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Description

Technical Field

[0001] The present invention relates to a stack manu-
facturing system which stacks and integrates a plurality
of component members.

Background Art

[0002] JP2002-45937A discloses stack manufacturing
apparatus which progressively feeds a hooped long ma-
terial to be machined in its longitudinal direction, forms
relief holes within the outer contour of a stack or protru-
sions in positions corresponding to the relief holes at a
plurality of stages, shapes component members having
a predetermined outer contour by non-separating inden-
tation machining into a state where at least part of the
outer contour thereof is locked to the material to be ma-
chined, and successively presses out and stacks the
component members, passes the projections through the
relief holes in the lower component member (s), and
welds the protrusions to another component member in
a non-adjacent state for stack and integration in the final
stage of the progressive feeding of the material to be
machined has conventionally been disclosed.
[0003] EP 2 893 990 A1, which is prior art according
to Art. 54(3) of the European Patent Convention (EPC),
discloses a stack manufacturing system comprising a
stacking apparatus according to the preamble of claim
1, including a first machining unit that machines the first
material to be stacked and a second machining unit that
machines the second material to be stacked. The press
member is not configured to simultaneously press and
integrally stamp out the first material to be stacked and
the second material to be stacked in a stacked state. It
is not disclosed that the direction in which the first ma-
chining unit conveys the first material to be stacked and
the direction in which the second machining unit conveys
the second material to be stacked are arranged at right
angles about the stage unit.
[0004] JP 2003 304654 A discloses a laminated core
formed by laminating amorphous core pieces and a sys-
tem for producing such a laminated core. It is not dis-
closed that the direction in which the first machining unit
conveys the first material to be stacked and the direction
in which the second machining unit conveys the second
material to be stacked are arranged at right angles about
the stage unit.

Disclosure of the Invention

Problems to be Solved by the Invention

[0005] It is an object of the present invention to provide
a stack manufacturing system having even higher accu-
racy and productivity.

Means for Solving the Problems

[0006] This problem is solved by a stack manufacturing
system as claimed by claim 1. Further advantageous em-
bodiments are the subject-matter of the dependent
claims.
[0007] A stack manufacturing system according to the
present invention comprises a stacking apparatus, com-
prising:

a stage unit on which a first material to be stacked
and a second material to be stacked are stacked and
placed;
a sandwiching member that is vertically movable with
respect to the stage unit, and between which and
the stage unit the first material to be stacked and the
second material to be stacked are sandwiched;
a press member that is vertically movable with re-
spect to the sandwiching member and simultaneous-
ly presses the first material to be stacked and the
second material to be stacked;
a first machining unit that machines the first material
to be stacked; and
a second machining unit that machines the second
material to be stacked.

[0008] According to the present invention the press
member is configured to simultaneously press and inte-
grally stamp out the first material to be stacked and the
second material to be stacked in a stacked state, wherein
a direction in which the first machining unit conveys the
first material to be stacked and a direction in which the
second machining unit conveys the second material to
be stacked are arranged at right angles about the stage
unit.
[0009] In a stack manufacturing system of one embod-
iment according to the present invention,

the first machining unit performs non-separating in-
dentation machining by which at least part of an outer
contour of a first stack to be stamped out of the first
material to be stacked by the press member is
shaped in a state of being locked to a first scrap
portion of the first material to be stacked other than
the first stack, and
the second machining unit performs non-separating
indentation machining by which at least part of an
outer contour of a second stack to be stamped out
of the second material to be stacked by the press
member is shaped in a state of being locked to a
second scrap portion of the second material to be
stacked other than the second stack.

[0010] A stack manufacturing system of one embodi-
ment according to the present invention is the stack man-
ufacturing system according to claim 2 or 3, wherein a
direction in which the first machining unit conveys the
first material to be stacked and a direction in which the
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second machining unit conveys the second material to
be stacked are radially arranged about the stage unit.

Advantages of the Invention

[0011] According to the present invention, a stack man-
ufacturing system having high accuracy and productivity
can be provided.

Brief Description of the Drawings

[0012]

FIG. 1 is a front view showing one embodiment of a
stack manufacturing system.
FIG. 2 is a side view showing one embodiment of
the stack manufacturing system.
FIG. 3 is a plan view showing one embodiment of
the stack manufacturing system.
FIG. 4 is a diagram showing an A-A section near a
stacking unit in FIG. 1 of one embodiment according
to the present invention.
FIG. 5 is a diagram showing a first material to be
stacked 91 and a second material to be stacked 92
near the stacking unit of one embodiment according
to the present invention.
FIG. 6 is a diagram showing an operation of a stack-
ing unit 50 of one embodiment according to the
present invention.
FIG. 7 is a diagram showing an operation of the
stacking unit 50 of one embodiment according to the
present invention.
FIG. 8 is a diagram showing an operation of the
stacking unit 50 of one embodiment according to the
present invention.
FIG. 9 is an enlarged view of part of the stacking unit
50. FIG. 10 is a diagram showing a stack stacked by
the stacking apparatus of one embodiment accord-
ing to the present invention.
FIG. 11 is a flowchart showing steps of the stack
manufacturing system of one embodiment according
to the present invention.
FIG. 12 is a diagram showing an A-A section near
the stacking unit in FIG. 1 of another embodiment
according to the present invention.
FIG. 13 is a view showing a B-B section of FIG. 12.

Best Mode for Carrying Out the Invention

[0013] FIG. 1 is a front view showing one embodiment
of a stack manufacturing system. FIG. 2 is a side view
showing one embodiment of the stack manufacturing
system. FIG. 3 is a plan view showing one embodiment
of the stack manufacturing system.
[0014] The stack manufacturing system 100 includes
a stacking apparatus 10 and to-be-stacked material in-
stallation units 70.
[0015] The to-be-stacked material installation units 70

are parts in which unprocessed materials to be stacked
90 are installed. The to-be-stacked material installation
units 70 of the present embodiment use disk-like mem-
bers around the outer peripheries of which the unproc-
essed materials to be stacked 90 are wound in a coil form.
[0016] As for the number of to-be-stacked material in-
stallation units 70, at least two to-be-stacked material
installation units 70 have only to be provided according
to a stack structure of the materials to be stacked 90. For
example, if two members are simultaneously stamped
out to form a stack, two to-be-stacked material installation
units 70 may be used. If three members are simultane-
ously stamped out to form a stack, three to-be-stacked
installation units 70 may be used.
[0017] Note that the stack manufacturing system 100
may include a not-shown machining unit that machines
part of a material to be stacked 90 in advance after the
material to be stacked 90 is fed from a to-be-stacked
material installation unit 70 and before stacked in the
stacking unit 10. The machining unit is a unit that ma-
chines the material to be stacked 90 fed from the to-be-
stacked material installation unit 70. Like the techniques
described in Patent Literature 1 and Patent Literature 2,
the machining unit progressively machines the fed ma-
terial to be stacked 90. A processing machine of the ma-
chining unit is not limited to a press machine and may
include a cutting machine and the like.
[0018] Next, the stacking apparatus 10 will be de-
scribed.
[0019] The stacking apparatus 10 includes a bed 1,
support posts 2, a crown 3, scaled posts 4, an inner slide
11 serving as a first slide, inner motors 12 serving as
first-side driving sources, inner ball screws 13 serving as
first-side feeding members, inner linear scales 14 serving
as first-side position detection members, an outer slide
21 serving as a second slide, outer motors 22 serving as
second-side driving sources, outer ball screws 23 serving
as second-side feeding members, and outer linear scales
24 serving as second-side position detection members.
[0020] The bed 1 is a member serving as a base for
placing the stacking apparatus 10 on the ground. The
support posts 2 are posts extending upward from the bed
1. The present embodiment includes four support posts
2, which are arranged at the respective four corners of
the bed 1. The crown 3 is placed on the support posts 2,
and the inner motors 12 and the outer motors 22 are
placed thereon. The bed 1, the support posts 2, and the
crown 3 constitute a frame body of the stacking apparatus
10. Note that the number of support posts 2 is not limited
to four. At least two support posts 2 have only to be in-
cluded as long as the crown 3 can be supported. The
support posts 2 are not limited to columnar ones and may
be plate-like ones. The inner slide 11 includes a stage-
like portion 11a which is movably attached to the support
posts 2, and a protrusion 11b which extends downward
from the stage-like portion 11a. In the present embodi-
ment, the four corners of the stage-like portion 1la are
slidably arranged on the support posts 2, and the protru-
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sion 11b is arranged to extend downward from the center
of the stage-like portion 11a.
[0021] The inner motors 12 are placed on the crown 3
and drive the inner ball screws 13. The inner ball screws
13 include screw shafts 13a and nut units 13b. The screw
shafts 13a penetrate through the crown 3 and are coupled
to the output shafts of the inner motors 12. The nut units
13b are attached to the inner slide 11 and contain not-
shown circulating steel balls.
[0022] The present embodiment includes four inner
motors 12 and four inner ball screws 13 corresponding
to the four corners of the crown 3 and the inner slide 11.
The four inner motors 12 and inner ball screws 13 operate
independent of each other. Note that the numbers of inner
motors 12 and inner ball screws 13 are not limited to four.
At least two inner motors 12 and inner ball screws 13
may be included.
[0023] The inner linear scales 14 read the scaled posts
4 to measure the height at which the inner slide 11 is
positioned with respect to the bed 1. The present em-
bodiment includes four scaled posts 4 corresponding to
the four corners of the inner slide 11. Note that at least
two inner linear scales 14 may be included.
[0024] The outer slide 21 includes a stage-like portion
21a which is movably attached to the support posts 2
under the inner slide 11, and a hole portion 21b through
which the protrusion 11b of the inner slide 11 movably
penetrates in a vertical direction of the stage-like portion
21a. In the present embodiment, the four corners of the
stage-like portion 21a are slidably arranged on the sup-
port posts 2. The hole portion 21b is formed in the center
of the stage-like portion 21a so that the protrusion 11b
of the inner slide 11 slidably penetrates through the hole
portion 21b.
[0025] The outer motors 22 are placed on the crown 3
and drive the outer ball screws 23. The outer ball screws
23 include screw shafts 23a and nut units 23b. The screw
shafts 23 penetrate through the crown 3 and the inner
slide 11 and are coupled to the output shafts of the outer
motors 22. The nut units 23b are attached to the outer
slide 21 and contain not-shown circulating steel balls.
[0026] The present embodiment includes four outer
motors 22 and four outer ball screws 23 corresponding
to the four corners of the crown 3 and the outer slide 21.
The four outer motors 22 and outer ball screws 23 operate
independent of each other. Note that the numbers of out-
er motors 22 and outer ball screws 23 are not limited to
four. At least two outer motors 22 and outer ball screws
23 may be included.
[0027] The outer linear scales 24 read the scaled posts
4 to measure the height at which the outer slide 21 is
positioned with respect to the bed 1. The present em-
bodiment includes four outer linear scales 24 corre-
sponding to the four corners of the outer slide 21. Note
that at least two outer linear scales 24 may be included.
[0028] The scaled posts 4 are vertically attached at
one end to the bed 1 and at the other to the crown 3. In
the present embodiment, the scaled posts 4 are attached

at four corners outside the inner slide 11 and the outer
slide 21. The scaled posts 4 are used in common by the
inner linear scales 14 and the outer linear scales 24. The
scaled posts 4, the inner linear scales 14, and the outer
linear scales 24 are therefore provided in the same num-
bers.
[0029] In the present embodiment, an operation for
press machining an article to be molded is automatically
repeated. The inner slide 11 and the outer slide 21 can
be maintained in a horizontal state with high accuracy at
every stage of each press machining operation during
an actual press machining period.
[0030] More specifically, at every stage in the process
of each single shot of press machining during a teaching
machining period prior to an actual press machining pe-
riod, (i) the measurement results of the inner linear scales
14 are taken in and the driving energy supplied to each
of the four inner motors 12 for driving the inner slide 11
is adjusted and determined so that the inner slide 11 can
be horizontally maintained, and information about the
driving energy supplied to each of the inner motors 12 in
each stage is stored into a storage device, and (ii) the
measurement results of the outer linear scales 24 are
taken in and the driving energy supplied to each of the
four outer motors 22 for driving the outer slide 21 is ad-
justed and determined so that the outer slide 21 can be
horizontally maintained, and information about the driv-
ing energy supplied to each of the outer motors 22 in
each stage is stored into the storage device.
[0031] Next, at each stage in the process of each single
shot of press machining during an actual machining pe-
riod, (i) driving energy is supplied to each of the inner
motors 12 for driving the inner slide 11 based on the
stored information, and (ii) driving energy is supplied to
each of the outer motors 22 for driving the outer slide 21
based on the stored information.
[0032] In the present embodiment, such control is per-
formed to maintain the inner slide 11 and the outer slide
21 in a horizontal state with high accuracy at every stage
of each single press machining operation. As a result,
the clearances between the sliding holes in the four cor-
ners of the inner slide 11 and the support posts 2 can be
determined to be 0.10 mm to 0.25 mm.
[0033] Next, a stacking unit 50 will be described.
[0034] FIG. 4 is a diagram showing an A-A section in
FIG. 1 of one embodiment according to the present in-
vention.
[0035] A stage unit 40 includes a table 41, a support
stage 42, an actuator 43, and a guide base 44. The table
41 is a member having a horizontal flat surface for the
support stage 42 to be installed on.
[0036] The support stage 42 is installed on the the table
41. The support stage 42 includes a support cylinder 42a
of circular cylindrical shape or rectangular cylindrical
shape, and a flat plate unit 42b which is installed on the
support cylinder 42a and has an opening in the center.
The actuator 43 has an extendable structure and is in-
stalled on the table 41. In the present embodiment, the
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actuator 43 is installed in a hole portion 41a formed in
the table 41 to increase the operating distance by which
the actuator 43 extends and contracts.
[0037] The guide base 44 is installed on the actuator
43. The guide base 44 can be vertically moved by the
actuator 43. A protrusion 44a is formed on the top surface
of the guide base 44. The protrusion 44a protrudes by a
dimension smaller than the thickness of a first material
to be stacked 91.
[0038] As described above, the guide base 44 can be
vertically moved by the actuator 43. Even if the number
of layers of the stack 90a stacked on the guide base 44
increases, the position of the guide base 44 can be ad-
justed by operating the actuator 43 to extend or contract
according to the number of layers of the stack 90a on the
guide base 44. This enables accurate stack of the stack
90a.
[0039] A pressurizing unit 30 includes: a sandwiching
member 31 which corresponds to the outer slide 21 in
FIG. 1; a pressurizing member 32 which corresponds to
the stage-like portion 11a of the inner slide 11 in FIG. 1;
a press member 33 which corresponds to the protrusion
11b of the inner slide 11 in FIG. 1; a guide pin 34; and a
spring 35 which serves as an elastic member.
[0040] The sandwiching member 31 can be moved up
and down by the outer motors 22 shown in FIG. 1. The
sandwiching member 31 and the support stage 42 can
sandwich a first scrap portion 91b of the first material to
be stacked 91 and a second scrap portion 92b of a second
material to be stacked 92 therebetween. The pressuriz-
ing member 32 holds the press member 33. The pressu-
rizing member 32 and the press member 33 can be in-
tegrally moved up and down with respect to the sand-
wiching member 31 by the inner motors 12. The press
member 33 presses the first material to be stacked 91
and the second material to be stacked 92 to simultane-
ously stamp out a first stack 91a and a second stack 92a
from the first scarp portion 91b and the second scrap
portion 92b. The guide pin 34 is inserted through the
press member 33 and can move up and down with re-
spect to the press member 33. The guide pin 34 is passed
through a first hole 91c and a second hole 92c machined
in advance in the first material to be stacked 91 and the
second material to be stacked 92 and guides the first
material to be stacked 91 and the second stack 92
pressed and cut off by the press member 33. The spring
35 biases the guide pin 34 against the pressurizing mem-
ber 32 from above, and can elastically support the guide
pin 34 when the pressurizing member 32 is pressed from
below.
[0041] With such a structure, the guide pin 34 can ac-
curately guide the first stack 91a and the second stack
92a that are simultaneously pressed and integrally
stamped out of the first material to be stacked 91 and the
second material to be stacked 92 by the press member
33 onto the stack 90a which has already been placed
and integrated on the guide base 44. Note that the hor-
izontal cross section of the guide pin 34 is preferably

shaped to correspond to the first hole 91c of the first stack
91a and the second hole 92c of the second stack 92a. If
the horizontal cross section of the guide pin 34 is config-
ured to have a shape corresponding to the first hole 91c
of the first stack 91a and the second hole 92c of the sec-
ond stack 92a, the guide pin 34 can more accurately
guide the first stack 91a pressed and stamped out of the
first material to be stacked 91 and the second stack 92a
pressed and stamped out of the second material to be
stacked 92 by the press member 33. Note that the guide
pin 34 does not necessarily need to be provided.
[0042] Moreover, when stacking the first stack 91a and
the second stack 92a onto the stack 90a which has al-
ready been stamped out and placed on the base guide
44, the spring 35 can reduce the impact of collision of
the guide pin 34 with the guide base 44 or the stack 90a.
[0043] Note that the horizontal cross section of the pro-
trusion 44a on the top surface of the guide base 44 is
preferably shaped to correspond to the first hole 91c of
the first stack 91a and the second hole 92c of the second
stack 92a. If the protrusion 44a is thus configured to have
a shape corresponding to the first hole 91c of the first
stack 91a and the second hole 92c of the second stack
92a, the guide base 44 can stably hold the stamped first
stack and second stack 92a on the top surface.
[0044] FIG. 5 is a diagram showing the first material to
be stacked 91 and the second material to be stacked 92
near the stacking unit of one embodiment according to
the present invention.
[0045] The stack manufacturing system of the present
embodiment is arranged so that the first material to be
stacked 91 and the second material to be stacked 92
cross each other at right angles, with the vicinity of the
stacking unit 50 of the stacking apparatus 10 as the in-
tersection.
[0046] The first material to be stacked 91 is conveyed
to the stacking apparatus 10 in the direction of a first
arrow a. The first material to be stacked 91 may be ma-
chined by a not-shown machining unit in advance before
conveyed to the stacking apparatus 10. For example, the
first stack 91a is preferably half-punched with respect to
the first scrap portion 91b in advance, with the first hole
91c half-punched or punched out.
[0047] The second material to be stacked 92 is con-
veyed to the stacking apparatus 10 in the direction of a
second arrow β. The second material to be stacked 92
may be machined by a not-shown machining unit in ad-
vance before conveyed to the stacking apparatus 10. For
example, the second stack 92a is preferably half-
punched with respect to the second scrap portion 92b in
advance, with the second hole 92c half-punched or
punched out.
[0048] The first material to be stacked 91 and the sec-
ond material to be stacked 92 are conveyed so that the
first stack 91a and the second stack 92a vertically overlap
each other in the stacking unit 50 of the stacking appa-
ratus 10. Then, the first stack 91a and the second stack
92a are almost simultaneously stamped out and integrat-
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ed from the first scrap portion 91b and the second scrap
portion 92b. The first scarp portion 91b and the second
scrap portion 92b from which the first stack 91a and the
second stack 92a have been stamped out are conveyed
on and discarded.
[0049] Next, a method for operating the stacking ap-
paratus 10 of one embodiment according to the present
invention will be described.
[0050] FIGS. 6, 7, and 8 are diagrams showing an op-
eration of the stacking unit 50 of one embodiment ac-
cording to the present invention. FIG. 9 is an enlarged
view of part of the stacking unit 50.
[0051] FIG. 6A shows a state where the first stack 91a
of the first material to be stacked 91 and the second stack
92a of the second material to be stacked 92 are conveyed
to the stacking unit 50. As shown in FIG. 5, the first ma-
terial to be stacked 91 and the second material to be
stacked 92 are conveyed in orthogonal directions. The
first material to be stacked 91 and the second material
to be stacked 92 are then positioned so that the first hole
91c of the first stack 91a and the second hole 92c of the
second stack 92a overlap under the guide pin 34.
[0052] At this point in time, the first stack 91a of the
first material to be stacked 91 has protrusions 91d and
recesses 91e. The second stack 92a of the second ma-
terial to be stacked 92 has protrusions 92d and recesses
92e. Note that the first layer of the first stack 91a does
not need to have the protrusions 91d. The first material
to be stacked 91 and the second material to be stacked
92 are preferably in a non-separating indentation ma-
chining state so-called half-pressed where at least part
of the outer contours of the first stack 91a and the second
stack 92a is shaped in a state of being locked to the first
scrap portion 91b and the second scrap portion 92b.
[0053] FIG. 6B shows a state where the pressurizing
unit 30 is moved down, the sandwiching member 31 is
in contact with the second scrap portion 92b of the second
material to be stacked 92, and the guide pin 34 is inserted
through the second hole 92c of the second material to
be stacked 92.
[0054] FIG. 6C shows a state where the pressurizing
unit 30 is moved down further, the second scrap portion
92b is in contact with the first scrap portion 91b of the
first material to be stacked 91, and the guide pin 34 is
inserted through the second hole 92c of the second ma-
terial to be stacked 92 and the first hole 91c of the first
material to be stacked 91. At this point in time, the pro-
trusions 92d of the second stack 92a do not need to be
coupled to the recesses 91e of the first stack 91a.
[0055] FIG. 7A shows a state where the pressurizing
unit 30 is moved down further and the first scrap portion
91b of the first material to be stacked 91 is in contact with
the support stage 42. In other words, the first scrap por-
tion 91b of the first material to be stacked 91 and the
second scrap portion 92b of the second material to be
stacked 92 are stacked and sandwiched between the
sandwiching member 31 and the support stage 42. In
this state, the press member 33 is preferably in contact

with or about to make contact with the second stack 92a.
[0056] FIG. 7B shows a state where the pressurizing
unit 30 is moved down further and the first stack 91a and
the second stack 92a are cut off by the press member 33.
[0057] FIG. 9 is an enlarged view of part of FIG. 7B.
[0058] As shown in FIG. 9, the first stack 91a and the
second stack 92a are cut off by the press member 33 in
such a state that the press member 33 punches the sec-
ond stack 92a and the second stack 92a punches the
first stack 91a. The support stage 42 serves as a die for
the first stack 91a, and the first scrap portion 91b serves
as a die for the second stack 92a. In this phase, the pro-
trusion 92d of the second stack 92a and the recess 91e
of the first stack 91a are coupled to integrate the first
stack 91a and the second stack 92a.
[0059] FIG. 7C shows a state where the pressurizing
unit 30 is moved down further, the first stack 91a and the
second stack 92a are completely cut off by the press
member 33, and the guide pin 34 is in contact with the
guide base 44.
[0060] FIG. 8A shows a state where the pressurizing
unit 30 is moved down further and the integrated first
stack 91a and second stack 92a are in contact with the
guide base 44. In such a state, the guide pin 34 is pressed
by the guide base 44. The spring 35 can contract to ab-
sorb the movement of the guide pin 34.
[0061] FIG. 8B is a state where the pressurizing mem-
ber 30 is moved up. The first stack 91a and the second
stack 92a stamped out and integrated by the press mem-
ber 33 remain placed on the guide base 44. The first
scrap portion 91b of the first material to be stacked 91
and the second scrap portion 92b of the second material
to be stacked are left with the first stack 91a and the
second stack 92a punched out, respectively.
[0062] FIG. 8C shows a state where a new first stack
91a of the first material to be stacked 91 and a new sec-
ond stack 92a of the second material to be stacked 92
are conveyed to under the press member 33. Stack is
then performed as in the steps of FIG. 6A and later.
[0063] Stack is continued, and when a first stack 91a
having no protrusions 91a as shown in FIG. 7A is con-
veyed in, the stack 90a is completed and discharged.
New stack is then started.
[0064] FIG. 10 is a diagram showing a stack stacked
by the stacking apparatus of one embodiment according
to the present invention.
[0065] The steps shown in FIGS. 6 to 8 are performed
on the first stack 91a and the second stack 92a four times
to complete the stack 90a shown in FIG. 10. A first stack
91a1 and a second stack 92a1 are portions stacked by
the first press. A first stack 91a2 and a second stack 92a2
are portions stacked by the second press. A first stack
91a3 and a second stack 92a3 are portions stacked by
the third press. A first stack 91a4 and a second stack
92a4 are portions stacked by the fourth press. The num-
bers of first stacks 91a and second stacks 92a are not
limited to those of the present embodiment. Any numbers
of stacks may be stacked.
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[0066] Next, a method for manufacturing a stack by
the stack manufacturing system will be described.
[0067] FIG. 11 is a flowchart showing the steps of the
stack manufacturing system of one embodiment accord-
ing to the present invention.
[0068] Initially, in step 1, the first material to be stacked
91 is fed from the first to-be-stacked material installation
unit 71 shown in FIG. 3 to a not-shown first machining
unit, and the second material to be stacked 92 is fed from
the second to-be-stacked material installation unit 72
shown in FIG. 3 to a not-shown second machining unit
(ST1).
[0069] Next, in step 2, the first material to be stacked
91 is machined by the first machining unit, and the second
material to be stacked 92 is machined by the second
machining unit (ST2).
[0070] As described above, the final machining state
of the first material to be stacked 91 in the first machining
unit is preferably a non-separating indentation machining
state so-called a half-punched state in which at least part
of the outer contour of the first stack 91a is shaped in a
state of being locked to the first scrap portion 91b. As
described above, the final machining state of the second
material to be stacked 92 in the second machining unit
is preferably a non-separating indentation machining
state so-called a half-punched state in which at least part
of the outer contour of the second stack 92a is shaped
in a state of being locked to the second scarp portion 92b.
[0071] Moreover, the first material to be stacked 91 is
preferably machined to have a first hole 91a for the guide
pin 33 to be inserted into. The second material to be
stacked 92 is preferably machined to have a second hole
92c for the guide pin 33 to be inserted into.
[0072] Next, in step 3, the machined first material to
be stacked 91 and second material to be stacked 92 are
conveyed to the stacking apparatus 10 (ST3).
[0073] Note that the machining steps of the machining
units do not need to be performed in order of the first
machining unit and the second machining unit. The ma-
terials to be stacked have only to be conveyed to the
stacking unit 50 in a previously machined state.
[0074] Next, in step 4, the stacking unit 50 simultane-
ously presses and integrally stamps out the first stack
91a and the second stack 92a for stack (ST4).
[0075] These steps 1 to 4 are performed as needed to
stack a plurality of first stacks 91a and second stacks
92a. When a first stack 91a having no protrusions 91d
as shown in FIG. 7A is conveyed in, the stack 90a is
completed.
[0076] Finally, in step 5, the completed stack 90a
shown in FIG. 10 is discharged (ST5).
[0077] FIG. 12 is a diagram showing an A-A section
near the stacking unit in FIG. 1 of another embodiment
according to the present invention. FIG. 13 is a diagram
showing a B-B section of FIG. 12.
[0078] The stacking apparatus 10 of the embodiment
shown in FIG. 12 includes a structure to hold the stack
90a by a crimping ring 45 instead of the table 41. The

stage unit 40 of the embodiment shown in FIG. 12 in-
cludes the table 41, the support stage 42, the crimping
ring 45, and a belt conveyor 46.
[0079] The table 41 is a member having a horizontal
flat surface for the support stage 42 to be installed on.
The support stage 42 is installed on the table 41. The
support stage 42 includes the support cylinder 42a of
circular cylindrical shape or rectangular cylindrical
shape, and the flat plate unit 42b which is installed on
the support cylinder 42a and has an opening in the center.
[0080] As shown in FIG. 13, the crimping ring 45 is a
member that is formed to the shape of the stack 90a to
surround the outer periphery thereof. The crimping ring
45 is formed to be smaller than the inner dimensions of
the flat plate unit 42b serving as a die by 0.005 mm or
so on each side. The crimping ring 45 has a tapered
portion 45a inside its upper part.
[0081] Consequently, as shown in FIG. 12, the stacked
stack 90a fits to and is held by the crimping ring 45. Here,
the crimping ring 45 having the tapered portion 45a struc-
turally facilitates the stack 90a fitting into the crimping
ring 45.
[0082] With such a structure, the first stack 91a and
the second stack 92a that are simultaneously pressed
and integrally stamped out of the first material to be
stacked 91 and the second material to be stacked 92 by
the press member 33 are stacked on the integral stack
90a which has already been stamped out, fitted to and
been held by the crimping ring 45.
[0083] Stack is continued, and when a first stack 91a
having no protrusions 91d as shown in FIG. 7A is con-
veyed and pressed, the stack 90a is completed. The next
first stack 91a to be pressed, having no protrusions 91,
is not able to be connected to the recesses 92e of the
second stack 92a at the top of the completed stack 90a.
The completed stack 90a therefore falls from the crimping
ring 45 to the belt conveyor 46 and is conveyed on.
[0084] As described above, the stacking apparatus 10
of one embodiment includes: the stage unit 4 on which
the first material to be stacked 91 and the second stack
92 are stacked and placed; the sandwiching member 11
that is vertically movable with respect to the stage unit
4, and between which and the stage unit 4 the first ma-
terial to be stacked 91 and the second material to be
stacked 92 are sandwiched; and the press member 13
that is vertically movable with respect to the sandwiching
member 11 and simultaneously presses the first material
to be stacked 91 and the second material to be stacked
92. The press member 33 can thus simultaneously press
the first material to be stacked 91 and the second material
to be stacked 92 to stack a plurality of materials to be
stacked by one press. This can improve accuracy and
productivity.
[0085] Moreover, the stack manufacturing system 100
of one embodiment includes the foregoing stacking ap-
paratus 10, the first machining unit that machines the first
material to be stacked 91, and the second machining unit
that machines the second material to be stacked 92. The
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first stack 91a and the second stack 92a can thus be
machined with different dimensions, in different shapes,
and of different substances immediately before stack.
This increases the degree of freedom in design, and en-
ables prompt accommodation to changes in the dimen-
sions, shapes, substances, and the like of the first stack
91a and the second stack 92a.
[0086] In the stack manufacturing system 100 of one
embodiment, the first machining unit performs non-sep-
arating indentation machining by which at least part of
the outer contour of the first stack 91a to be stamped out
of the first material to be stacked 91 by the press member
33 is shaped in a state of being locked to the first scrap
portion 91b of the first material to be stacked 91 other
than the first stack 91a. The second machining unit per-
forms non-separating indentation machining by which at
least part of the outer contour of the second stack 92a
to be stamped out of the second material to be stacked
92 by the press member 33 is shaped in a state of being
locked to the second scrap portion 92b of the second
material to be stacked 92 other than the second stack
92a. This can reduce the load when the press member
33 stamps out the first stack 91a and the second stack
92a, and can further improve accuracy.
[0087] In the stack manufacturing system 100 of one
embodiment, the direction in which the first machining
unit conveys the first material to be stacked 91 and the
direction in which the second machining unit conveys the
second material to be stacked 92 are radially arranged
about the stage unit 40. This allows efficient operations
and effective use of space.
[0088] Note that the present invention is not limited to
such an embodiment. More specifically, while the de-
scription of the embodiment includes a lot of specific de-
tails for illustration, variations and modifications may be
made to such details.

Explanation of Reference Symbols

[0089]

100: stack manufacturing system
10: stacking apparatus
30: pressurizing unit
40: stage unit
50: stacking unit
70: to-be-stacked material installation units
90: material to be stacked

Claims

1. A stack manufacturing system comprising a stacking
apparatus, which comprises:

a stage unit (40) on which a first material (91) to
be stacked and a second material (92) to be
stacked are stacked and placed;

a sandwiching member (11) that is vertically
movable with respect to the stage unit (40), and
between which and the stage unit the first ma-
terial (91) to be stacked and the second material
(92) to be stacked are sandwiched;
a press member (33) that is vertically movable
with respect to the sandwiching member (11)
and simultaneously presses the first material to
be stacked and the second material to be
stacked;
a first machining unit that machines the first ma-
terial to be stacked; and
a second machining unit that machines the sec-
ond material to be stacked
characterized in that the stack manufacturing
system comprises only one stacking apparatus,
the press member (33) is configured to simulta-
neously press and integrally stamp out the first
material (91) to be stacked and the second ma-
terial (92) to be stacked in a stacked state,
the stacking apparatus is configured to convey
the first material (91) to be stacked and the sec-
ond material (92) to be stacked so that they ver-
tically overlap each other in the only one stack-
ing apparatus, and wherein
a direction in which the first machining unit con-
veys the first material (91) to be stacked and a
direction in which the second machining unit
conveys the second material (92) to be stacked
are arranged at right angles about the stage unit
(40).

2. The stack manufacturing system according to claim
1, wherein:

the first machining unit performs non-separating
indentation machining by which at least part of
an outer contour of a first stack (91a) to be
stamped out of the first material (91) to be
stacked by the press member (33) is shaped in
a state of being locked to a first scrap portion
(91b) of the first material (91) to be stacked other
than the first stack; and
the second machining unit performs to-be-sep-
arated indentation machining by which at least
part of an outer contour of a second stack (92a)
to be stamped out of the second material (92)
to be stacked by the press member (33) is
shaped in a state of being locked to a second
scrap portion (92b) of the second material (92)
to be stacked other than the second stack.

3. The stack manufacturing system according to claim
1 or 2, wherein a direction in which the first machining
unit conveys the first material (91) to be stacked and
a direction in which the second machining unit con-
veys the second material (92) to be stacked are ra-
dially arranged about the stage unit (40).
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Patentansprüche

1. Stapelherstellungssystem mit einer Stapelvorrich-
tung, die folgendes umfasst:

eine Bühneneinheit (40), auf der ein erstes zu
stapelndes Material (91) und ein zweites zu sta-
pelndes Material (92) gestapelt und angeordnet
werden;
ein Sandwichelement (11), das in Bezug auf die
Bühneneinheit (40) vertikal beweglich ist und
zwischen dem und der Bühneneinheit das erste
zu stapelnde Material (91) und das zweite zu
stapelnde Material (92) sandwichartig angeord-
net sind;
ein Presselement (33), das in Bezug auf das
Sandwichelement (11) vertikal beweglich ist und
gleichzeitig das erste zu stapelnde Material und
das zweite zu stapelnde Material presst;
eine erste Bearbeitungseinheit, die das erste zu
stapelnde Material bearbeitet; und
eine zweite Bearbeitungseinheit, die das zweite
zu stapelnde Material bearbeitet
dadurch gekennzeichnet, dass das Stapel-
herstellungssystem nur eine Stapelvorrichtung
umfasst,
das Pressglied (33) so konfiguriert ist, dass es
gleichzeitig das erste Material (91), das gesta-
pelt werden soll, und das zweite Material (92),
das in einem gestapelten Zustand gestapelt
werden soll, presst und integral ausstanzt,
die Stapelvorrichtung so konfiguriert ist, dass sie
das erste zu stapelnde Material (91) und das
zweite zu stapelnde Material (92) so fördert,
dass sie einander in der einzigen Stapelvorrich-
tung vertikal überlappen, und wobei
eine Richtung, in der die erste Bearbeitungsein-
heit das erste zu stapelnde Material (91) beför-
dert, und eine Richtung, in der die zweite Bear-
beitungseinheit das zweite zu stapelnde Mate-
rial (92) befördert, rechtwinklig um die Bühnen-
einheit (40) angeordnet sind.

2. Stapelherstellungssystem nach Anspruch 1, wobei:

die erste Bearbeitungseinheit eine nicht-tren-
nende Einkerbungsbearbeitung durchführt,
durch die zumindest ein Teil einer äußeren Kon-
tur eines ersten Stapels (91a), der aus dem ers-
ten Material (91), das durch das Presselement
(33) zu stapeln ist, ausgestanzt werden soll, in
einem Zustand geformt wird, in dem er mit einem
ersten Abfallabschnitt (91b) des ersten Materi-
als (91), das anders als der erste Stapel zu sta-
peln ist, verriegelt ist; und
die zweite Bearbeitungseinheit eine zu trennen-
de Vertiefungsbearbeitung durchführt, durch die
zumindest ein Teil einer Außenkontur eines

zweiten Stapels (92a), der aus dem zweiten Ma-
terial (92), das durch das Presselement (33) zu
stapeln ist, ausgestanzt werden soll, in einem
Zustand geformt wird, in dem er mit einem zwei-
ten Abfallabschnitt (92b) des zweiten Materials
(92), das gestapelt werden soll, der nicht der
zweite Stapel ist, verriegelt ist.

3. Stapelherstellungssystem nach Anspruch 1 oder 2,
wobei eine Richtung, in der die erste Bearbeitungs-
einheit das erste zu stapelnde Material (91) beför-
dert, und eine Richtung, in der die zweite Bearbei-
tungseinheit das zweite zu stapelnde Material (92)
befördert, radial um die Stufeneinheit (40) angeord-
net sind.

Revendications

1. Un système de fabrication de corps stratifié compre-
nant un appareil d’empilage, comportant :

une unité d’étage (40) sur laquelle un premier
matériau (91) à empiler et un second matériau
(92) à empiler sont empilés et placés;
un élément de prise en sandwich (11) qui est
mobile verticalement par rapport à l’unité d’éta-
ge (40), et entre lequel et l’unité d’étage sont
pris en sandwich le premier matériau (91) à em-
piler et le second matériau (92)à empiler;
un élément de presse qui (33) est mobile verti-
calement par rapport à l’élément de prise en
sandwich (11) et qui presse simultanément le
premier matériau à empiler et le second maté-
riau à empiler ;
une première unité d’usinage qui usine le pre-
mier matériau à empiler; et
une seconde unité d’usinage qui usine le second
matériau à empiler,
caractérisé en ce que le système de fabrication
de corps stratifié comporte uniquement un ap-
pareil d’empilement,
l’élément de presse (33) est configuré pour si-
multanément presser et estamper le premier
matériau (91) à empiler et le second matériau
(92) à empiler dans un état d’empilement,
l’appareil d’empilage est configuré pour trans-
porter le premier matériau (91) à empiler et le
second matériau (92) à empiler de sorte qu’ils
se recouvrent verticalement l’un et l’autre au
sein de l’unique appareil d’empilage, et dans le-
quel
une direction dans laquelle la première unité
d’usinage transporte le premier matériau (91) à
empiler et une direction dans laquelle la secon-
de unité d’usinage transporte le second maté-
riau (92) à empiler sont disposées à angle droit
autour de l’unité d’étage (40).

15 16 



EP 2 902 129 B1

10

5

10

15

20

25

30

35

40

45

50

55

2. Le système de fabrication de corps stratifié selon la
revendication 1, dans lequel:

la première unité d’usinage exécute un usinage
par indentation sans séparation par lequel au
moins une partie d’un contour extérieur d’une
première pile (91a) à estamper du premier ma-
tériau (91) à empiler par l’élément de presse (33)
est façonné dans un état de verrouillage sur une
première partie de rebut (91b) du premier ma-
tériau (91) à empiler autre que la première pile;
et
la seconde unité d’usinage effectue un usinage
par indentation à séparer par lequel au moins
une partie d’un contour extérieur d’une seconde
pile (92) à estamper du second matériau (92) à
empiler par l’élément de presse (33) est mise
en forme dans un état de verrouillage sur une
deuxième partie de rebut (92b) du deuxième
matériau (92) à empiler autre que la deuxième
pile.

3. Le système de fabrication de corps stratifié selon la
revendication 1 ou 2, dans lequel une direction dans
laquelle la première unité d’usinage transporte le
premier matériau (91) à empiler et une direction dans
laquelle la deuxième unité d’usinage transporte le
deuxième matériau (92) à empiler sont disposées
radialement autour de l’unité d’étage (40).

17 18 



EP 2 902 129 B1

11



EP 2 902 129 B1

12



EP 2 902 129 B1

13



EP 2 902 129 B1

14



EP 2 902 129 B1

15



EP 2 902 129 B1

16



EP 2 902 129 B1

17



EP 2 902 129 B1

18



EP 2 902 129 B1

19



EP 2 902 129 B1

20



EP 2 902 129 B1

21



EP 2 902 129 B1

22



EP 2 902 129 B1

23



EP 2 902 129 B1

24

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• JP 2002045937 A [0002]
• EP 2893990 A1 [0003]

• JP 2003304654 A [0004]


	bibliography
	description
	claims
	drawings
	cited references

