an etch-
ant composed of a mixed solution of phosphoric acid/ni-
tric acid/acetic acid, the urethane-based polymer layer
was damaged, so that patterning could not be performed.
It was difficult to perform a stable patterning even when
an etchant comprising sulfuric acid and hydrogen perox-
ide as main components was used, but a structure of
glass/a PVB sheet/a heating film/a PVB sheet/glass was
manufactured by stacking a PVB sheet having a thick-
ness of 0.38 mm on both surfaces of the heating film and
glass on the outermost layer in some good regions, and
then a heating laminated glass was manufactured by
subjecting the structure to vacuum lamination at a tem-
perature of 140°C for 30 minutes. The haze of the thus-
manufactured heating laminated glass was 2.6%.
[0087] In the present application, light characteristics
on the transmission mode and light characteristics on the
reflection mode were measured by COH-400 manufac-
tured by Nippon Denshoku Co., Ltd., and Solidspec-3700
manufactured by Shimadzu Corporation, respectively,
and in the reflective light characteristics, the case where
the pattern surface was irradiated with light and the case
where the PET surface was irradiated with light were des-
ignated as ’front’ and ’rear’, respectively. When voltage
was applied, the terminal resistance was calculated from
electric current flowing between both bus bars, and the
sheet resistance was calculated by dividing the terminal
resistance by the distance between the bus bars, and
then multiplying the resulting value by the width of a re-
gion where electric current flows.
[0088] As in the result, according to an exemplary em-
bodiment of the present application, a metal foil film is
patterned after a coating layer is formed by using the
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metal foil film as a substrate without forming a metal pat-
tern by an expensive deposition process as in the related
art, so that a heating film may be manufactured at a low
cost.
[0089] Further, an automotive heating glass according
to an exemplary embodiment of the present application
may minimize a difference between refractive indices of
a laminated film provided on both surfaces of a heating
film and a coating layer provided to be brought into con-
tact with a metal foil pattern, so that image distortion
caused by the heating glass may be minimized.
[0090] In addition, for the automotive heating glass ac-
cording to an exemplary embodiment of the present ap-
plication, the reflectance of at least one surface thereof
is low, so that the metal foil pattern may not be easily
recognized.

Claims

1. A heating film comprising:

a transparent substrate;
a coating layer provided on the transparent sub-
strate and having a refractive index of 1.450 to
1.485; and
a metal foil pattern provided on the coating layer,
wherein a ten-point average roughness (Rz) of
a surface of the metal foil pattern, which is
brought into contact with the coating layer, is
more than 0.9 mm.

2. The heating film of claim 1, wherein a ten-point av-
erage roughness (Rz) of an entire surface of the coat-
ing layer opposite to a surface on which the trans-
parent substrate is provided is more than 0.9 mm.

3. The heating film of claim 1, wherein the coating layer
has a refractive index of 1.465 to 1.485.

4. The heating film of claim 1, wherein the coating layer
has a thickness of 3 mm to 15 mm.

5. The heating film of claim 1, wherein the coating layer
has a thickness of 3 mm to 7 mm.

6. The heating film of claim 1, wherein the coating layer
has a thickness of 7 mm to 15 mm.

7. The heating film of claim 1, wherein the coating layer
comprises one or more of polyvinyl butyral (PVB),
ethylene vinyl acetate (EVA), and acrylate-based ad-
hesive materials, and
the coating layer has a glass transition temperature
(Tg) of 25°C to 80°C.

8. The heating film of claim 1, wherein the metal foil
pattern has a height of 2 mm to 15 mm.

9. The heating film of claim 1, wherein the metal foil
pattern comprises an aluminum foil pattern or an
copper foil pattern.

10. The heating film of claim 1, wherein the metal foil
pattern comprises an aluminum foil pattern or an
copper foil pattern having an average reflectance of
15% or less at a wavelength of 380 nm to 780 nm.

11. The heating film of claim 1, wherein a metal portion
of the metal foil pattern has an average reflectance
of 67% or less at a wavelength of 380 nm to 780 nm.

12. The heating film of claim 1, wherein the metal foil
pattern has a line width of 4 mm to 25 mm.

13. The heating film of claim 1, further comprising a
blackening pattern or a polymer resin layer pattern
on the metal foil pattern.

14.  The heating film of claim 13, wherein the blackening
layer pattern comprises one or more of chromium-
based, selenium-based, copper sulfide-based, cop-
per oxide-based, copper sulfide-based, aluminum
oxynitride-based, and copper oxynitride-based ma-
terials.

15. The heating film of claim 13, wherein the polymer
resin layer pattern comprises a novolac resin or an
acrylate-based resin.

16. The heating film of claim 1, further comprising a pro-
tective layer on the coating layer and the metal foil
pattern,
wherein a difference in refractive index between the
coating layer and the protective layer is 0.030 or less.

17. The heating film of claim 16, wherein the protective
layer has a thickness of 3 mm to 30 mm.

18. The heating film of claim 16, wherein the coating
layer and the protective layer comprise the same ma-
terial.

19. The heating film of claim 1, further comprising a first
laminated film on a surface of the transparent sub-
strate opposite to a surface on which the coating
layer is provided,
wherein a difference in refractive index between the
coating layer and the first laminated film is 0.030 or
less.

20. The heating film of claim 19, wherein the coating
layer and the first laminated film comprise the same
material.

21. The heating film of claim 20, wherein the coating
layer and the first laminated film comprise polyvinyl
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butyral (PVB).

22. A method for manufacturing a heating film, the meth-
od comprising:

forming a coating layer having a refractive index
of 1.450 to 1.485 on a metal foil film;
forming a transparent substrate on the coating
layer; and
forming a metal foil pattern by patterning the
metal foil film,
wherein a ten-point average roughness (Rz) of
a surface of the metal foil pattern, which is
brought into contact with the coating layer, is
more than 0.9 mm.

23. The method of claim 22, wherein the forming of the
transparent substrate on the coating layer is per-
formed by subjecting the coating layer and the trans-
parent substrate to a heat lamination process at 60°C
to 120°C.

24. An automotive heating glass comprising:

the heating film of any one of claims 1 to 21;
a first glass provided on one surface of the heat-
ing film; and
a second glass provided on the other surface of
the heating film,
wherein at least one surface of a surface be-
tween the heating film and the first glass and a
surface between the heating film and the second
glass comprises a second laminated film.

25. The automotive heating glass of claim 24, wherein
the second laminated film comprises one or more of
polyvinyl butyral (PVB) and ethylene acetate (EVA).
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