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(57) A loop heat pipe includes a stacked structure
formed by metal layers that are stacked, including an
outermost metal layer arranged at one outermost surface
of the loop heat pipe. The stacked structure forms an
evaporator configured to vaporize a working fluid and
generate vapor, a condenser configured to liquefy the
vapor of the working fluid, a vapor pipe configured to
connect the evaporator and the condenser, and a liquid
pipe configured to connect the evaporator and the con-
denser, to form a loop-shaped passage. The outermost
metal layer has an outer surface formed with grooves.
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Description

FIELD

[0001] Certain aspects of the embodiments discussed
herein are related to a loop heat pipe, an electronic device
including the loop heat pipe, and a method of manufac-
turing the loop heat pipe.

BACKGROUND

[0002] Recently, in mobile devices such as smart-
phones, tablets, lap-top PCs (Personal Computers), or
the like, an amount of heat that is generated per unit area
is increasing due to improvements in performance and
reduction of size of the mobile devices, including reduc-
tion in thicknesses of the mobile devices.
[0003] In the mobile devices described above, it is dif-
ficult to provide a built-in fan for air-cooling or a built-in
pump for water-cooling, due to the limited size of the mo-
bile devices. Hence, the mobile devices use for cooling
a metal sheet having a high thermal conductivity.
[0004] However, as the amount of heat that is gener-
ated further increases, it becomes more difficult to suffi-
ciently dissipate the heat using only the metal plate. Ac-
cordingly, a loop heat pipe has been developed. The loop
heat pipe includes an evaporator for absorbing the heat
of a heat generating component, a condenser for dissi-
pating the heat, and pipes connecting the evaporator and
the condenser in a loop. A working fluid is sealed within
the pipes.
[0005] Examples of heat pipes are proposed in Japa-
nese Laid-Open Patent Publication No. 11-287577, In-
ternational Publication Pamphlet No. WO2015/087451,
and Japanese Laid-Open Patent Publication No.
2016-95108, for example.
[0006] When accommodating the loop heat pipe in an
electronic device, it may be required to adjust a height
position of at least one of the evaporator and the con-
denser. In this case, the pipes connecting the evaporator
and the condenser need to be bent.
[0007] However, the inside of each pipe is a small rec-
tangular hollow space. For this reason, when the pipe is
bent, compressive stress is generated at a pipe wall on
an inner part relative to a bending direction, and the pipe
wall on the inner part is pushed and moved toward the
inside of the pipe. On the other hand, tensile stress is
generated at a pipe wall on an outer part relative to the
bending direction, and the pipe wall on the outer part is
pulled and moved toward the inside of the pipe. As a
result, the pipe may be blocked or closed, to prevent the
loop heat pipe from functioning properly.

SUMMARY

[0008] Accordingly, it is an object in one aspect of the
embodiments to provide a loop heat pipe, an electronic
device including the loop heat pipe, and a method of man-

ufacturing the loop heat pipe, which can avoid blocking
or closing of pipes connecting an evaporator and a con-
denser even when the pipes are bent.
[0009] According to one aspect of the embodiments,
a loop heat pipe includes a stacked structure formed by
a plurality of metal layers that are stacked, including a
first metal layer arranged at a first outermost surface of
the loop heat pipe, wherein the stacked structure forms
an evaporator configured to vaporize a working fluid and
generate vapor; a condenser configured to liquefy the
vapor of the working fluid; a vapor pipe configured to
connect the evaporator and the condenser; and a liquid
pipe configured to connect the evaporator and the con-
denser, to form a loop-shaped passage, wherein the first
metal layer has an outer surface formed with a plurality
of first grooves.
[0010] According to another aspect of the embodi-
ments, an electronic device includes a substrate; a heat
generating component provided on the substrate; and a
loop heat pipe according to the one aspect described
above and provided on the substrate, wherein the evap-
orator is arranged in a region on the heat generating com-
ponent.
[0011] According to still another aspect of the embod-
iments, a method of manufacturing a loop heat pipe, in-
cludes stacking a plurality of metal layers to form an evap-
orator, a condenser, a vapor pipe connecting the evap-
orator and the condenser, and a liquid pipe connecting
the evaporator and the condenser, and form a loop-
shaped passage; and forming a plurality of first grooves
in an outer surface of a first metal layer that is arranged
at a first outermost surface of the loop heat pipe by the
stacking.
[0012] The object and advantages of the embodiments
will be realized and attained by means of the elements
and combinations particularly pointed out in the claims.
[0013] It is to be understood that both the foregoing
general description and the following detailed description
are exemplary and explanatory and not restrictive of the
invention, as claimed.

BRIEF DESCRIPTION OF THE DRAWINGS

[0014]

FIG. 1A is a perspective view illustrating a loop heat
pipe studied by the present inventors;
FIG. 1B is a cross sectional view illustrating a part
of the loop heat pipe studied by the present inventors;
FIG. 2 is a plan view illustrating a loop heat pipe in
a first embodiment;
FIG. 3A is a cross sectional view illustrating a vapor
pipe of the loop heat pipe along a line X1-X1 in FIG. 2;
FIG. 3B is a cross sectional view illustrating the vapor
pipe of the loop heat pipe illustrated in FIG. 3A in a
state after bending;
FIG. 4 is a cross sectional view illustrating the vapor
pipe of the loop heat pipe along a line X2-X2 in FIG. 2;
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FIG. 5 is a cross sectional view illustrating a liquid
pipe of the loop heat pipe along a line X3-X3 in FIG. 2;
FIG. 6A and FIG. 6B respectively are a cross sec-
tional view and a side view for explaining a method
of manufacturing the loop heat pipe in the first em-
bodiment;
FIG. 7A and FIG. 7B respectively are a cross sec-
tional view and a side view for explaining the method
of manufacturing the loop heat pipe in the first em-
bodiment;
FIG. 8A is a cross sectional view illustrating grooves
of the vapor pipe of the loop heat pipe in a second
embodiment;
FIG. 8B is a cross sectional view illustrating the vapor
pipe of the loop heat pipe illustrated in FIG. 8A in a
state after bending;
FIG. 9 is a cross sectional view for explaining the
method of manufacturing the loop heat pipe in the
second embodiment;
FIG. 10A is a cross sectional view illustrating the
grooves of the vapor pipe of the loop heat pipe in a
third embodiment;
FIG. 10B is a cross sectional view illustrating the
vapor pipe of the loop heat pipe illustrated in FIG.
10A in a state after bending;
FIG. 11 is a cross sectional view for explaining the
method of manufacturing the loop heat pipe in the
third embodiment;
FIG. 12 is a cross sectional view illustrating a first
application example of the loop heat pipe;
FIG. 13 is a cross sectional view illustrating a second
application example of the loop heat pipe; and
FIG. 14 is a cross sectional view illustrating a third
application example of the loop heat pipe.

DESCRIPTION OF EMBODIMENTS

[0015] Preferred embodiments of the present invention
will be described with reference to the accompanying
drawings. In the drawings, those parts that are the same
are designated by the same reference numerals, and a
repeated description of the same parts may be omitted.
[0016] A description will now be given of a loop heat
pipe, an electronic device including the loop heat pipe,
and a method of manufacturing the loop heat pipe in each
embodiment according to the present invention.
[0017] FIG. 1A is a perspective view illustrating a loop
heat pipe studied by the present inventors, and FIG. 1B
is a cross sectional view illustrating a part of the loop heat
pipe studied by the present inventors.
[0018] A loop heat pipe illustrated in FIG. 1A, that is to
be accommodated within an electronic device (not illus-
trated), includes an evaporator 100 and a condenser 200.
A vapor pipe 300 and a liquid pipe 400 connect the evap-
orator 100 and the condenser 200 in a loop to form a
loop-shaped passage. A working fluid flows through the
loop-shaped passage.
[0019] The evaporator 100 is fixed on a heat generat-

ing component that generates heat. The evaporator 100
vaporizes the working fluid using the heat generated from
the heat generating component, to generate vapor. The
vapor passes through the vapor pipe 300 and is guided
to the condenser 200 that liquefies the vapor, to generate
liquid. The liquid passes through the liquid pipe 400 and
is returned to the evaporator 100. Hence, the heat gen-
erated from the heat generating component is transferred
to the condenser 200, to be dissipated to an outside.
[0020] The loop heat pipe may be manufactured by
etching a plurality of flat copper layers, and stacking and
bonding the etched copper layers, for example. In this
case, the entire loop heat pipe has a planar structure.
[0021] For this reason, when the evaporator 100 of the
loop heat pipe is fixed on the heat generating component
within the electronic device, the evaporator 100 and the
condenser 200 are arranged at the same height position.
[0022] However, in a case in which the heat needs to
be dissipated to the outside by arranging the condenser
200 of the loop heat pipe at an opening in a side plate or
a top plate of a casing of the electronic device, for exam-
ple, the vapor pipe 300 and the liquid pipe 400 that con-
nect the evaporator 100 and the condenser 200 need to
be bent, as indicated by arrows B in FIG. 1A.
[0023] The flow passage inside each of the vapor pipe
300 and the liquid pipe 400 is a small rectangular hollow
space in a cross sectional view. For this reason, when
the vapor pipe 300 (or liquid pipe 400) is bent as illustrated
in FIG. 1B, compressive stress is generated at a pipe
wall p1 on an inner part relative to a bending direction,
while tensile stress is generated at a pipe wall p2 on an
outer part relative to the bending direction.
[0024] In this case, the pipe wall p1 on the inner part
is pushed and moved toward the inside of the vapor pipe
300 (or liquid pipe 400), while the pipe wall p2 on the
outer part is pulled and moved toward the inside of the
vapor pipe 300 (or liquid pipe 400). As a result, the vapor
pipe 300 (or liquid pipe 400) may be blocked or closed
at a position indicated by an arrow B/C in FIG. 1B, to
prevent the loop heat pipe from functioning properly.
[0025] The loop heat pipe, the electronic device includ-
ing the loop heat pipe, and the method of manufacturing
the heat pipe in the embodiments described hereinafter
are designed to avoid blocking or closing of the pipe con-
necting the evaporator and the condenser even when
the pipe is bent.

[First Embodiment]

[0026] FIG. 2 is a plan view, not drawn to scale, illus-
trating a loop heat pipe in a first embodiment. FIG. 3A
through FIG. 5 are diagrams for explaining a vapor pipe
and a liquid pipe of the loop heat pipe illustrated in FIG.
2. FIG. 6A through FIG. 7B are diagrams for explaining
a method of manufacturing the loop heat pipe in this first
embodiment.
[0027] As illustrated in FIG. 2, a loop heat pipe 1 in this
first embodiment includes an evaporator 10 that vapor-
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izes a working fluid using heat generated from a heat
generating component, to generate vapor, and a con-
denser 20 that liquefies the vapor, to generate liquid. The
loop heat pipe 1 further includes a vapor pipe 30 that
connects the evaporator 10 and the condenser 20, and
a liquid pipe 40 that connects the evaporator 10 and the
condenser 20.
[0028] The vapor pipe 30 and the liquid pipe 40 connect
the evaporator 10 and the condenser 20 in a loop to form
a loop-shaped passage. The working fluid flows through
the loop-shaped passage. A zigzag flow passage F is
formed in the condenser 20, and one end of the zigzag
flow passage F is connected to the vapor pipe 30, while
the other end of the zigzag flow passage F is connected
to the liquid pipe 40.
[0029] The evaporator 10 of the loop heat pipe 1 is
fixed on the heat generating component that generates
the heat. The evaporator 10 vaporizes the working fluid
using the heat generated from the heat generating com-
ponent, to generate vapor. The heat generating compo-
nent may be a semiconductor chip, such as a CPU (Cen-
tral Processing Unit) chip or the like, for example.
[0030] The temperature of the heat generating com-
ponent decreases due to heat of vaporization when the
working fluid is vaporized. In addition, the vapor passes
through the vapor pipe 30, and is guided to the condenser
20 that liquefies the vapor. The heat absorbed at the
evaporator 10 is dissipated to the outside from the con-
denser 20.
[0031] Accordingly, the heat generated from the heat
generating component moves to the condenser 20, and
is dissipated to the outside. The working fluid that is liq-
uefied in the condenser 20 is returned to the evaporator
10 through the liquid pipe 40. The working fluid is not
limited to a particular type of fluid. From a viewpoint of
efficiently cooling the heat generating component by la-
tent heat of vaporization, a fluid with a high vapor pres-
sure and a large latent heat of vaporization is preferably
used as the working fluid. Examples of such a fluid, pref-
erably used as the working fluid, include ammonia, water,
fluorocarbon, alcohol, and acetone, for example.
[0032] The loop heat pipe 1 illustrated in FIG. 2 may
have the following dimensions, for example. The evap-
orator 10 may have a horizontal length L10 of approxi-
mately 5.0 cm, for example, and a vertical length L11 of
approximately 3.0 cm, for example. The condenser 20
may have a horizontal length L20 of approximately 2.0
cm, for example, and a vertical length L21 of approxi-
mately 2.0 cm, for example. A horizontal length L1 of the
loop heat pipe 1 may be approximately 8.0 cm, for ex-
ample. A vertical length L2 of each of the vapor pipe 30
and the liquid pipe 40 may be approximately 10 cm, for
example.
[0033] As described above, in a case in which the heat
needs to be dissipated to the outside by arranging the
condenser 20 of the loop heat pipe 1 illustrated in FIG.
2 at an opening in the side plate or the top plate of the
casing of the electronic device, for example, the vapor

pipe 30 and the liquid pipe 40 that connect the evaporator
10 and the condenser 20 need to be bent.
[0034] FIG. 2 illustrates the loop heat pipe 1 in a state
before the vapor pipe 30 and the liquid pipe 40 are bent.
In this state, the loop heat pipe 1 includes a region R to
be worked (or machined) in each of the vapor pipe 30
and the liquid pipe 40. The vapor pipe 30 and the liquid
pipe 40 are later bent at the respective regions R.
[0035] As illustrated in FIG. 2, in order to prevent the
vapor pipe 30 and the liquid pipe 40 from becoming
blocked or closed when the vapor pipe 30 and the liquid
pipe 40 are bent, a plurality of first grooves G1 are formed
in an outer surface of each of the vapor pipe 30 and the
liquid pipe 40 in the region R of the loop heat pipe 1 in
this first embodiment. Each first groove G1 extends lin-
early along a width direction of the corresponding one of
the vapor pipe 30 and the liquid pipe 40. In the region R
of each of the vapor pipe 30 and the liquid pipe 40, the
first grooves G1 are successively formed at intervals
along a direction intersecting (or crossing) the width di-
rection.
[0036] FIG. 3A is a cross sectional view illustrating the
vapor pipe 30 of the loop heat pipe 1 along a line X1-X1
in FIG. 2. A flow passage inside the vapor pipe 30 is a
small rectangular hollow space in a cross sectional view
taken along the width direction. FIG. 3A illustrates a pipe
wall P1 on an upper surface side and a pipe wall P2 on
a lower surface side of the vapor pipe 30 illustrated in
FIG. 2.
[0037] As illustrated in FIG. 3A, in this first embodi-
ment, the plurality of first grooves G1 are formed in the
outer surface of the pipe wall P1, at an inner part relative
to a bending direction W of the vapor pipe 30 within the
region R. The first grooves G1 are formed to extend lin-
early in a direction intersecting the bending direction W.
The direction intersecting the bending direction W is the
same as the width direction of the vapor pipe 30 illustrated
in FIG. 2.
[0038] Preferably, the first grooves G1 are formed to
extend linearly in a direction perpendicular to the bending
direction W. However, as long as the first grooves G1
are formed to extend linearly in the direction intersecting
the bending direction W, an intersecting angle between
the extending direction of each first groove G1 and the
bending direction W may be slightly deviated from 90
degrees.
[0039] As illustrated in FIG. 3A, the pipe wall P1 of the
vapor pipe 30 has a thickness T of approximately 0.1
mm, for example. The first groove G1 has a depth D of
approximately 50 mm, for example. In addition, a length
L of the region R in which the first grooves G1 are suc-
cessively arranged is approximately 1 mm, for example.
[0040] Although not illustrated, the liquid pipe 40 has
a structure similar to the structure of the vapor pipe 30
described above in conjunction with FIG. 3A. A plurality
of first grooves G1 are formed in an outer surface of the
pipe wall P1, at an inner part relative to a bending direc-
tion W of the liquid pipe 40 within the region R. The first
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grooves G1 of the liquid pipe 40 are formed to extend
linearly in a direction intersecting the bending direction
W. The direction intersecting the bending direction W is
the same as a width direction of the liquid pipe 40 illus-
trated in FIG. 2. Preferably, the first grooves G1 of the
liquid pipe 40 are formed to extend linearly in a direction
perpendicular to the bending direction W. However, as
long as the first grooves G1 of the liquid pipe 40 are
formed to extend linearly in the direction intersecting the
bending direction W, an intersecting angle between the
extending direction of each first groove G1 and the bend-
ing direction W may be slightly deviated from 90 degrees.
[0041] The first grooves G1 are provided in the vapor
pipe 30 and the liquid pipe 40 to relax or absorb defor-
mation of the respective pipe walls P1 and insides of the
pipes 30 and 40 caused by bending stress when the va-
por pipe 30 and the liquid pipe 40 are bent. The depth D
of the first groove G1, the number of first grooves G1
provided within the region R, the intervals (or pitch) at
which the first grooves G1 are provided within the region
R, or the like may be adjusted according to a bending
angle of the vapor pipe 30 and the liquid pipe 40.
[0042] Accordingly, the first grooves G1 are formed in
the outer surface of the pipe wall P1, at the inner part
relative to the bending direction W of each of the vapor
pipe 30 and the liquid pipe 40 within the region R. The
first grooves G1 are formed to extend linearly in the di-
rection intersecting the bending direction W.
[0043] FIG. 4 is a cross sectional view illustrating the
vapor pipe 30 of the loop heat pipe 1 along a line X2-X2
in FIG. 2. As illustrated in FIG. 4, the vapor pipe 30 of
the loop heat pipe 1 illustrated in FIG. 2 is formed by
stacking six metal layers 51 through 56. By stacking the
six metal layers 51 through 56, the evaporator 10, the
condenser 20, the vapor pipe 30, and the liquid pipe 40
are formed simultaneously.
[0044] The six metal layers 51 through 56 are made of
copper layers having a high thermal conductivity, for ex-
ample, and are bonded together by diffusion bonding.
[0045] The first metal layer 51 is formed to the planar
shape of the loop heat pipe 1 illustrated in FIG. 2. The
second, third, fourth, and fifth metal layers 52, 53, 54,
and 55 are stacked in a state in which openings 52a, 53a,
54a, and 55a are respectively formed therein.
[0046] In the vapor pipe 30, the openings 52a through
55a of the second through fifth metal layers 52 through
55 overlap and communicate with each other to form a
flow passage F1 of the working fluid. As described above,
the flow passage F1 inside the vapor pipe 30 is a small
rectangular hollow space in the cross sectional view. For
example, the flow passage F1 has a width of approxi-
mately 4 mm, and a height of approximately 0.4 mm.
[0047] The sixth metal layer 56 is formed to the planar
shape of the loop heat pipe 1 illustrated in FIG. 2. The
first grooves G1 described above are formed in an upper
surface of the sixth metal layer 56.
[0048] Accordingly, the first grooves G1 are formed in
an outer surface of the uppermost sixth metal layer 56.

The sixth metal layer 56 is an example of a first metal
layer that is arranged at a first outermost surface of the
loop heat pipe 1.
[0049] The uppermost sixth metal layer 56 forms a part
of the pipe wall defining the flow passage F1 formed in-
side the loop heat pipe 1. A region of the inner surface
of the sixth metal layer 56 in contact with the flow passage
F1, corresponding to the region R in which the first
grooves G1 are formed, has a smooth surface.
[0050] FIG. 5 is a cross sectional view illustrating the
liquid pipe 40 of the loop heat pipe 1 along a line X3-X3
in FIG. 2. As illustrated in FIG. 5 by a dotted line, a porous
body 42 is provided inside the liquid pipe 40 of the loop
heat pipe 1. The porous body 42 extends along the liquid
pipe 40, and reaches the evaporator 10. The working
fluid in liquid phase, inside the liquid pipe 40, is guided
to the evaporator 10 by a capillary force generated by
the porous body 42.
[0051] As illustrated in FIG. 5, the second, third, fourth,
and fifth metal layers 52, 53, 54, and 55 are stacked in
a state in which holes 52b, 53b, 54b, and 55b are respec-
tively formed therein. The holes 52b through 55b pene-
trate the second through fifth metal layers 52 through 55,
respectively. The holes 52b through 55b communicate
with each other, but are arranged at overlapping positions
that are deviated from each other in the plan view, to form
micro-pore channels of the porous body 42.
[0052] The micro-pore channels of the porous body 42
spread three-dimensionally inside the porous body 42,
and the working fluid spreads three-dimensionally within
the micro-pore channels due to the capillary force.
[0053] By employing a structure that generates the
capillary force in the liquid pipe 40 that returns the working
fluid to the evaporator 10, a stable heat transfer can be
made, even when the electronic device mounted with the
loop heat pipe 1 is tilted.
[0054] In addition, the vapor that may back-stream
from the evaporator 10 to the liquid pipe 40 will be pushed
back by the capillary force of the porous body 42 acting
on the working fluid, to prevent the back-streaming of the
vapor.
[0055] Returning now to the description of FIG. 2, the
porous body 42 is also provided inside the evaporator
10. The micro-pore channels of the porous body 42 inside
the evaporator 10 communicate to the vapor pipe 30.
[0056] As described above, the loop heat pipe 1 has a
structure in which the plurality of metal layers 51 through
56 are stacked.
[0057] Next, a description will be given of a process of
bending the vapor pipe 30 and the liquid pipe 40 of the
loop heat pipe 1 illustrated in FIG. 2.
[0058] FIG. 3B is a cross sectional view illustrating the
vapor pipe 30 of the loop heat pipe 1 illustrated in FIG.
3A in a state after bending. As described above, the vapor
pipe 30 illustrated in FIG. 3A in the state before being
bent includes the first grooves G1 formed in the outer
surface of the pipe wall P1, at the inner part relative to
the bending direction W of the vapor pipe 30 within the
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region R.
[0059] For this reason, when the vapor pipe 30 illus-
trated in FIG. 3A is bent in the bending direction W as
illustrated in FIG. 3B, the first grooves G1 formed in the
outer surface of the pipe wall P1, at the inner part relative
to the bending direction W of the vapor pipe 30 within the
region R, are pushed by bending stress in a direction to
close. Hence, opposing walls of each first groove G1
move closer to each other to positions close to each oth-
er, and may finally contact each other.
[0060] In the state illustrated in FIG. 3B, a cut part C1
is formed at a position where the first groove G1 formed
in the outer surface of the pipe wall P1, at the inner part
relative to the bending direction W of the vapor pipe 30
within the region R, closes. The cut part C1 is formed
when the opposing walls of each first groove G1 move
closer to each other to the positions close to each other,
or to the positions contacting each other.
[0061] In the example illustrated in FIG. 3B, vertexes
(open ends) of each first groove G1 contact each other,
so that a slit remains inside the closed first groove G1.
[0062] Accordingly, the first grooves G1 of the vapor
pipe 30 relax or absorb the deformation of the pipe wall
P1 and the inside of the vapor pipe 30 caused by the
bending stress when the vapor pipe 30 is bent. As a result,
it is possible to reduce the amount of the pipe wall P1
moved toward the inside of the vapor pipe 30 due to the
bending stress. Consequently, even when the vapor pipe
30 is bent, the vapor pipe 30 will not be blocked or closed,
and the flow passage F1 having a sufficiently large cross
sectional area can be provided.
[0063] In addition, even when the vapor pipe 30 is bent,
the inner surface of the vapor pipe 30, corresponding to
the region R in which the first grooves G1 are formed,
can maintain the smooth surface without irregularities or
concavo-convexes. For this reason, it is possible prevent
a fluid resistance of the working fluid from increasing with-
in the flow passage F1.
[0064] The liquid pipe 40 may be bent simultaneously
as when the vapor pipe 30 is bent. Because the first
grooves G1 of the liquid pipe 40 are similar to the first
grooves G1 of the vapor pipe 30, the liquid pipe 40 will
not be blocked or closed when the liquid pipe 40 is bent,
and a flow passage having a sufficiently large cross sec-
tional area can be provided.
[0065] Next, a method of manufacturing the loop heat
pipe in this first embodiment will be described.
[0066] First, a plurality of metal layers are prepared.
Preferably, six metal layers, namely, the first through
sixth metal layers 51 through 56 are prepared, as illus-
trated in FIG. 6A.
[0067] Each of the first through sixth metal layers 51
through 56 may be made of a copper layer having a thick-
ness of approximately 0.1 mm, for example. The lower-
most first metal layer 51 and the uppermost sixth metal
layer 56 are formed to the planar shape of the loop heat
pipe 1 illustrated in FIG. 2. As described above, the up-
permost sixth metal layer 56 is an example of the first

metal layer that is arranged at the first outermost surface
of the loop heat pipe 1. On the other hand, the lowermost
first metal layer 51 is an example of a second metal layer
that is arranged at a second outermost surface of the
loop heat pipe 1 opposite to the first outermost surface.
[0068] The openings 52a through 55a are formed in
the second through fifth metal layers 52 through 55, re-
spectively. The openings 52a through 55a are formed in
the second through fifth metal layers 52 through 55 to
form each of the evaporator 10, the condenser 20, the
vapor pipe 30, and the liquid pipe 40 of the loop heat pipe
1 described above.
[0069] In addition, as described above in conjunction
with FIG. 5, the holes 52b through 55b are formed in the
second through fifth metal layers 52 through 55, respec-
tively, to form the micro-pore channels of the porous body
42.
[0070] Furthermore, the first grooves G1 of the vapor
pipe 30 and the liquid pipe 40 illustrated in FIG. 2 and
FIG. 3A may be formed in advance in the upper surface
of the sixth metal layer 56. The first grooves G1 may be
formed in the upper surface of the uppermost sixth metal
layer 56 within the region R, to extend linearly in the di-
rection intersecting the bending direction W.
[0071] In the process of stacking the plurality of metal
layers, the first grooves G1 may be formed in the outer
surface of the metal layer arranged at the outermost sur-
face of the loop heat pipe 1.
[0072] The first metal layer 51 and the sixth metal layer
56 may be patterned to the planar shape of the loop heat
pipe 1 illustrated in FIG. 2.
[0073] In addition, the second through fifth metal layers
52 through 55 may be patterned to form the openings
52a through 55a illustrated in FIG. 4 and the holes 52b
through 55b illustrated in FIG. 5.
[0074] A resist pattern layer may be formed on the met-
al layer by photolithography, and the resist pattern layer
may be used as a mask to form the opening and the hole
penetrating the metal layer by wet etching. Alternatively,
the opening and the hole may be formed in the metal
layer by performing the wet etching from both surfaces,
that is, opposite surfaces of the metal layer.
[0075] The first grooves G1 may be formed in the upper
surface of the uppermost sixth metal layer 56 by using
the resist pattern layer as the mask, and performing the
wet etching from the upper surface of the sixth metal
layer 56 to an intermediate position along a thickness
direction of the sixth metal layer 56.
[0076] In the case in which the first through sixth metal
layers 51 through 56 are copper layers, a cupric chloride
solution, a ferric chloride solution, or the like may be used
as an etchant.
[0077] Alternatively, the first grooves G1 may be
formed in the upper surface of the uppermost sixth metal
layer 56 by laser processing or laser beam machining.
For example, the laser used by the laser processing or
laser beam machining may be carbon dioxide (CO2) la-
ser.
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[0078] The first through sixth metal layers 51 through
56 described above may be stacked and pressed while
being heated to a temperature of 900°C, for example, so
that the first through sixth metal layers 51 through 56 are
bonded to each other by diffusion bonding, using diffu-
sion of atoms generated at bonding surfaces.
[0079] Hence, it is possible to form the evaporator 10,
the condenser 20, the vapor pipe 30 that connects the
evaporator 10 and the condenser 20, and the liquid pipe
40 that connects the evaporator 10 and the condenser
20, described above in conjunction with FIG. 2.
[0080] By the above described processes, it is possible
to manufacture the loop heat pipe 1 illustrated in FIG. 6B
having the planar structure in its entirety. The loop heat
pipe 1 illustrated in FIG. 6B corresponds to a side view
of the loop heat pipe 1 illustrated in the plan view of FIG.
2 viewed in a horizontal direction from an end provided
with the vapor pipe 30.
[0081] Next, as illustrated in FIG. 7A, a holding mem-
ber 60 and a punch 62 are prepared as molds. The loop
heat pipe 1 illustrated in FIG. 6B is arranged upside-
down, and in a state in which the surface formed with the
first grooves G1 (not illustrated) faces downward, the
loop heat pipe 1 is placed on the holding member 60.
[0082] In this state, the loop heat pipe 1 is arranged on
the holding member 60, so that the region R in which the
first grooves G1 of the vapor pipe 30 are arranged and
the region R in which the first grooves G1 of the liquid
pipe 40 are arranged are respectively positioned at an
end part of the holding member 60. Preferably, a central
part of the region R of each of the vapor pipe 30 and the
liquid pipe 40 is positioned at an edge part of the holding
member 60.
[0083] Further, the punch 62 pushes downward on a
part of the loop heat pipe 1 overhanging from the end
part of the holding member 60, to bend the vapor pipe
30 and the liquid pipe 40 at the respective regions R.
[0084] As a result, the loop heat pipe 1 is bent at the
regions R of the vapor pipe 30 and the liquid pipe 40, as
illustrated in FIG. 7B. The vapor pipe 30 and the liquid
pipe 40 of the loop heat pipe 1 are not blocked or closed
when the vapor pipe 30 and the liquid pipe 40 are bent
at the respective region R, as described above in con-
junction with FIG. 3B.
[0085] In addition, as illustrated in FIG. 7B in which a
part of the region R surrounded by a dotted circle is illus-
trated on an enlarged scale, the cut part C1 is formed at
the position where the first groove G1 formed in the outer
surface of the pipe wall P1, at the inner part relative to
the bending direction W of the vapor pipe 30 within the
region R, closes when the vapor pipe 30 is bent.
[0086] Accordingly, each of the vapor pipe 30 and the
liquid pipe 40 is bent at the region R where the first
grooves G1 are formed, so that the first grooves G1 are
positioned at the inner part relative to the bending direc-
tion W of each of the vapor pipe 30 and the liquid pipe
40, and a bend line direction is approximately parallel to
the first grooves G1. The bend line direction is generated

on the outer surface of each of the vapor pipe 30 and the
liquid pipe 40, and is the same as the width direction of
each of the vapor pipe 30 and the liquid pipe 40.
[0087] Alternatively, although not illustrated, the molds
that are used may include a lower mold having a V-
shaped recess with a predetermined V-angle in an upper
surface in the cross sectional view, and an upper mold
having a V-shaped protrusion that fits the V-shaped re-
cess of the lower mold.
[0088] In this case, the loop heat pipe 1 is interposed
between the upper mold and the lower mold, with the first
grooves G1 facing up. By pressing the upper mold
against the lower mold, the vapor pipe 30 and the liquid
pipe 40 may be bent in correspondence with the V-
shaped recess of the lower mold.
[0089] When the height positions of the evaporator 10
and the condenser 20 are to be changed in the state in
which the evaporator 10 and the condenser 20 are ar-
ranged in the horizontal direction, molds may be used to
bent each of the vapor pipe 30 and the liquid pipe 40 of
the loop heat pipe 1 at two positions.
[0090] The vapor pipe 30 and the liquid pipe 40 may
be bent by pressing using the molds, so that the evapo-
rator 10 and the condenser 20 of the loop heat pipe 1 are
arranged at the desired height positions.

[Second Embodiment]

[0091] FIG. 8A is a cross sectional view illustrating
grooves of the vapor pipe of the loop heat pipe in a second
embodiment, and FIG. 8B is a cross sectional view illus-
trating the vapor pipe of the loop heat pipe illustrated in
FIG. 8A in a state after bending. FIG. 9 is a cross sectional
view for explaining the method of manufacturing the loop
heat pipe in this second embodiment.
[0092] In this second embodiment, a detailed descrip-
tion of constituent elements of the loop heat pipe that are
the same as those of the loop heat pipe in the first em-
bodiment will be omitted. In addition, in this second em-
bodiment, a detailed description of processes of the
method of manufacturing the loop heat pipe that are the
same as those of the method of manufacturing the loop
heat pipe in the first embodiment will be omitted.
[0093] As illustrated in FIG. 8A, in the vapor pipe 30 of
the loop heat pipe 1 in the first embodiment illustrated in
FIG. 3A, a plurality of second grooves G2 are also formed
in the outer surface of the pipe wall P2, at the outer part
relative to the bending direction W of the vapor pipe 30
within the region R in this second embodiment. The sec-
ond grooves G2 are formed to extend linearly in a direc-
tion intersecting the bending direction W. The direction
intersecting the bending direction W is the same as the
width direction of the vapor pipe 30. In the region R of
the vapor pipe 30, the second grooves G2 are succes-
sively formed at intervals along a direction intersecting
(or crossing) the width direction. Further, in the loop heat
pipe 1 illustrated in FIG. 2, a plurality of second grooves
G2 are similarly also formed in the liquid pipe 40 within
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the region R in this second embodiment.
[0094] The first grooves G1 and the second grooves
G2 extend linearly along the width direction of each of
the vapor pipe 30 and the liquid pipe 40.
[0095] Hence, in this second embodiment, the second
grooves G2 extending linearly in the direction intersecting
the bending direction W are additionally formed in the
outer surface of the pipe wall P2, at the outer part relative
to the bending direction W of each of the vapor pipe 30
and the liquid pipe 40 within the region R.
[0096] The second grooves G2 are formed in the outer
surface of the lowermost first metal layer 51 illustrated in
FIG. 4, at positions overlapping the region in which the
first grooves G1 are formed. As described above, the
lowermost first metal layer 51 is an example of the second
metal layer that is arranged at the second outermost sur-
face of the loop heat pipe 1 opposite to the first outermost
surface.
[0097] The lowermost first metal layer 51 illustrated in
FIG. 4 forms a part of the pipe wall defining the flow pas-
sage F1 formed inside the loop heat pipe 1. A region of
the inner surface of the first metal layer 51 in contact with
the flow passage F1, corresponding to the region R in
which the first grooves G2 are formed, has a smooth
surface.
[0098] For this reason, when the vapor pipe 30 illus-
trated in FIG. 8A is bent in the bending direction W as
illustrated in FIG. 8B, the first grooves G1 formed in the
outer surface of the pipe wall P1, at the inner part relative
to the bending direction W of the vapor pipe 30 within the
region R, are pushed by the bending stress in the direc-
tion to close, similarly as in the case of the first embodi-
ment. The cut part C1 is formed when the opposing walls
of each first groove G1 move closer to each other to the
positions close to each other, or to the positions contact-
ing each other.
[0099] At the same time, the second grooves G2
formed in the outer surface of the pipe wall P2, at the
outer part relative to the bending direction W of the vapor
pipe 30 within the region R, are pulled by the bending
stress in the direction to open. Hence, each second
groove G2 is stretched along the width direction of the
second groove G2 and widened, to form a first cavity H1.
A width of the first cavity H1 is wider than the width of
the second groove G2 before the vapor pipe 30 is bent.
A depth of the first cavity H1 is shallower than the depth
of the second groove G2 before the vapor pipe 30 is bent.
[0100] Accordingly, the compressive stress generated
at the pipe wall P1 on the inner part relative to the bending
direction W of the vapor pipe 30 is relaxed or absorbed,
and the amount of the pipe wall P1 on the inner part
relative to the bending direction W of the vapor pipe 30,
pushed and moved toward the inside of the pipe by the
bending stress, is reduced.
[0101] In other words, compared to the case in which
the second grooves G2 are not formed, the pipe wall P2
on the outer part relative to the bending direction W can
be deformed in a tensile stress direction by a smaller

stress. Consequently, the stress acting on the pipe wall
P1 on the inner part relative to the bending direction W
decreases, to relax or absorb the deformation of the pipe
wall P1.
[0102] Further, in this second embodiment, the defor-
mation toward the inside of the pipe by the tensile stress
at the pipe wall P2 on the outer part relative to the bending
direction W of the vapor pipe 30 is relaxed or absorbed,
and the amount of the pipe wall P2 on the outer part
relative to the bending direction W of the vapor pipe 30,
pushed and moved toward the inside of the pipe by the
bending stress, is reduced.
[0103] Hence, even when the vapor pipe 30 is bent,
the vapor pipe 30 will not be blocked or closed, and the
flow passage F1 having the sufficiently large cross sec-
tional area can be provided.
[0104] In addition, even when the vapor pipe 30 is bent,
the inner surface of the vapor pipe 30, corresponding to
the region R in which the first and second grooves G1
and G2 are formed, can maintain the smooth surface
without irregularities or concavo-convexes. For this rea-
son, it is possible prevent the fluid resistance of the work-
ing fluid from increasing within the flow passage F1.
[0105] The liquid pipe 40 may be bent simultaneously
as when the vapor pipe 30 is bent. Because the first and
second grooves G1 and G2 of the liquid pipe 40 are sim-
ilar to the first and second grooves G1 and G2 of the
vapor pipe 30, the liquid pipe 40 will not be blocked or
closed when the liquid pipe 40 is bent, and a flow passage
having a sufficiently large cross sectional area can be
provided.
[0106] In this second embodiment, the amount of the
pipe wall P1 on the inner part relative to the bending
direction W of each of the vapor pipe 30 and the liquid
pipe 40, and the amount of the pipe wall P2 on the outer
side relative to the bending direction W of each of the
vapor pipe 30 and the liquid pipe 40, pushed and moved
toward the inside of each pipe by the bending stress, are
reduced. For this reason, a flow passage having a larger
cross sectional area can be provided in the region R of
each of the vapor pipe 30 and the liquid pipe 40, when
compared to the first embodiment.
[0107] Next, a method of manufacturing the loop heat
pipe in this second embodiment will be described. As
illustrated in FIG. 9, the second grooves G2 arranged in
the outer surface of the pipe wall P2 illustrated in FIG.
8A are additionally formed in the lower surface of the first
metal layer 51, in the method of manufacturing the loop
heat pipe in the first embodiment described above in con-
junction with FIG. 6A.
[0108] In other words, the second grooves G2 are ad-
ditionally formed in the direction intersecting the bending
direction W, in the region R of the lower surface of the
lowermost first metal layer 51.
[0109] In this state, the first through sixth metal layers
51 through 56 are stacked and bonded, and processes
similar to the processes described above in conjunction
with FIG. 7A and FIG. 7B are performed, to manufacture
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the loop heat pipe 1 in this second embodiment.

[Third Embodiment]

[0110] FIG. 10A is a cross sectional view illustrating
the grooves of the vapor pipe of the loop heat pipe in a
third embodiment, and FIG. 10B is a cross sectional view
illustrating the vapor pipe of the loop heat pipe illustrated
in FIG. 10A in a state after bending. FIG. 11 is a cross
sectional view for explaining the method of manufactur-
ing the loop heat pipe in this third embodiment.
[0111] In this third embodiment, a detailed description
of constituent elements of the loop heat pipe that are the
same as those of the loop heat pipe in the first and second
embodiments will be omitted. In addition, in this third em-
bodiment, a detailed description of processes of the
method of manufacturing the loop heat pipe that are the
same as those of the method of manufacturing the loop
heat pipe in the first and second embodiments will be
omitted.
[0112] As illustrated in FIG. 10A, in the vapor pipe 30
of the loop heat pipe 1 in the second embodiment illus-
trated in FIG. 8A, a plurality of third grooves G3 are also
formed in the inner surface of the pipe wall P1, at the
inner part relative to the bending direction W of the vapor
pipe 30 within the region R in this third embodiment. The
third grooves G3 are formed to extend linearly in a direc-
tion intersecting the bending direction W.
[0113] In the region R of the vapor pipe 30, the third
grooves G3 are successively formed at intervals along a
direction intersecting (or crossing) the width direction.
Further, the third groove G3 formed in the inner surface
of the pipe wall P1 of the vapor pipe 30 is arranged in a
part corresponding to a region between two mutually ad-
jacent first grooves G1 formed in the outer surface of the
pipe wall P1 of the vapor pipe 30. Hence, the first grooves
G1 and the third grooves G3 are alternately arranged in
the direction intersecting the width direction.
[0114] By alternately arranging the first grooves G1
and the third grooves G3 in the direction intersecting the
width direction, a remaining thickness of the pipe wall P1
that is substantially thicker can be provided when com-
pared to a case in which the first grooves G1 and the
third grooves G3 are formed at the same corresponding
positions along the direction intersecting the width direc-
tion. For this reason, a certain strength of the vapor pipe
30 can be provided after the vapor pipe 30 is bent.
[0115] The uppermost sixth metal layer 56 (the exam-
ple of the first metal layer that is arranged at the first
outermost surface of the loop heat pipe 1) forms a part
of the pipe wall defining the flow passage F1 formed in-
side the loop heat pipe 1 illustrated in FIG. 4. A region of
the inner surface of the sixth metal layer 56 in contact
with the flow passage F1, corresponding to the region R
in which the first grooves G1 are formed, has the third
grooves G3 formed parallel to the first grooves G1 at
positions not overlapping positions of the first grooves
G1.

[0116] In addition, as illustrated in FIG. 10A, in the va-
por pipe 30 of the loop heat pipe 1 in the second embod-
iment illustrated in FIG. 8A, a plurality of fourth grooves
G4 are also formed in the inner surface of the pipe wall
P2, at the outer part relative to the bending direction W
of the vapor pipe 30 within the region R in this third em-
bodiment. The fourth grooves G4 are formed to extend
linearly in a direction intersecting the bending direction
W.
[0117] In the pipe wall P2 of the vapor pipe 30, the
second grooves G2 in the outer surface and the fourth
grooves G4 in the inner surface are alternately arranged
in the direction intersecting the width direction.
[0118] Further, the third grooves G3 and the fourth
grooves G4 are also formed in the liquid pipe 40 of the
loop heat pipe 1 illustrated in FIG. 2.
[0119] Hence, in this third embodiment, the third
grooves G3 extending linearly in the direction intersecting
the bending direction W are additionally formed in the
inner surface of the pipe wall P1, at the inner part relative
to the bending direction W of each of the vapor pipe 30
and the liquid pipe 40 within the region R.
[0120] Further, the fourth grooves G4 extending line-
arly in the direction intersecting the bending direction W
are additionally formed in the inner surface of the pipe
wall P2, at the inner part relative to the bending direction
W of each of the vapor pipe 30 and the liquid pipe 40
within the region R.
[0121] The lowermost first metal layer 51 (the example
of the second metal layer that is arranged at the second
outermost surface of the loop heat pipe 1) forms a part
of the pipe wall defining the flow passage F1 formed in-
side the loop heat pipe 1 illustrated in FIG. 4. A region of
the inner surface of the sixth metal layer 56 in contact
with the flow passage F1, corresponding to the region R
in which the second grooves G2 are formed, has the
fourth grooves G4 formed parallel to the first grooves G1
at positions not overlapping positions of the second
grooves G2.
[0122] For this reason, when the vapor pipe 30 illus-
trated in FIG. 10A is bent in the bending direction W as
illustrated in FIG. 10B, the first grooves G1 formed in the
outer surface of the pipe wall P1, at the inner part relative
to the bending direction W of the vapor pipe 30 within the
region R, are pushed by the bending stress in the direc-
tion to close, similarly as in the case of the first embodi-
ment. The cut part C1 is formed when the opposing walls
of each first groove G1 move closer to each other to the
positions close to each other, or to the positions contact-
ing each other.
[0123] At the same time, the third grooves G3 formed
in the inner surface of the pipe wall P1, at the inner part
relative to the bending direction W of the vapor pipe 30
within the region R, are pulled by the bending stress in
the direction to open. Hence, each third groove G3 is
stretched along the width direction of the third groove G3
and widened, to form a second cavity H2. A width of the
second cavity H2 is wider than the width of the third
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groove G3 before the vapor pipe 30 is bent. A depth of
the second cavity H2 is shallower than the depth of the
third groove G3 before the vapor pipe 30 is bent.
[0124] Accordingly, the compressive stress generated
at the pipe wall P1 on the inner part relative to the bending
direction W of the vapor pipe 30 is relaxed or absorbed,
and the amount of the pipe wall P1 on the inner part
relative to the bending direction W of the vapor pipe 30,
pushed and moved toward the inside of the pipe by the
bending stress, is further reduced when compared to the
first and second embodiments.
[0125] In addition, when the vapor pipe 30 illustrated
in FIG. 10A is bent in the bending direction W as illus-
trated in FIG. 10B, the second grooves G2 formed in the
outer surface of the pipe wall P2, at the outer part relative
to the bending direction W of the vapor pipe 30 within the
region R, are pulled by the bending stress in the direction
to open. Hence, each second groove G2 is stretched
along the width direction of the second groove G2 and
widened, to form the first cavity H2, similarly as in the
case of the second embodiment.
[0126] Furthermore, in this third embodiment, the
fourth grooves G4 formed in the inner surface of the pipe
wall P2, at the inner part relative to the bending direction
W of the vapor pipe 30 within the region R, are pulled by
the bending stress in the direction to open. Hence, each
fourth groove G4 is stretched along the width direction
of the fourth groove G4 and widened, to form a third cavity
H3.
[0127] Accordingly, the pipe wall P2 on the outer part
relative to the bending direction W can easily be de-
formed in the tensile stress direction. Consequently, the
amount of the pipe wall P2 on the outer part relative to
the bending direction W of the vapor pipe 30, pushed and
moved toward the inside of the pipe by the bending
stress, is further reduced when compared to the first and
second embodiments.
[0128] The liquid pipe 40 may be bent simultaneously
as when the vapor pipe 30 is bent. Because the first,
second, third, and fourth grooves G1, G2, G3, and G4 of
the liquid pipe 40 are similar to the first, second, third,
and fourth grooves G1, G2, G3, and G4 of the vapor pipe
30, the liquid pipe 40 will not be blocked or closed when
the liquid pipe 40 is bent, and a flow passage having a
sufficiently large cross sectional area can be provided.
[0129] In this third embodiment, the first grooves G1
and the third grooves G3 are respectively formed in the
outer surface and the inner surface of the pipe wall P1
on the inner part relative to the bending direction W of
the vapor pipe 30. In addition, the second grooves G2
and the fourth grooves G4 are respectively formed in the
outer surface and the inner surface of the pipe wall P2
on the outer part relative to the bending direction W of
the vapor pipe 30. Furthermore, the first, second, third,
and fourth grooves G1, G2, G3, and G4 are similarly
formed in the inner and outer surfaces of the pipe walls
P1 and P2 in the region R of the liquid pipe 40.
[0130] Hence, the amount of the pipe wall P1 on the

inner part relative to the bending direction W of each of
the vapor pipe 30 and the liquid pipe 40, and the amount
of the pipe wall P2 on the outer side relative to the bending
direction W of each of the vapor pipe 30 and the liquid
pipe 40, pushed and moved toward the inside of each
pipe by the bending stress, are reduced.
[0131] For this reason, a flow passage having a larger
cross sectional area can be provided in the region R of
each of the vapor pipe 30 and the liquid pipe 40, when
compared to the second embodiment.
[0132] In this third embodiment, when the vapor pipe
30 is bent as illustrated in FIG. 10B, the second cavities
H2 having the width stretched from the width of the third
grooves G3 remain in the inner surface of the pipe wall
P1 of the vapor pipe 30. As a result, the inner surface of
the pipe wall P1 in the region R becomes a curved surface
including concavo-convexes.
[0133] In addition, the third cavities H3 having the width
stretched from the width of the fourth grooves G4 remain
in the inner surface of the pipe wall P2 of the vapor pipe
30. As a result, the inner surface of the pipe wall P2 in
the region R becomes a curved surface including conca-
vo-convexes.
[0134] Consequently, the fluid resistance of the work-
ing fluid in the region R of the vapor pipe 30 becomes
slightly higher than those of the first and second embod-
iments.
[0135] However, in this third embodiment, the second
cavities H2 are formed in the thickness direction from the
inner surface of the pipe wall P1 of the vapor pipe 30. In
addition, the third cavities H3 are formed in the thickness
direction from the inner surface of the pipe wall P2 of the
vapor pipe 30.
[0136] In this case, compared to a case in which pro-
jections project from the inner surface of the pipe wall,
the working fluid experiences less obstructions, to enable
a smooth flow of the working fluid such that only a slight
increase in the fluid resistance occurs.
[0137] Next, a method of manufacturing the loop heat
pipe in this third embodiment will be described. As illus-
trated in FIG. 11, the third grooves G3 arranged in the
inner surface of the pipe wall P1 illustrated in FIG. 10A
are additionally formed in the lower surface of the sixth
metal layer 56, in the method of manufacturing the loop
heat pipe in the second embodiment described above in
conjunction with FIG. 9.
[0138] In addition, in FIG. 9 described above, the fourth
grooves G4 arranged in the inner surface of the pipe wall
P2 on the outer part relative to the bending direction W
illustrated in FIG. 10A are additionally formed in the upper
surface of the first metal layer 51.
[0139] Hence, the third grooves G3 are additionally
formed in the direction intersecting the bending direction
W, in the region R of the lower surface of the uppermost
sixth metal layer 56.
[0140] Further, the fourth grooves G4 are additionally
formed in the direction intersecting the bending direction
W, in the region R of the upper surface of the lowermost
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first metal layer 51.
[0141] The third grooves G3 in the inner surface of the
sixth metal layer 56 and the fourth grooves G4 in the
inner surface of the first metal layer 51 illustrated in FIG.
11 are only formed on the inner part of bonded parts
where the first through sixth metal layers 51 through 56
are mutually bonded. For this reason, the sealing per-
formance of the working fluid flowing inside the pipes can
be maintained, to prevent a fluid leak.
[0142] In this state, the first through sixth metal layers
51 through 56 are stacked and bonded, and processes
similar to the processes described above in conjunction
with FIG. 7A and FIG. 7B are performed, to manufacture
the loop heat pipe 1 in this third embodiment.
[0143] [Application Examples of Loop Heat Pipe in Em-
bodiments]
[0144] Next, an example in which a bent loop heat pipe
is applied to an electronic apparatus will be described.
FIG. 12 is a cross sectional view illustrating a first appli-
cation example of the loop heat pipe in one embodiment.
As illustrated in FIG. 12, a semiconductor chip 70, that
is an example of the heat generating component, is
mounted on a substrate 5 of the electronic device.
[0145] An electronic component 72 is mounted on the
substrate 5 at a position to the left of the semiconductor
chip 70 in FIG. 12. The electronic component 72 as a
height that is higher than a height of the semiconductor
chip 70.
[0146] Hence, in order to fix the evaporator 10 of the
loop heat pipe 1 on the semiconductor chip 70 and hor-
izontally arrange the condenser 20 on the electronic com-
ponent 72 without tilting the condenser 20, the vapor pipe
30 and the liquid pipe 40 need to be bent upwards from
the evaporator 10 toward the condenser 20 as illustrated
in FIG. 12.
[0147] In this first application example, the vapor pipe
30 and the liquid pipe 40 are bent at two positions, in
order to adjust the height positions of the evaporator 10
and the condenser 20 that are arranged in the horizontal
direction.
[0148] The heat generated from the semiconductor
chip 70 is transferred via the evaporator 10 and the vapor
pipe 30, and dissipated to the outside from the condenser
20.
[0149] Because the porous body 42 is arranged in the
liquid pipe 40 and the evaporator 10 of the loop heat pipe
1 in this embodiment, the working fluid can be stably
transported by the capillary force, even when the height
positions of the evaporator 10 and the condenser 20 from
the substrate 5 differ.
[0150] FIG. 13 is a cross sectional view illustrating a
second application example of the loop heat pipe in one
embodiment. As illustrated in FIG. 13, in the second ap-
plication example, the condenser 20 is arranged beside
an opening 6x in a side plate 6a of a casing 6 of the
electronic device.
[0151] Hence, the vapor pipe 30 and the liquid pipe 40
of the loop heat pipe 1 are bent in a vertical direction in

an L-shape, and the condenser 20 is arranged vertically.
The evaporator 10 of the loop heat pipe 1 is fixed on the
semiconductor chip 70, and the condenser 20 is arranged
in a vicinity of the opening 6x of the side plate 6a on the
inner part of the casing 6.
[0152] In this second application example, the heat
generated from the semiconductor chip 70 is transferred
via the evaporator 10 and the vapor pipe 30, and moves
to the condenser 20. The heat is thus dissipated from the
condenser 20 to the outside through the opening 6x in
the side plate 6a of the casing 6.
[0153] FIG. 14 is a cross sectional view illustrating a
third application example of the loop heat pipe in one
embodiment. As illustrated in FIG. 14, in the third appli-
cation example, the condenser 20 is arranged under an
opening 6x in a top plate 6b of the casing 6 of the elec-
tronic device.
[0154] Hence, the vapor pipe 30 and the liquid pipe 40
of the loop heat pipe 1 are bent in a sideways U-shape,
and the condenser 20 is arranged above the evaporator
10 with a predetermined gap formed between the con-
denser 20 and the evaporator 10. In addition, the evap-
orator 10 of the loop heat pipe 1 is fixed on the semicon-
ductor chip 70, and the condenser 20 is arranged in a
vicinity below the opening 6x in the top plate 6b on the
inner part of the casing 6 of the electronic device.
[0155] In this third application example, the heat gen-
erated from the semiconductor chip 70 is transferred via
the evaporator 10 and the vapor pipe 30, and moves to
the condenser 20. The heat is thus dissipated from the
condenser 20 to the outside through the opening 6x in
the top plate 6b of the casing 6.
[0156] According to the embodiments described
above, it is possible to provide a loop heat pipe, an elec-
tronic device including the loop heat pipe, and a method
of manufacturing the loop heat pipe, which can avoid
blocking or closing of the vapor pipe 30 and the liquid
pipe 40 connecting the evaporator 10 and the condenser
20 of the loop heat pipe 1, even when the vapor pipe 30
and the liquid pipe 40 are bent. For this reason, the evap-
orator 10 and the condenser 20 of the loop heat pipe 1
can be arranged at different height positions within the
electronic device, and a degree of freedom of design of
the electronic device can be improved.
[0157] Further, in the loop heat pipe 1 in the embodi-
ments described above, the grooves are formed in the
vapor pipe 30 and the liquid pipe 40. However, the vapor
pipe 30 and the liquid pipe 40 may of course have a planar
shape in regions where the vapor pipe 30 and the liquid
pipe 40 do not need to be bent.
[0158] Although the embodiments are numbered with,
for example, "first," "second," or "third," the ordinal num-
bers do not imply priorities of the embodiments. Many
other variations and modifications will be apparent to
those skilled in the art.
[0159] All examples and conditional language recited
herein are intended for pedagogical purposes to aid the
reader in understanding the invention and the concepts

19 20 



EP 3 505 858 A1

12

5

10

15

20

25

30

35

40

45

50

55

contributed by the inventor to furthering the art, and are
to be construed as being without limitation to such spe-
cifically recited examples and conditions, nor does the
organization of such examples in the specification relate
to a showing of the superiority and inferiority of the in-
vention. Although the embodiments of the present inven-
tion have been described in detail, it should be under-
stood that the various changes, substitutions, and alter-
ations could be made hereto without departing from the
spirit and scope of the invention.

Claims

1. A loop heat pipe (1) comprising:

a stacked structure formed by a plurality of metal
layers (51-56) that are stacked, including a first
metal layer (56) arranged at a first outermost
surface of the loop heat pipe,
wherein the stacked structure forms

an evaporator (10) configured to vaporize a
working fluid and generate vapor;
a condenser (20) configured to liquefy the
vapor of the working fluid;
a vapor pipe (30) configured to connect the
evaporator and the condenser; and
a liquid pipe (40) configured to connect the
evaporator and the condenser, to form a
loop-shaped passage,

wherein the first metal layer has an outer surface
formed with a plurality of first grooves (G1).

2. The loop heat pipe (1) as claimed in claim 1, wherein
the first metal layer (56) forms a part of a pipe wall
(P1) of a flow passage formed inside the loop heat
pipe,
the first metal layer has an inner surface in contact
with the flow passage, and
a region of the inner surface of the first metal layer,
corresponding to a region (R) in which the plurality
of first grooves (G1) are formed, has a smooth sur-
face.

3. The loop heat pipe (1) as claimed in claim 1, wherein
the first metal layer (56) forms a part of a pipe wall
(P1) of a flow passage formed inside the loop heat
pipe,
the first metal layer has an inner surface in contact
with the flow passage, and
a region of the inner surface of the first metal layer,
corresponding to a region (R) in which the plurality
of first grooves (G1) are formed, includes a plurality
of third grooves (G3) that are parallel to the plurality
of first grooves and are formed at positions not over-
lapping positions of the plurality of first grooves.

4. The loop heat pipe (1) as claimed in any of claims 1
to 3, wherein
the stacked structure includes a second metal layer
(51) arranged at a second outermost surface of the
loop heat pipe opposite to the first outermost surface,
and
a region of an outer surface of the second metal lay-
er, corresponding to a region (R) in which the plurality
of first grooves (G1) are formed, includes a plurality
of second grooves (G2) that are formed at positions
overlapping positions of the plurality of first grooves.

5. The loop heat pipe (1) as claimed in claim 4, wherein
the second metal layer (51) forms a part of a pipe
wall (P2) of a flow passage formed inside the loop
heat pipe,
the second metal layer has an inner surface in con-
tact with the flow passage, and
a region of the inner surface of the second metal
layer, corresponding to a region (R) in which the plu-
rality of second grooves (G2) are formed, has a
smooth surface.

6. The loop heat pipe (1) as claimed in claim 4, wherein
the second metal layer (51) forms a part of a pipe
wall (P2) of a flow passage formed inside the loop
heat pipe,
the second metal layer has an inner surface in con-
tact with the flow passage, and
a region of the inner surface of the second metal
layer, corresponding to a region (R) in which the plu-
rality of second grooves (G2) are formed, includes
a plurality of fourth grooves (G4) that are parallel to
the plurality of second grooves and are formed at
positions not overlapping positions of the plurality of
second grooves.

7. The loop heat pipe (1) as claimed in any of claims 1
to 6, wherein the plurality of first grooves (G1) are
formed in the vapor pipe (30) or the liquid pipe (40).

8. The loop heat pipe (1) as claimed in any of claims 1
to 7, wherein the first metal layer (56) is bent in a
region (R) in which the plurality of first grooves (G1)
are formed, so that the plurality of first grooves are
positioned on an inner part and a bend line direction
is approximately parallel to the plurality of first
grooves.

9. The loop heat pipe (1) as claimed in any of claims 1
to 8, wherein
the stacked structure includes

a second metal layer (51) arranged at a second
outermost surface of the loop heat pipe opposite
to the first outermost surface; and
a plurality of intermediate metal layers (52-55)
that are stacked and interposed between the first
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and second metal layers (56, 51);

wherein the plurality of intermediate metal layers re-
spectively include openings (52a-55a) that overlap
and communicate with each other to form a flow pas-
sage of the working fluid in the vapor pipe (30), and
wherein the plurality of intermediate metal layers re-
spectively include holes (52b-55b) that communi-
cate with each other and are arranged at overlapping
positions deviated from each other in a plan view, to
form micro-pore channels of a porous body (42) in
the liquid pipe (40) .

10. An electronic device comprising:

a substrate (5);
a heat generating component (70) provided on
the substrate; and
a loop heat pipe (1) according to any of claims
1 to 9 and provided on the substrate,
wherein the evaporator (10) is arranged in a re-
gion on the heat generating component.

11. A method of manufacturing a loop heat pipe (1), com-
prising:

stacking a plurality of metal layers (51-56) to
form an evaporator (10), a condenser (20), a
vapor pipe (30) connecting the evaporator and
the condenser, and a liquid pipe (40) connecting
the evaporator and the condenser, and form a
loop-shaped passage; and
forming a plurality of first grooves (G1) in an out-
er surface of a first metal layer (56) that is ar-
ranged at a first outermost surface of the loop
heat pipe by the stacking.

12. The method of manufacturing the loop heat pipe (1)
as claimed in claim 11, further comprising:

bending the first metal layer (56) in a region (R)
in which the plurality of first grooves (G1) are
formed, so that the plurality of first grooves are
positioned on an inner part and a bend line di-
rection is approximately parallel to the plurality
of first grooves.

13. The method of manufacturing the loop heat pipe (1)
as claimed in claim 11, further comprising:

forming a part of a pipe wall (P1) of a flow pas-
sage formed inside the loop heat pipe by the
stacking using the first metal layer (56), so that
an inner surface of the first metal layer contacts
the flow passage; and
forming a plurality of third grooves (G3) in a re-
gion of the inner surface of the first metal layer,
corresponding to a region (R) in which the plu-

rality of first grooves (G1) are formed, by the
stacking,
wherein the plurality of third grooves are formed
parallel to the plurality of first grooves at posi-
tions not overlapping positions of the plurality of
first grooves.

14. The method of manufacturing the loop heat pipe (1)
as claimed in any of claims 11 to 13, wherein the
stacking forms a second metal layer (51) arranged
at a second outermost surface of the loop heat pipe
opposite to the first outermost surface, so that a re-
gion of an outer surface of the second metal layer,
corresponding to a region (R) in which the plurality
of first grooves (G1) are formed, includes a plurality
of second grooves (G2) that are formed at positions
overlapping positions of the plurality of first grooves.

15. The method of manufacturing the loop heat pipe (1)
as claimed in claim 14, further comprising:

forming a part of a pipe wall (P2) of a flow pas-
sage formed inside the loop heat pipe by the
stacking using the second metal layer (51), so
that an inner surface of the second metal layer
contacts the flow passage; and
forming a plurality of fourth grooves (G4) in a
region of the inner surface of the second metal
layer, corresponding to a region (R) in which the
plurality of second grooves (G2) are formed, by
the stacking,
wherein the plurality of fourth grooves are
formed parallel to the plurality of second grooves
at positions not overlapping positions of the plu-
rality of second grooves.
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