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(54) MANUFACTURING DEVICE AND MANUFACTURING METHOD FOR MICROPOROUS PLASTIC 
FILM ROLL

(57) In an apparatus for manufacturing a micropo-
rous plastic film roll 12 by conveying a microporous plas-
tic film 1 by conveying rollers 2 and then winding the
microporous plastic film 1 in a roll shape while being
brought close to a near roller 3 or being brought into con-
tact with a touch roller 6, a part of the touch roller 6 to be

in contact with the plastic film 1 has a Vickers hardness
of 100 to 2,000, and the microporous plastic film 1 is
conveyed so that a side of the microporous plastic film 1
opposite the side being in contact with the conveying
rollers 2 is in a noncontact state in a range being in contact
with the conveying rollers 2.
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Description

Field

[0001] The present invention relates to an apparatus
and a method for manufacturing a microporous plastic
film roll. Background
[0002] There have often been cases where pinholes
existing in various films cause quality problems. As de-
scribed in Non Patent Literature 1, for example, because
pinholes in food packaging films may cause troubles such
as liquid leakage from contents, the Food Sanitation Law
stipulates testing methods of sticking, friction, flex fa-
tigue, and the like so as to prevent pinholes from being
created during film manufacturing processes.
[0003] Because pinholes in separators for film capac-
itors and batteries cause insulation failure, efforts have
been made to thoroughly perform pinhole fault inspection
before shipping and to thoroughly perform in-process
dustproof management.
[0004] An apparatus has been developed that rewinds
resin films for use in electric circuit component materials
and magnetic tape materials with a flat metal surface of
conveying rolls. This prevents circumferential speed
changes with time and reduces friction resistance, there-
by reducing the occurrence of scratches on resin films
(refer to Patent Literature 1, for example).

Citation List

Patent Literature

[0005] Patent Literature 1: Japanese Patent Applica-
tion Laid-open No. 2001-63884

Non Patent Literature

[0006] Non Patent Literature 1: Hiroshi Osuga, "Film
Molding, Processing, and Handling", the first edition,
Technical Information Institute Co., Ltd, September
2002, p. 222

Summary

Technical Problem

[0007] However, although the technology disclosed in
Non Patent Literature 1 is effective to a certain extent for
preventing shipment of products with pinholes found by
inspection, it does not reduces pinholes themselves, re-
sulting in no direct improvement in productivity. Because
the film manufacturing process has a long conveyance
distance, downstream processes have a higher risk of
causing pinholes by foreign bodies, thus limiting a dust-
proof effect despite strict management of dust proofing.
[0008] Because the surface of the conveying rollers
disclosed in Patent Literature 1 is uniformly flat, a de-
crease in gripping force caused by air lubrication has

induced unfavorable film meandering. In particular, when
air permeability is not negligible as seen in plastic films
having micropores, the relation between gripping force
and the characteristics of the surface of the conveying
rollers before and after air permeation is complex, and
there has been a risk that conveyability may be unfavo-
rable because of the occurrence of meandering in such
conveying rolls having a uniformly flat metallic surface
as disclosed in Patent Literature 1.
[0009] Patent Literature 1 states that rubber may be
used for the surface of a nip roller existing in the convey-
ing process of a resin film, because the apparatus did
not originally intend to prevent pinhole faults from occur-
ring. When the conveying rollers have uniformly flat me-
tallic surfaces as Patent Literature 1, the nip roller re-
quires a gripping force to make itself a starting point for
controlling speed and tension. For this reason, in order
to produce gripping uniformly in the width direction, when
the conveying rollers are made of metal, the surface of
the nip roller must be made of rubber exemplified in Pat-
ent Literature 1. However, such a nip roller has had a risk
that foreign bodies such as metallic powder generated
during a conveyance process may stick therein, and be-
cause of the nature of the nip roller, there has been a risk
that the stuck foreign bodies may produce pinhole faults
in the film.
[0010] In view of the above circumstances, an object
of the present invention is to provide an apparatus and
a method for manufacturing a microporous plastic film
that can reduce the occurrence of pinhole faults and can
convey a plastic film favorably.

Solution to Problem

[0011] To achieve the object, in an apparatus accord-
ing to the present invention for manufacturing a micro-
porous plastic film roll by conveying a plastic film having
micropores by conveying rollers and then winding the
plastic film in a roll shape while being brought close to a
near roller or being brought into contact with a touch roll-
er, a part of the touch roller to be in contact with the plastic
film has a Vickers hardness of 100 to 2,000, and the
plastic film is conveyed so that a side of the plastic film
opposite the side being in contact with the conveying
rollers is in a noncontact state in a range being in contact
with the conveying rollers. The "plastic film having micro-
pores" refers to a polymer thin film body having many
micropores within the film, in which some of or all the
micropores are through holes. The "conveying rollers"
refer to units that convey a longitudinally continuous mi-
croporous plastic film from the upstream to the down-
stream of a manufacturing process and refer to cylindrical
bodies that are rotatably supported. The "touch roller"
refers to a roller that rotates while pressing a film roll and
is used to adjust wound appearance by excluding air with-
in the film roll and reducing high edges. The "near roller"
refers to a roller that comes into contact with the plastic
film to convey the plastic film and is used to adjust the
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wound appearance by reducing an air travel distance of
the film as much as possible by approaching to the film
roll, although it neither comes into contact with nor press-
es the film unlike the touch roller.
[0012] Moreover, in the apparatus for manufacturing a
microporous plastic film roll according to the present in-
vention, a film contact part of one or more of at least one
of the conveying rollers and the near roller to be in contact
with the plastic film has a Vickers hardness of 100 to
2,000 and an arithmetic average roughness Ra of 1.2
mm to 15 mm. The "Vickers hardness" is an indicator in-
dicating the hardness of an object surface stipulated in
Japanese Industrial Standards JIS Z2244.
[0013] Moreover, in the apparatus for manufacturing a
microporous plastic film roll according to the present in-
vention, a film contact part of one or more of at least one
of the conveying rollers and the near roller to be in contact
with the plastic film has on a surface thereof grooves
whose width is 0.5 to 3 mm and has a Vickers hardness
of 100 to 2,000. The "groove" refers to a continuous re-
cess intentionally formed on the surface of the conveying
rollers.
[0014] Moreover, the apparatus for manufacturing a
microporous plastic film roll according to the present in-
vention includes a pinhole fault detector that detects a
pinhole in a plastic film conveyed, wherein a film contact
part of at least one of the conveying rollers, the near
roller, and the touch roller on a downstream side of the
pinhole detector in a conveyance direction to be in con-
tact with the plastic film has an arithmetic average rough-
ness of 1.2 mm to 15 mm and has a Vickers hardness of
100 to 2,000. The "pinhole fault detector" refers to a unit
that detects pinhole faults that are present within the mi-
croporous plastic film or on the surface thereof and are
large enough to lead to insulation failure in the use of
batteries or the like.
[0015] Moreover, in the apparatus for manufacturing a
microporous plastic film roll according to the present in-
vention, the film contact part is of metal or ceramics. The
"ceramics" refers to a sintered body containing a metal
oxide as the main component.
[0016] Moreover, the apparatus for manufacturing a
microporous plastic film roll according to the present in-
vention includes a wrinkle removing unit that is in contact
with only edges of the plastic film conveyed to remove
wrinkles formed on the plastic film in a conveyance proc-
ess. The "wrinkle removing unit" refers to a unit that, when
the microporous plastic film is conveyed in the longitudi-
nal direction, produces a conveying force also in the width
direction or conveys the film in the width direction, there-
by, even when wrinkles occur in the film, removing the
wrinkles or preventing wrinkles from occurring.
[0017] Moreover, the apparatus for manufacturing a
microporous plastic film roll according to the present in-
vention includes a wrinkle removing unit that is in contact
with a full width of the plastic film conveyed to remove
wrinkles formed on the plastic film in a conveyance proc-
ess, wherein a part of the wrinkle removing unit to be in

contact with the plastic film is of metal.
[0018] Moreover, a method for manufacturing a micro-
porous plastic film roll according to the present invention
includes: conveying a plastic film having micropores
whose air permeability is 10 to 1,000 seconds/100 ml by
conveying rollers; and winding, after the conveying, the
plastic film in a roll shape while being brought close to a
near roller or being brought into contact with a touch roll-
er, wherein a part of the touch roller to be in contact with
the plastic film has a Vickers hardness of 100 to 2,000,
and the plastic film is conveyed so that a side of the plastic
film opposite the side being in contact with the conveying
rollers is in a noncontact state in a range being in contact
with the conveying rollers. The "air permeability" refers
to an indicator that determines a time during which, when
a predetermined pressure is applied to a microporous
film such as paper stipulated in Japanese Industrial
Standards JIS P8117, a predetermined amount of air
passes through micropores.
[0019] Moreover, in the method for manufacturing a
microporous plastic film roll according to the present in-
vention, a film contact part of one or more of at least one
of the conveying rollers and the near roller to be in contact
with the plastic film has a Vickers hardness of 100 to
2,000 and an arithmetic average roughness of 1.2 mm to
15 mm.

Advantageous Effects of Invention

[0020] According to the present invention, a plastic film
is conveyed so that a side of the plastic film opposite the
side being in contact with the conveying rollers is in a
noncontact state in a range being in contact with the con-
veying rollers, thereby eliminating a risk that sharp for-
eign bodies may stick in the conveying rollers and reduc-
ing the creation of pinholes by foreign bodies stuck in the
surface of the conveying rollers as compared to a case
of using a conventional nip roller. The present invention
therefore has the effects of reducing the occurrence of
pinhole faults and conveying the plastic film favorably.
[0021] When using the touch roller, the part of the touch
roller to be in contact with the plastic film has a Vickers
hardness of 100 to 2,000, thereby eliminating a risk that
sharp foreign bodies such as metallic dust may stick in
the part to be in contact with the plastic film and prevent-
ing many pinholes from being created periodically in the
plastic film.
[0022] A film contact part of one or more of at least one
of the conveying rollers and the near roller to be in contact
with the plastic film has a Vickers hardness of 100 to
2,000, thereby eliminating a risk that sharp foreign bodies
such as metallic dust may stick in the part to be in contact
with the plastic film and preventing many pinholes from
being created periodically in the plastic film.
[0023] The film contact part has an arithmetic average
roughness Ra of 1.2 mm to 15 mm, thereby preventing
the plastic film from meandering.
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Brief Description of Drawings

[0024]

FIG. 1 is a schematic side view of a conveying and
winding unit as the main part of an apparatus for
manufacturing a microporous plastic film roll as an
embodiment according to the present invention.
FIG. 2 is an enlarged plan view illustrating an exam-
ple of a microporous plastic film.
FIG. 3 is an enlarged cross section of the micropo-
rous plastic film illustrated in FIG. 2.
FIG. 4 illustrates a use of a microporous plastic film
roll manufactured by the apparatus for manufactur-
ing a microporous plastic film roll illustrated in FIG.
1 and is an illustrative diagram that schematically
explodes a part of a cylindrical lithium-ion secondary
battery.
FIG. 5 is an enlarged longitudinal sectional view il-
lustrating a pinhole created in a microporous plastic
film.
FIG. 6 is an illustrative diagram schematically illus-
trating the surface of a near roller illustrated in FIG. 1.
FIG. 7 is an illustrative diagram of a case in which
conveying a microporous plastic film by a roller
whose film contact part is a mirror-finished surface
and is formed of metal or ceramics.
FIG. 8 is a schematic side view of a conveying and
winding unit as the main part of an apparatus for
manufacturing a microporous plastic film roll as a
modification of the embodiment according to the
present invention.
FIG. 9 is an illustrative diagram illustrating another
modification of the apparatus for manufacturing a
microporous plastic film roll as the present embodi-
ment.
FIG. 10 is a schematic plan view of FIG. 9.
FIG. 11 is a table listing the evaluation results of Ex-
amples 1 to 11 and Comparative Examples 1 and 2.
Description of Embodiments

[0025] The following describes preferred embodi-
ments of an apparatus and a method for manufacturing
a microporous plastic film roll according to the present
invention in detail with reference to the attached draw-
ings.
[0026] FIG. 1 is a schematic side view of a conveying
and winding unit as the main part of an apparatus for
manufacturing a microporous plastic film roll as an em-
bodiment according to the present invention.
[0027] A microporous plastic film 1 to be conveyed by
this apparatus for manufacturing a microporous plastic
film roll exemplified in the drawing may be formed by any
method. The microporous plastic film 1 is preferably
formed by kneading a molten polyolefin resin with a sol-
vent in an extruder, discharging the resin from a die onto
a cooling drum to form a gel sheet, subjecting it to a
stretch orientation process as needed, and washing and

drying the solvent. The microporous plastic film 1 may
also be formed by forming micropores by discharging a
polyolefin resin kneaded with a crystal nucleating agent
onto a cooling drum and performing crystal structure con-
trol without using any solvent. The microporous plastic
film 1 may also be formed by combining a heat-resistant
polymer such as polyamides and polyimides and sol-
vents having different compatibility to form micropores
and discharging or coating. A heat-resistant coating may
be applied to one side or both sides of the microporous
plastic film 1 made of the polyolefin resin so long as the
air permeability of the micropores is maintained. The mi-
croporous plastic film 1 may also be formed as a stacked
body of synthetic resin like paper or nonwoven cloth.
[0028] The thus obtained microporous plastic film 1 is
preferably stretched monoaxially or biaxially as needed
in order to achieve the control and strength of its porous
structure.
[0029] FIG. 2 is an enlarged plan view illustrating an
example of the microporous plastic film 1, whereas FIG.
3 is an enlarged cross section of the microporous plastic
film 1 illustrated in FIG. 2. As illustrated in FIG. 2 and
FIG. 3, the micropores of the microporous plastic film 1
may be formed by any means. When the microporous
plastic film 1 is formed by stretch orientation, a resin layer
around the pores is fibrous trunk as illustrated in the draw-
ing, which may be called fibril 9. Some of or all the mi-
cropores surrounded by the fibril 9 function as through
holes 10. Although the through holes 10 do not seem to
pass through in the thickness direction B at a glance, the
micropores exemplified in FIG. 3 form a three-dimension-
al network structure and pass through in a curved man-
ner. Thus, a certain section taken may not seem to pass
through at a glance as in FIG. 3. This is an example of a
structure suitable to prevent insulation failure and allow
an ionic electrolyte solution to pass through when used
as separators for batteries and capacitors.
[0030] An average diameter of the pores suitable to a
separator is several hundreds of nanometers to several
micrometers and more preferably about 0.01 mm to 1
mm. These are dimensions that constitute ion transmis-
sion resistance important as battery performance. Other
than the average pore diameter, the thickness of the mi-
croporous plastic film 1 is another important parameter
that constitutes the transmission resistance, which is
preferably 3 mm to 50 mm. As means for indirectly meas-
uring the ion transmission resistance, it is important that
the air permeability stipulated in Japanese Industrial
Standards JIS P8117 is within a range of 10 to 1,000
seconds/100 ml.
[0031] FIG. 4 illustrates a use of a microporous plastic
film roll manufactured by the apparatus for manufacturing
a microporous plastic film roll illustrated in FIG. 1 and is
an illustrative diagram that schematically explodes a part
of a cylindrical lithium-ion secondary battery.
[0032] As illustrated in FIG. 4, a microporous plastic
film roll manufactured by the apparatus for manufacturing
a microporous plastic film roll as the embodiment accord-
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ing to the present invention is used to this cylindrical lith-
ium-ion secondary battery 51 and is used as a separator
13 that prevents a short circuit between electrodes, that
is, a positive electrode 54 and a negative electrode 55
inside a case 53.
[0033] The inside of the case 53 is filled with a lithium-
ion electrolyte solution. The separator 13 requires per-
meability for ions in the electrolyte solution as well as
insulating performance. Suitable to the purpose is the
microporous plastic film roll manufactured by the appa-
ratus for manufacturing a microporous plastic film roll as
the embodiment according to the present invention.
[0034] The apparatus for manufacturing a microporous
plastic film roll as the embodiment according to the
present invention includes, as exemplified in FIG. 1, a
plurality of conveying rollers 2 and a winding core 5, a
cutting unit 4, a pinhole fault detector 8, and a wrinkle
removing unit 19.
[0035] The conveying rollers 2 convey the microporous
plastic film 1 in a predetermined direction in the direction
of the arrow A. These conveying rollers 2 are rotatingly
driven by a driving source such as a motor (not illustrated)
through a drive transmission unit such as a belt or a chain.
Not all the conveying rollers 2 are necessarily required
to be driven, and they can assist as an idler the convey-
ance of the microporous plastic film 1 so long as they are
rotatably supported by a bearing. In this case, when it is
desired to avoid flaws and abrasion powder of the micro-
porous plastic film 1, it is preferable to reduce the friction
loss of the bearing.
[0036] The winding core 5 rotates about its own central
shaft by a driving source 7 such as a motor while being
rotatably supported by a winding shaft or a chuck and
winds up the microporous plastic film 1 passed through
a near roller 3 with a predetermined tension as a film roll
12. In order to wind the film roll 12 with its edge face
aligned without any wrinkle, it is important to give a pre-
determined tension. In this case, the tension of the mi-
croporous plastic film 1 may be controlled by controlling
the torque of the driving source 7 such as a motor. Alter-
natively, the tension may be controlled by such means,
including a dancing roller and an air floater, that presses
the film to give a tension arranged in a part of the up-
stream conveying process while controlling the speed of
the driving source 7. Because the microporous plastic
film 1 is relatively easily broken, and the pores are likely
to be crushed, it is preferable to set the tension value to
be lower than that of general pore-free films; the value
is preferably 1 N/m to 50 N/m. When the tension value
is less than 1 N/m, wrinkles occur, or the film slacks be-
cause of the planarity of the film. In addition, the tension
control of the machine is remarkably impaired due to the
friction of the drive unit. When the tension value exceeds
50 N/m, break and crush easily occur as described
above.
[0037] More preferably, specifying the tension to be
within a range of 1 N/m to 30 N/m can prevent the occur-
rence of break and wrinkles more effectively while per-

forming the tension control of the machine with appropri-
ate accuracy.
[0038] The near roller 3 is a roller arranged close to
the film roll 12 as illustrated in FIG. 1 and is used for
adjusting its wound appearance by reducing tension var-
iations and preventing wrinkles by reducing an air travel
distance L of the microporous plastic film 1 as much as
possible.
[0039] The air travel distance L of the microporous
plastic film 1 illustrated in FIG. 1 is the distance between
respective contact points of the near roller 3 and the film
roll 12. The respective contact points are points at which
a film path and lines drawn from the centers of the near
roller 3 and the film roll 12 cross each other. The air travel
distance L is preferably about 5 mm to 150 mm. When
the distance is less than 5 mm, the film roll 12 and the
near roller 3 may come into contact with each other due
to their wobbling. When the distance exceeds 150 mm,
the original wound appearance adjusting functions such
as prevention of tension variations degrade remarkably.
The air travel distance L is more preferably about 5 mm
to 50 mm.
[0040] The cutting unit 4 is arranged between a con-
veying roller 2B and a conveying roller 2C in FIG. 1. The
cutting unit 4 cuts the microporous plastic film 1 into a
necessary width (e.g., a width of several tens of millim-
eters to several hundreds of millimeters) in accordance
with the sizes of final products when used for batteries,
capacitors, and the like. In particular, in order for a film
having a high porosity rate and low toughness in the mi-
croporous plastic film 1 to be efficiently cut, the cutting
unit 4 is preferably, but not limited to, shear cutting that
introduces a film into between an upper blade and a lower
blade and cuts it by giving shearing like scissors as illus-
trated in FIG. 1. Other examples include score cutting
that presses a blade against a hard metallic roller or ce-
ramics roller to cut a film and a razor blade that cuts a
film in the air or on a groove formed in a roller. High-
energy particles or radiation such as a laser may be ap-
plied to a film to cut it, although the cut section becomes
slightly humped.
[0041] The pinhole fault detector 8 is arranged be-
tween a conveying roller 2A and the conveying roller 2B.
This pinhole fault detector 8 detects a pinhole 57 formed
in the microporous plastic film 1 conveyed as illustrated
in FIG. 5. The pinhole 57 is created for various reasons.
For example, when rubber having a high friction coeffi-
cient is used for a part of members constituting a con-
veying unit that conveys the microporous plastic film 1,
if a sharp foreign body such as metallic dust is stuck in
the rubber, it may create a pinhole. It is unfavorable to
use a film having many pinholes 57 for the separator 13
of the battery illustrated in FIG. 4 or a capacitor, because
there is a risk that insulation failure may occur with the
pinhole 57 as a starting point, leading to unintentional
heat generation from the battery.
[0042] In particular, when the air permeability of the
microporous plastic film 1 is 10 to 1,000 seconds/100 ml,
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the average pore diameter of the micropores is several
hundreds of nanometers to several micrometers. In con-
trast, the size of the pinhole 57 caused by a foreign body
is generally as large as several tens of micrometers to
several millimeters; a large current passes, because ion
permeation is larger only at that part, which is likely to
cause the heat generation of the battery described
above.
[0043] The wrinkle removing unit 19 is arranged on the
downstream side of the cutting unit 4 in the conveyance
direction and is arranged between the conveying roller
2B and the conveying roller 2C in FIG. 1. This wrinkle
removing unit 19 removes wrinkles formed on the micro-
porous plastic film 1 by pinch rollers called a cross guider
that are installed slightly tilted with respect to the travel
direction of the microporous plastic film 1 on both edges
of the microporous plastic film 1. The reason why the
wrinkle removing unit 19 is used is that the microporous
plastic film 1 has the characteristics of being weak due
to the presence of pores, having a high friction coefficient,
and being easily wrinkled. The reason why the pinch roll-
ers are pressed against both edges of the microporous
plastic film 1 by the wrinkle removing unit 19 is that both
edges are often excluded from products and that even
when the pinhole 57 exists in both edges, there is no risk
of the occurrence of a insulation failure fault or the like.
The wrinkle removing unit 19 may be, other than the
means that is in contact with both edges, any means that
is in contact with a part serving as a product or the full
width of the microporous plastic film 1. The roller-shaped
wrinkle removing unit 19 conventionally has often used
rubber at its surface. The inventors of the present inven-
tion have found out that the surface of the wrinkle remov-
ing unit 19 is preferably metal in view of preventing the
creation of the pinhole 57. Examples of the wrinkle re-
moving unit 19 having a metallic surface may include an
aluminum slide type expanding roller manufactured by
Toyo Kikai Co., Ltd.
[0044] In the apparatus for manufacturing a micropo-
rous plastic film roll as the present embodiment having
the above constitution, the conveying rollers 2 or the near
roller 3 and a touch roller 6 have the following features.
[0045] As for the conveying rollers 2, a side opposite
the side being in contact with the plastic film 1 is in a
noncontact state in a range being in contact with the con-
veying rollers 2. In other words, the apparatus for man-
ufacturing a microporous plastic film roll as the present
embodiment conveys the plastic film 1 by the conveying
rollers 2 so that the opposite side is in a noncontact state
in a range in which the side of the plastic film 1 being in
contact with the conveying rollers 2 is in contact with the
conveying rollers 2. In other words, the conveying rollers
2 in contact with one side of the microporous plastic film
1 convey the microporous plastic film 1 without using any
conventional nip roller for the purpose of achieving grip.
Because the microporous plastic film 1 is conveyed by
the conveying rollers 2 so that the side of the microporous
plastic film 1 opposite the side being in contact with the

conveying rollers 2 is in a noncontact state, a conven-
tional rubber nip roller is can be eliminated. Because of
this, even by the presence of sharp foreign bodies such
as metal interposed between the nip roller and the con-
veying roller or when the surface of the nip roller is inev-
itably rubber in order to ensure pressing performance in
the width direction, there is no risk of producing many
pinhole faults periodically in the microporous plastic film
1 through the compression of the foreign bodies stuck in
the rubber.
[0046] In the present invention, at least one or more of
these conveying rollers 2 may be made of rubber. Its film
contact part to be in contact with the microporous plastic
film 1 has a Vickers hardness of preferably 100 to 2,000
and has an arithmetic average roughness Ra of prefer-
ably 1.2 mm to 15 mm and more preferably 1.2 mm to 3.6
mm. In the present invention, the conveying near rollers
3 may also be made of rubber. Its film contact part to be
in contact with the microporous plastic film 1 has a Vick-
ers hardness of preferably 100 to 2,000 and has an arith-
metic average roughness Ra of preferably 1.2 mm to 15
mm and more preferably 1.2 mm to 3.6 mm.
[0047] The film contact part of the conveying rollers 2
or the near roller 3 is preferably made of metal or ceramics
having a Vickers hardness of 100 to 2,000.
[0048] Because the film contact part of the conveying
rollers 2 or the near roller 3 thus has a Vickers hardness
of 100 to 2,000, there is no risk that sharp foreign bodies
such as metallic dust may stick in the film contact part.
Among these, more preferable are some metals or ce-
ramics that are easy to be prepared and can be manu-
factured as a roller at low cost.
[0049] This can prevent many pinholes 57 from being
created periodically in the microporous plastic film 1 also
in the contact part with the conveying rollers 2 and the
near roller 3.
[0050] The touch roller 6, which will be described in
detail below, is not used when the near roller 3 is used.
When using the touch roller 6 in place of the near roller
3, its Vickers hardness is definitely 100 to 2,000.
[0051] When the Vickers hardness is less than 100 in
particular, foreign bodies such as metallic powder easily
stick in the surface to produce the pinhole 57. For this
reason, making the Vickers hardness 100 or more pre-
vents metallic foreign bodies from sticking and can ex-
clude the cause of pinholes. When the Vickers hardness
exceeds 2,000, an extremely expensive surface treat-
ment is required to be performed on the surface of the
rollers, which is uneconomical in performing surface
treatment on near rollers, nip rollers, conveying rollers,
or the like.
[0052] Other than metal and ceramics, diamond-like
carbon that forms organic coatings in a plasma atmos-
phere and metal nitrides are also preferable as materials
for improving surface hardness.
[0053] The film contact part of the near roller 3 has an
arithmetic average roughness Ra of 1.2 mm to 15 mm as
schematically illustrated in FIG. 6. The arithmetic aver-
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age roughness Ra is defined in JIS B0601 (2001). The
arithmetic average roughness Ra is obtained by dividing
the integral value of deviations from an average by a
measurement length and is a concept close to the stand-
ard deviation of a roughness curve. For this reason, Ra
takes a value that is a fraction of mountain heights of
actual roughness.
[0054] The surface roughness of the film contact part
may be achieved by any processing method. For exam-
ple, it may be formed by cutting or component rolling.
More preferably, shot blasting with glass beads, sand, or
the like on a roller surface can control roughness. For
ceramics, which is high in harness, a molten metal oxide
may be attached to the film contact part by thermal spray-
ing to achieve roughness when plastic working is difficult.
It is also preferable to add polishing to the above process-
ing to adjust the final roughness. Thermal spraying, blast-
ing, and polishing may be appropriately combined with
each other. It is still also preferable as illustrated in FIG.
6 to form roughness and then to add such functions as
rustproofing and wear resistance with a surface coating
22 such as metal plating on a base material 23. When
performing thermal spraying or plating, other than metal
and ceramics, CFRP, resin, or the like may be selected
as the base material. Because the arithmetic average
roughness Ra of the film contact part of the conveying
rollers 2 or the near roller 3 is 1.2 mm to 15 mm or because
the grooves whose width is 0.5 mm to 3 mm are formed
on the surface, even when the surface of the film contact
part is formed of metal or ceramics, friction force com-
parable to conventional rubber is ensured, and while ap-
propriately controlling tension and speed, the micropo-
rous plastic film 1 can be conveyed and wound with good
appearance.
[0055] The grooves are preferably formed with a pitch
similar to the groove width. The grooves, which may be
formed in any direction, may be in the axial direction, the
circumferential direction, or continuously in a slanting di-
rection spirally. As for the depth of the grooves, 5 mm or
more is sufficient, and considering easiness of process-
ing, 0.5 mm or more is actually preferable. In contrast,
as the grooves become too deep, foreign bodies easily
accumulate. For this reason, the depth is preferably to
be reduced to about 5 mm or less. As for the corner of
the grooves, it is preferable to appropriately perform
chamfering and curving (rounding) so as not to scratch
the plastic film 1.
[0056] Specifically, the reason why the arithmetic av-
erage roughness Ra of the film contact part of the con-
veying rollers 2 or the near roller 3 is in a range of 1.2
mm to 15 mm is to prevent the microporous plastic film 1
from meandering.
[0057] It is air accompanying in between the near roller
3 and the microporous plastic film 1 that the inventors of
the present invention have noted as the cause of the
meandering. When conveying the microporous plastic
film 1 by the near roller 3, air accompanies in between
the microporous plastic film 1 and the near roller 3 caused

by the viscosity of air in accordance with speed, and lu-
brication occurs therein. This reduces the contact area
of the microporous plastic film 1, which has a relatively
high friction coefficient in a contact state as described
above, and reduces friction. For this reason, rollers hav-
ing grooves formed on rubber having an even higher fric-
tion coefficient have often been used.
[0058] It is known in the microporous plastic film 1 that
the accompanying air passes through the through holes
10 through pressure by tension. For example, when a
contacting angle to the near roller 3 is about 180°, and
particularly when the air permeability of the microporous
plastic film 1 is 10 to 1,000 seconds/100 ml, air passes
through the micropores of the microporous plastic film 1
in a range of several degrees to several tens of degrees
of the upstream side contacting part. Consequently, in
controlling tension and speed, even when the film contact
part of the near roller 3 is a mirror-finished surface made
of metal or ceramics, a necessary friction force can be
ensured when a sufficient contacting angle is ensured.
[0059] However, it has been found out that when at-
tention is focused on the "meandering" of the micropo-
rous plastic film 1 in particular, film traveling unsettles
due to the lubrication of air to cause meandering, even
if grip is achieved in the end.
[0060] FIG. 7 is an illustrative diagram of a case in
which conveying the microporous plastic film 1 by a roller
100 whose film contact part is a mirror-finished surface
and is formed of metal or ceramics.
[0061] As illustrated in FIG. 7, although there is an air
lubricating part C in the part where the microporous plas-
tic film 1 enters the roller 100, air 56 passes through the
through holes 10 through pressure by tension due to the
air permeability from the micropores described above;
this causes the air lubricating part C to transition to a
contact region D. Thus, a friction force required for speed
and tension control or to rotate a free roller is ensured
by the contact region D even when using a hard material
such as metal and ceramics for the surface of the roller
100.
[0062] However, in order to prevent the microporous
plastic film roll 12 from meandering, the range of the air
lubricating part C is required to be reduced as much as
possible. When the microporous plastic film 1 floats at
the entrance to the near roller 3, its travel direction un-
settles and meanders. No matter how large friction force
is achieved in the contact region D to grip it after that,
the meandering that has already occurred cannot be cor-
rected, because the microporous plastic film 1 that has
already meandered travels straightforward as it is. The
thickness of the air 56 accompanying in the air lubricating
part C is determined by the speed and tension, the radius
of the roller 100, and the viscosity of the air as described
above.
[0063] In view of the above, the inventors of the present
invention have found out that it is preferable that the arith-
metic average roughness Ra of the film contact part of
the near roller 3 is within a range of 1.2 mm to 15 mm, as
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a result of consideration from the conveyance speed and
tension of the microporous plastic film roll 12.
[0064] When the arithmetic average roughness Ra is
less than 1.2 mm, the roughness of the surface of the
conveying rollers 2 or the near roller 3 is insufficient for
the accompanying air (56 in FIG. 7), the range of the air
lubricating part C increases, the contact between the mi-
croporous plastic film 1 and the near roller 3 is impaired,
and the friction force remarkably decreases. Because of
this, the meandering of the microporous plastic film 1
cannot be prevented.
[0065] When the arithmetic average roughness Ra ex-
ceeds 15 mm, it becomes difficult to perform surface
processing on the film contact part of the near roller 3
made of ceramics or metal. This is not only expensive,
but also reduces the contact area, thereby reducing the
static friction force of the contact region D and causing
meandering in the contact region D. In other words, be-
cause the microporous plastic film 1 has a larger range
of the air lubricating part C than that of conventional pore-
free plastic films caused by the lower tension as de-
scribed above, the accompanying air is required to be
excluded even with an arithmetic average roughness Ra
of 15 mm. This is because it has been found out that the
contact region D contributes to grip in the conveyance
direction in the conveyance of the microporous plastic
film 1.
[0066] Because the contact region D is ensured, the
microporous plastic film 1 is conveyed by the conveying
rollers 2 so that the side of the microporous plastic film
1 opposite the side being in contact with the conveying
rollers 2 is in a noncontact state. This eliminates the need
for using a conventional rubber nip roller and eliminates
a risk of producing pinhole faults due to the presence of
the nip roller. A roller with holes or grooves on a part of
the conveying roller 2 that performs suction by giving
negative pressure from within (generally called a suction
roller) may be used as needed.
[0067] As for the conveying roller 2C in particular on
the downstream side of the cutting unit 4 in the convey-
ance direction, if the film contact part to be in contact with
the microporous plastic film 1 is of metal or ceramics and
if the arithmetic average roughness Ra is 1.2 mm to 15
mm, the edge face position of the film roll 12 is determined
by the cutting unit 4 even when the microporous plastic
film 1 meanders on the upstream side of the cutting unit
4 in the conveyance direction. This prevents meandering
from occurring on the side close to winding on the down-
stream of the cutting unit 4 because of the absence of
the air lubricating part C due to the surface roughness
being 1.2 mm to 15 mm and prevents disorder of the edge
face of the film roll 12 while avoiding pinholes.
[0068] In the apparatus for manufacturing a micropo-
rous plastic film roll as the present embodiment, the con-
veying rollers 2A and 2B arranged on the upstream side
of the cutting unit 4 may have a surface with a lower
friction coefficient as needed. Specifically, metal plating
coated with or mixed with a fluorine resin or a silicone

resin may be applied to a moderately roughened surface.
By thus reducing the friction coefficient, when the micro-
porous plastic film 1 (the microporous plastic film 1 before
being cut by the cutting unit 4) conveyed is wide, the
microporous plastic film 1 can be prevented from being
wrinkled.
[0069] As described above, the apparatus for manu-
facturing a microporous plastic film roll as the present
embodiment conveys the microporous plastic film 1 so
that the side of the microporous plastic film 1 opposite
the side being in contact with the conveying rollers 2 is
in a noncontact state, thereby reducing the creation of
pinholes 57 by foreign bodies stuck in the surface of the
conveying rollers 2 as compared to a case of using a
conventional nip roller. The film contact part of the con-
veying rollers 2 or the near roller 3 or all of these rollers
2, 3 to be in contact with the microporous plastic film 1
has a Vickers hardness of 100 to 2,000, thereby elimi-
nating a risk that sharp foreign bodies such as metallic
dust may stick in the film contact part and preventing
many pinholes 57 from being created periodically in the
microporous plastic film 1. The film contact part of the
conveying rollers 2 or the near roller 3 has an arithmetic
average roughness of 1.2 mm to 15 mm, thereby prevent-
ing the microporous plastic film 1 from meandering.
[0070] Thus, the apparatus for manufacturing a micro-
porous plastic film roll as the present embodiment can
reduce the occurrence of pinhole faults and convey the
microporous plastic film 1 favorably.
[0071] In particular, when all or a part of the conveying
rollers 2 and the near roller 3 to be in contact with the
microporous plastic film 1 is formed of metal or ceramics
and has an arithmetic average roughness of 1.2 mm to
15 mm, pinhole faults can also be prevented from occur-
ring even by the conveying rollers 2.
[0072] Although the preferable embodiment of the
present invention has been described, the present inven-
tion is not limited to the embodiment, and various modi-
fications may be made thereto.
[0073] In the present invention, as for the conveying
rollers 2B, 2C on the downstream side of the pinhole fault
detector 8 in the conveyance direction, the part to be in
contact with the microporous plastic film 1 may be a ma-
terial having appropriate roughness and Vickers hard-
ness and may be preferably metal or ceramics. This can
further reduce the risk of pinholes 57. For example, in
FIG. 1, because the conveying rollers 2B, 2C and the
near roller 3 are arranged on the downstream side of the
pinhole fault detector 8 in the conveyance direction, the
surface material of the conveying rollers 2B, 2C should
be metal or ceramics. Because of this, if the material of
the part of a roller on the upstream of the pinhole fault
detector 8, that is, for example, the conveying roller 2A
in FIG. 1 to be in contact with the microporous plastic film
1 is rubber, even when the pinhole 57 is created in that
part, the pinhole 57 can be detected by the pinhole fault
detector 8. Because of this, a product concern can be
excluded in a later inspection process, and insulation fail-
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ure faults can be prevented from occurring when incor-
porated into batteries or capacitors.
[0074] Although the above embodiment describes a
case using the near roller 3, the present invention may
use the touch roller 6 in place of the near roller 3 as
illustrated in FIG. 8.
[0075] The touch roller 6 is a unit for adjusting the
wound appearance of the film roll 12 in contact with the
microporous plastic film 1 more actively than the near
roller 3 by adjusting the amount of air accompanying be-
tween the film roll 12 and the microporous plastic film 1
by pressing high edges caused by sections at the edges
of the microporous plastic film 1.
[0076] Because the touch roller 6 presses the film roll
12 unlike the near roller 3, when there are sharp foreign
bodies such as metallic powder, the risk of the creation
of pinholes 57 increases momentarily. However, be-
cause the part of the touch roller 6 to be in contact with
the microporous plastic film 1 has definitely a Vickers
hardness of 100 to 2,000, foreign bodies such as metallic
powder do not stick in the touch roller 6, thereby prevent-
ing many pinholes 57 from being created periodically.
Because the arithmetic average roughness Ra of the
touch roller 6 is 1.2 mm to 15 mm, the microporous plastic
film 1 can be prevented from meandering. As a big dif-
ference between the touch roller 6 and a nip roller, both
are required to have certain flexibility in order to follow
deformation and film thickness variations, thereby mak-
ing a pressing force in the width direction uniform. For
this reason, as for the nip roller, either the conveying
roller or the nip roller is required to be formed of rubber.
Not the conveying roller connected to a driving system,
but the nip roller, which is easy to detach and easy to
maintain, is generally formed of rubber.
[0077] Because the touch roller 6 of the present inven-
tion presses the film roll 12 that winds the microporous
plastic film 1, rubber is unnecessary due to the flexibility
of the microporous plastic film 1. Because the material
having a Vickers hardness of 100 to 2,000 as described
above is used, many pinholes can be prevented from
being created periodically.
[0078] By making the near roller 3 movable and allow-
ing it to be used as the touch roller 6, the touch roller 6
can use the functions of both rollers selectively. In this
case, the roller functions as both the near roller 3 and
the touch roller 6, in which the surface of the touch roller
6 has definitely a Vickers hardness of 100 to 2,000.
[0079] FIG. 9 and FIG. 10 are illustrative diagrams il-
lustrating another modification of the apparatus for man-
ufacturing a microporous plastic film roll as the present
embodiment. As illustrated in FIG. 9 and FIG. 10, the
microporous plastic film 1 may be conveyed by conveying
rollers 2E in a wide manner to be wound as an interme-
diate product 14, be slit into a narrow width by the cutting
unit 4 at a rewinder as the latter process, and be conveyed
by a conveying roller 2D.

Examples

[0080] The following describes results of microporous
plastic film rolls for a secondary battery separator man-
ufactured by the above apparatus for manufacturing a
microporous plastic film roll.

[Example 1]

[0081] The polypropylene microporous plastic film 1
formed with through holes 10 as illustrated in FIG. 2 and
FIG. 3 by a biaxial stretching process after controlling a
crystal structure of polypropylene was conveyed by a
conveyance system having the pinhole fault detector 8
as illustrated in FIG. 1 and was wound continuously on
the winding core 5 to manufacture the microporous plas-
tic film roll 12. The air permeability of the microporous
plastic film 1 was measured while passing 100 ml of air
using a B type Gurley tester stipulated in Japanese In-
dustrial Standards JIS P8117 at a temperature of 23°C
and a humidity of 65%, and the result was 300 seconds.
The cutting unit 4 of the shear-cutting type was arranged
at some midpoint in the conveyance system to cut the
microporous plastic film 1 into a width of 50 mm. The
thickness of the microporous plastic film 1 was 30 mm.
[0082] Although not illustrated in FIG. 1, the conveying
rollers 2 and the near roller 3 are all coupled to a belt and
are rotatingly driven with their speeds controlled by a
motor.
[0083] With a conveyance speed of 100 m/minute and
a tension of 20 N/m, winding was performed while cutting
into the above width at every winding length of 1,000 m.
[0084] The conveyance system did not include any nip
roller, and the material of the part of the conveying rollers
2 and the near roller 3 to be in contact with the micropo-
rous plastic film 1 was ethylene propylene rubber (EP-
DM). The rubber showed no indentation by a Vickers
hardness meter, and it was determined that its Vickers
hardness was less than 100. As for a wrinkle removing
unit, a wrinkle removing roller "Miravo Roll" manufactured
by Mitsuhashi Corporation was used as the conveying
roller 2C. The roller was brought into contact with the
microporous plastic film 1 over the full width, and the
material of the part to be in contact therewith was EPDM
like the other conveying rollers.
[0085] FIG. 11 lists the roller material and surface
roughness of the part to be in contact with the micropo-
rous plastic film 1 and the presence or absence of the
use of the wrinkle removing unit 19.

[Example 2]

[0086] The material of the part of all the conveying roll-
ers 2 including the conveying roller 2C and the near roller
3 to be in contact with the microporous plastic film 1 was
metal made of hard chromium plating (hereinafter HCr).
The Vickers hardness of the contact part of the near roller
3 was measured with a test load of 2 N based on Japa-
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nese Industrial Standards JIS Z2244, and the result was
a value of 1,000. As for the surface roughness of the
contact part (metallic surface) of the near roller 3, the
arithmetic average roughness Ra was determined based
on Japanese Industrial Standards JIS B0601 (2001) by
a contact type surface roughness measurement machine
manufactured by Mitutoyo Corporation with a probe ma-
terial of diamond, a probe tip radius of 2 mm, and a meas-
urement force of 0.75 mN, and the result was 0.9 mm.
The Vickers hardness of the HCr part was measured by
a measurement method described in JIS Z2244 (2009),
and the result was 800. The wrinkle removing unit 19
illustrated in FIG. 1 was not used. The combination of
these conditions is listed in FIG. 11.

[Example 3]

[0087] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at
the same speed and tension conditions. The conveying
roller 2C had many grooves on its surface and was a
suction roller with its inside sucked by a blower. The suc-
tion pressure was -5 kPa. The material of the other con-
veying rollers 2 and the near roller 3 was HCr, and its
arithmetic average roughness Ra was 0.9 mm like Ex-
ample 2. The combination of these conditions is listed in
FIG. 11.

[Example 4]

[0088] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
the conveying roller 2C and the near roller 3 on the down-
stream of the cutting unit 4 was HCr, and its arithmetic
average roughness Ra was 1.3 mm. The material of the
conveying rollers 2 on the upstream of the cutting unit 4
was Hcr, and its arithmetic average roughness Ra was
0.9 mm. The combination of these conditions is listed in
FIG. 11.

[Example 5]

[0089] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
the conveying roller 2C and the near roller 3 on the down-
stream of the cutting unit 4 was HCr, and its arithmetic
average roughness Ra was 10 mm, whereas the material
of the conveying rollers 2 on the upstream of the cutting
unit 4 was Hcr, and its arithmetic average roughness Ra
was 0.9 mm. The combination of these conditions is listed
in FIG. 11.

[Example 6]

[0090] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at

the same speed and tension conditions. The arithmetic
average roughness Ra of the conveying roller 2C and
the near roller 3 on the downstream of the cutting unit 4
was 3 mm, whereas the arithmetic average roughness
Ra of the conveying rollers 2 on the upstream of the cut-
ting unit 4 was 0.9 mm. The combination of these condi-
tions is listed in FIG. 11.

[Example 7]

[0091] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
the conveying rollers 2B, 2C and the near roller 3 on the
downstream of the pinhole fault detector 8 was metal
made of HCr, and its arithmetic average roughness Ra
was 3 mm. The material of the surfaces of all the rollers
on the upstream of the pinhole fault detector 8 was rub-
ber. The combination of these conditions is listed in FIG.
11.

[Example 8]

[0092] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
all the conveying rollers 2 and the near roller 3 was HCr,
and its arithmetic average roughness Ra was 3 mm like
Example 6. The combination of these conditions is listed
in FIG. 11.

[Example 9]

[0093] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
all the conveying rollers 2 and the near roller 3 was HCr
like Example 8, and its arithmetic average roughness Ra
was 3 mm. The wrinkle removing unit 19 to be in contact
with only both edges of the microporous plastic film 1
was used. The combination of these conditions is listed
in FIG. 11.

[Example 10]

[0094] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 8 at
the same speed and tension conditions. The material of
the part of the touch roller 6 to be in contact with the
microporous plastic film 1 was metal made of HCr, and
its arithmetic average roughness Ra was 0.9 mm. The
material of all the conveying rollers 2 was HCr, and its
arithmetic average roughness Ra was 3 mm. In addition,
the wrinkle removing unit 19 to be in contact with only
both edges of the microporous plastic film 1 was used.
The combination of these conditions is listed in FIG. 11.
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[Example 11]

[0095] The same microporous plastic film 1 as Exam-
ple 1 was wound by the conveyance system in FIG. 8 at
the same speed and tension conditions. The material of
the part of the touch roller 6 to be in contact with the
microporous plastic film 1 was metal made of HCr. The
material of all the conveying rollers 2 was EPDM. The
wrinkle removing unit made of rubber was used like Ex-
ample 1.

[Comparative Example 1]

[0096] The same microporous plastic film as Example
1 was wound by a conveyance system with a nip roller
installed in a part of the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
the part of the near roller and the conveying rollers to be
in contact with the microporous plastic film was EPDM
rubber. In addition, Miravo Roll to be in contact with the
full width of the microporous plastic film was used as the
conveying rollers. The combination of these conditions
is listed in FIG. 11.

[Comparative Example 2]

[0097] The same microporous plastic film as Example
1 was wound by a conveyance system with a nip roller
installed in a part of the conveyance system in FIG. 1 at
the same speed and tension conditions. The material of
the part of the near roller and the conveying rollers to be
in contact with the microporous plastic film was metal
made of hard chromium plating (HCr), and its arithmetic
average roughness Ra was 3 mm. The combination of
these conditions is listed in FIG. 11.
[0098] FIG. 11 lists results of microporous plastic film
rolls for a secondary battery separator manufactured as
Examples and Comparative Examples.
[0099] As for a method for determining "pinholes", a
case in which a plurality of pinholes whose external di-
mension exceeded 50 mm optically detected by the pin-
hole fault detector 8 were present within a winding length
of 200 mm was determined as "x," a case in which al-
though no plurality of pinholes were present within 200
mm, any pinhole was detected during winding was de-
termined as "O," and a case in which there was no pinhole
was determined as "(."
[0100] As for a method for determining "insulation fail-
ure", only the film rolls determined as "s" by the pinhole
inspection among the wound film rolls were selected, and
a voltage was applied with 2 m apart on the surface layer
thereof. A case in which discharge accompanied by a
voltage of 1 kV or more when a current reached 50 mA
was observed in three rolls or more among 10 rolls was
determined as "x," a case in which the discharge was
observed with a frequency of 3 rolls or less among 10
rolls was determined as "O," and other cases were de-
termined as "(."

[0101] As for a method for determining "wrinkles" a
case in which any wrinkle was observed in a wound film
roll was determined as "3," and other cases were deter-
mined as "(."
[0102] As for a method for determining "meandering,"
a case in which the edge face of a wound film roll was
not aligned over the entire periphery and a case in which
there was quantitatively a disorder of 0.5 mm or more
were determined as "x," a case in which there was a
disorder of less than 0.5 mm was determined as "s," and
other cases were determined as "(."
[0103] As listed in FIG. 11, although Example 1 pro-
duced a few pinholes because the surface of the con-
veying rollers 2 and the near roller 3 was rubber, the
amount was reduced to a minimum due to the absence
of a nip roller. Although a few wrinkles were observed
because of the absence of the wrinkle removing unit, and
a little meandering was observed because the roughness
of the metal part of the surface of the near roller 3 was a
little low, the appearance of the wrinkles was within tol-
erable limits.
[0104] Example 2 eliminated pinhole faults and was
favorable in the number of insulation failure faults, be-
cause the conveying rollers 2 and the near roller 3 were
metal. Meandering occurred, because the roughness of
the film contact part (metallic part) was low.
[0105] Example 3 improved in reducing meandering
by using the suction roller.
[0106] Example 4 improved in reducing meandering
without a suction roller by increasing the roughness of
the conveying roller 2C and the near roller 3 on the down-
stream of the cutting unit 4.
[0107] Example 5 eliminated meandering by optimiz-
ing the roughness of the conveying roller 2C and the near
roller 3.
[0108] Example 6 eliminated meandering because of
the roughness of the conveying roller 2C and the near
roller 3 being in the optimum range.
[0109] Although Example 7 produced a few pinholes
because of the conveying rollers 2 and the near roller 3
on the downstream of the pinhole fault detector 8 being
metal, the produced pinholes were excluded, and insu-
lation failure was able to be excluded. The roughness
was in the optimum range, and meandering was elimi-
nated.
[0110] Example 8 eliminated meandering because of
the roughness of all the conveying rollers being in the
optimum range.
[0111] Examples 9 and 10 achieved all of wrinkle pre-
vention, and prevention of pinholes and insulation failure
faults as a result of using the wrinkle removing unit that
is in contact with only the edges of the film in place of the
rubber wrinkle removing unit. Example 10 in particular,
in which the near roller 3 was advanced to be used as
the touch roller, showed no increase in pinholes and was
favorable in insulation failure faults.
[0112] Example 11 produced a few pinholes, because
rubber was used for the conveying rollers like Example
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1. However, the creation of pinholes was reduced to a
minimum, because the metallic touch roller 6 was used,
and a nip roller was not used like Example 10.
[0113] Comparative Example 1 produced many pin-
holes due to the conveyance system including the con-
ventional nip roller and rubber rollers.
[0114] Comparative Example 2 produced many pin-
holes like Comparative Example 1 due to the nip roller,
although the material of the conveying rollers and the
near roller was metal.
[0115] Thus, the present invention can manufacture a
microporous plastic film roll excellent in insulating per-
formance suitable to separators for secondary batteries
without concern for wrinkles and meandering.

Industrial Applicability

[0116] Without being limited to separators for second-
ary batteries, the present invention can be widely applied
to, but not limited to, fields in which microporous plastic
films can be used with strictly designed air permeability
resistance such as separators for capacitors, other insu-
lator films, and separation membranes.

Reference Signs List

[0117]

1 Microporous plastic film
12 Microporous plastic film roll
13 Separator
14 Intermediate product
19 Wrinkle removing unit
2 Conveying roller
2A Conveying roller
2B Conveying roller
2C Conveying roller
22 Metallic surface coating
23 Roller base material
3 Near roller
4 Cutting unit
5 Winding core
6 Touch roller
7 Driving source
8 Pinhole fault detector
9 Fibril
10 Through hole
51 Lithium-ion secondary battery
54 Positive electrode
55 Negative electrode
56 Accompanying air
57 Pinhole
A Conveyance direction
B Film thickness direction
C Air lubricating part
D Contact region
L Film air travel distance

Claims

1. An apparatus for manufacturing a microporous plas-
tic film roll by conveying a plastic film having micro-
pores by conveying rollers and then winding the plas-
tic film in a roll shape while being brought close to a
near roller or being brought into contact with a touch
roller, wherein
a part of the touch roller to be in contact with the
plastic film has a Vickers hardness of 100 to 2,000,
and
the plastic film is conveyed so that a side of the plastic
film opposite the side being in contact with the con-
veying rollers is in a noncontact state in a range being
in contact with the conveying rollers.

2. The apparatus for manufacturing a microporous
plastic film roll according to claim 1, wherein a film
contact part of one or more of at least one of the
conveying rollers and the near roller to be in contact
with the plastic film has a Vickers hardness of 100
to 2,000 and an arithmetic average roughness Ra of
1.2 mm to 15 mm.

3. The apparatus for manufacturing a microporous
plastic film roll according to claim 1 or 2, wherein a
film contact part of one or more of at least one of the
conveying rollers and the near roller to be in contact
with the plastic film has on a surface thereof grooves
whose width is 0.5 to 3 mm and has a Vickers hard-
ness of 100 to 2,000.

4. The apparatus for manufacturing a microporous
plastic film roll according to any one of claims 1 to
3, comprising a pinhole fault detector that detects a
pinhole in a plastic film conveyed, wherein
a film contact part of at least one of the conveying
rollers, the near roller, and the touch roller on a down-
stream side of the pinhole detector in a conveyance
direction to be in contact with the plastic film has an
arithmetic average roughness of 1.2 mm to 15 mm
and has a Vickers hardness of 100 to 2,000.

5. The apparatus for manufacturing a microporous
plastic film roll according to any one of claims 2 to
4, wherein the film contact part is of metal or ceram-
ics.

6. The apparatus for manufacturing a microporous
plastic film roll according to any one of claims 1 to
5, further comprising a wrinkle removing unit that is
in contact with only edges of the plastic film conveyed
to remove wrinkles formed on the plastic film in a
conveyance process.

7. The apparatus for manufacturing a microporous
plastic film roll according to any one of claims 1 to
5, further comprising a wrinkle removing unit that is
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in contact with a full width of the plastic film conveyed
to remove wrinkles formed on the plastic film in a
conveyance process, wherein
a part of the wrinkle removing unit to be in contact
with the plastic film is of metal.

8. A method for manufacturing a microporous plastic
film roll, comprising:

conveying a plastic film having micropores
whose air permeability is 10 to 1,000 sec-
onds/100 ml by conveying rollers; and
winding, after the conveying, the plastic film in
a roll shape while being brought close to a near
roller or being brought into contact with a touch
roller, wherein
a part of the touch roller to be in contact with the
plastic film has a Vickers hardness of 100 to
2,000, and
the plastic film is conveyed so that a side of the
plastic film opposite the side being in contact
with the conveying rollers is in a noncontact state
in a range being in contact with the conveying
rollers.

9. The method for manufacturing a microporous plastic
film roll according to claim 8, wherein a film contact
part of one or more of at least one of the conveying
rollers and the near roller to be in contact with the
plastic film has a Vickers hardness of 100 to 2,000
and an arithmetic average roughness of 1.2 mm to
15 mm.
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