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(54) SECONDARY BATTERY ELECTRODE PRODUCTION SYSTEM

(57) The present invention relates to a secondary
battery electrode production system. The secondary
electrode production system according to the present in-
vention comprises: an unwinding portion (100) having
multiple electrode material supply reels so as to contin-
uously supply an electrode material; a notching portion
(200) disclosed on a path of movement of the electrode
material supplied from the unwinding portion (100); a cut-
ting portion (400) disposed on the path of movement of
the electrode material supplied from the notching portion
(200) so as to generate the electrode; a vision inspection
portion (600) for confirming whether the electrode is ac-
ceptable or not; and an electrode discharge portion (800)
comprising a magazine for aligning and storing the elec-
trode while interworking with the vision inspection por-
tion. The notching portion (200) comprises: a mold upper
plate (201) disposed above the electrode material; a mold
lower plate (202) disposed below the electrode material;
and a driving portion (203) connected to the mold upper
plate (201) and the mold lower plate (202), respectively,
the driving portion (203) comprising a servomotor and a
power transfer member for transferring power from the
servomotor to the mold upper plate (201) and the mold
lower plate (202), thereby simultaneously operating the
mold upper plate (201) and the mold lower plate (202)
upwards/downwards. Accordingly, an electrode tab can
be formed by notching the electrode material.
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Description

Technical Field

[0001] The present invention relates to a secondary
battery electrode production system, and more particu-
larly, to a secondary battery electrode production system
capable of improving productivity of a secondary battery
electrode.

Background Art

[0002] In general, a chemical battery refers to a battery
composed of a positive electrode, a negative electrode,
and an electrolyte to thus generate electrical energy us-
ing a chemical reaction, and is classified into a primary
battery, which is disposable, and a secondary battery,
which is chargeable and dischargeable, thus enabling
repeated use.
[0003] Meanwhile, the use of a secondary battery is
gradually increasing due to the advantage of its charge-
able and dischargeable characteristic. Among such sec-
ondary batteries, a lithium secondary battery has high
energy density per unit weight, and thus is widely used
as a power source in electronic communication devices
and in high-power hybrid vehicles.
[0004] In addition, electrodes used in such a secondary
battery are used as positive and negative electrodes of
the battery, and are used to electrically connect the bat-
tery to the outside of the battery.
[0005] Here, the electrodes are produced through a
process of notching and cutting an electrode material on
which electrode tabs are formed at regular intervals. The
cut electrodes are loaded and stored in a magazine. In
order to store the electrodes in the magazine, it is nec-
essary to attract the cut electrodes and transfer them to
the magazine.
[0006] As such, the process of producing electrodes
of the secondary battery through notching and cutting an
electrode material proceeds successively, and there is a
great need to improve productivity in the notching proc-
ess and the process of discharging the electrodes to the
magazine.
[0007] In addition, electrodes used in such a secondary
battery are used as positive and negative electrodes of
the battery, and are used to electrically connect the bat-
tery to the outside of the battery.
[0008] Here, the electrodes are produced through a
process of notching and cutting an electrode material on
which electrode tabs are formed at regular intervals. The
cut electrodes are loaded and stored in a magazine. In
order to store the electrodes in the magazine, it is nec-
essary to attract the cut electrodes and transfer them to
the magazine.
[0009] As such, the process of producing electrodes
of the secondary battery through notching and cutting an
electrode material proceeds successively, and there is a
great need to improve productivity in the notching proc-

ess and the process of discharging the electrodes to the
magazine.
[0010] (Patent Document 1) Korean Registered Patent
Publication No. KR 10-1271492 (30 May 2013)

Technical Problem

[0011] The present invention has been made to solve
the foregoing problems of the prior art and therefore an
object of the invention is to provide a secondary battery
electrode production system capable of improving pro-
ductivity by operating a mold in an upward and downward
manner during a notching process and including an elec-
trode discharge portion including a plurality of maga-
zines.

Technical Solution

[0012] A secondary battery electrode production sys-
tem for producing a secondary battery electrode accord-
ing to an embodiment of the present invention includes:
an unwinding portion 100 having multiple electrode ma-
terial supply reels so as to continuously supply an elec-
trode material; a notching portion 200 disclosed on a path
of movement of the electrode material supplied from the
unwinding portion 100; a cutting portion 400 disposed on
the path of movement of the electrode material supplied
from the notching portion 200 so as to generate the elec-
trode; a vision inspection portion 600 for confirming
whether the electrode is acceptable or not; and an elec-
trode discharge portion 800 including a magazine for
aligning and storing the electrode while interworking with
the vision inspection portion, wherein the notching por-
tion 200 includes: a mold upper plate 201 disposed above
the electrode material; a mold lower plate 202 disposed
below the electrode material; and a driving portion 203
connected to the mold upper plate 201 and the mold lower
plate 202, respectively, the driving portion 203 compris-
ing a servomotor and a power transfer member for trans-
ferring power from the servomotor to the mold upper plate
201 and the mold lower plate 202, thereby simultaneous-
ly operating the mold upper plate 201 and the mold lower
plate 202 upwards/downwards. Accordingly, an elec-
trode tab can be formed by notching the electrode ma-
terial.
[0013] In the secondary electrode production system
according to an embodiment of the present invention, a
line position control (LPC) sensor for detecting an elec-
trode coating line for a notching process formed on the
electrode material supplied from the unwinding portion
may be provided to adjust positions of the multiple elec-
trode material supply reels.
[0014] The secondary electrode production system ac-
cording to an embodiment of the present invention may
include an LPC meandering control means for detecting
the electrode coating line for a notching process formed
on the electrode material supplied from the unwinding
portion and an edge of the electrode tab formed by the
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notching portion, thereby allowing the electrode material
to move along the predetermined path of movement.
[0015] The LPC meandering control means may in-
clude the LPC sensor disposed between the unwinding
portion and the notching portion and configured to detect
the electrode coating lines for a notching process formed
on the electrode material supplied from the unwinding
portion, a plurality of guide rollers for guiding the elec-
trode material to move along the predetermined path of
movement, and a dancer roll which is moved left and
right by a horizontal cylinder so as to interact with the
plurality of guide rollers to adjust tension of the electrode
material.
[0016] In the secondary electrode production system
according to an embodiment of the present invention,
when the dancer roll is moved by an operation of the
horizontal cylinder and thus a distance between the danc-
er roll and the plurality of guide rollers is adjusted, a dis-
tance the electrode member travels through the plurality
of guide rollers may be adjusted, thereby controlling the
tension of the electrode material continuously supplied.
[0017] The dancer roll may be disposed at a rear end
of the LPC meandering control means 300 in the case
of a material requiring reactivity of the electrode material,
and may be installed at a front end of the LPC meandering
control means 300 in the case of a material which prior-
itizes meandering of the electrode material.
[0018] The electrode discharge portion 800 may have
a plurality of magazines for aligning and storing the ac-
ceptable secondary battery electrodes while interworking
with the vision inspection portion 600, and the plurality
of magazines may be automatically replaced with each
other to store the acceptable electrodes without stopping
the electrode production system.
[0019] The plurality of magazines constituting the elec-
trode discharge portion 800 may include a first magazine
and a second magazine in a two-row structure, and each
of the first and second magazines may include a push
portion for discharging the acceptable secondary battery
electrode determined and supplied by the vision inspec-
tion portion 600 to a lower side; a loading magazine in
which the acceptable electrode discharged by the push
portion is loaded; and a magazine conveyor for transfer-
ring the loading magazine in a direction perpendicular to
a supply direction of the acceptable electrode.
[0020] In the electrode discharge portion 800, a pre-
determined number of the acceptable secondary battery
electrodes may be loaded into the loading magazine of
the first magazine that is moved by the magazine con-
veyor to a position where the acceptable secondary bat-
tery electrodes discharged to the lower side by the push
portion can be loaded, and when a predetermined
number of the acceptable electrodes are loaded into the
loading magazine of the first magazine in a state where
the second magazine is on standby, the second maga-
zine may be moved by the magazine conveyor to a po-
sition where the acceptable electrodes discharged to the
lower side by the push portion can be loaded and the first

magazine may be moved by the magazine conveyor to
a position where the corresponding loading magazine is
replaced with a new magazine, such that the first and
second magazines are automatically replaced with each
other in order to store the acceptable electrodes without
interrupting production of the secondary battery elec-
trodes, and thereby the acceptable electrodes may be
loaded into a corresponding loading magazine of the sec-
ond magazine and the first magazine may be provided
with the new magazine and be on standby.

Advantageous Effects

[0021] As described above, the present invention has
an effect of providing a secondary battery electrode pro-
duction system capable of improving productivity by op-
erating a mold in an upward and downward manner dur-
ing a notching process and including an electrode dis-
charge unit having a plurality of magazines.
[0022] In addition, in the present invention, in the case
of a material requiring reactivity of the electrode material,
a dancer roll is disposed at the rear end of a line position
control (LPC) meandering control means, and in the case
of a material that prioritizes meandering of the electrode
material, the dancer roll is installed at the front end of the
LPC meandering control means. Thus, there is an effect
of increasing productivity by actively dealing with each
electrode material.
[0023] Further, in the present invention, an electrode
discharge portion having a plurality of magazines is in-
cluded, whereby the production process of secondary
battery electrodes is prevented from being interrupted
during the replacement of magazine, and thus it is pos-
sible to produce secondary battery electrodes at high
speed.

Description of Drawings

[0024]

FIG. 1 is a front view of a secondary battery electrode
production system for according to an embodiment.
FIG. 2 is a schematic perspective view of an unwind-
ing portion of FIG. 1.
FIG. 3 is a schematic plan view of the unwinding
portion of FIG. 1.
FIG. 4A is a schematic diagram illustrating a first
embodiment of the notching portion shown in FIG. 1.
FIG. 4B is a schematic diagram illustrating a second
embodiment of the notching portion shown in FIG. 1.
FIG. 4C is a schematic diagram illustrating a line
position control (LPC) meandering control means
shown in FIG. 1.
FIG. 5 is a front cross-sectional view of a cutting por-
tion of FIG. 1.
FIG. 6 is a schematic diagram illustrating a feeding
conveyor electrode tab sensing member of the cut-
ting portion of FIG. 1.
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FIG. 7 is a schematic diagram illustrating an elec-
trode tab sensing member of the cutting portion of
FIG. 1.
FIG. 8 is a schematic diagram showing a tab guide
member of the cutting portion of FIG. 1.
FIG. 9 is a schematic diagram illustrating a receiving
conveyor of the cutting portion of FIG. 1.
FIG. 10 is a schematic diagram illustrating a cleaning
portion of FIG. 1.
FIG. 11 is a schematic diagram illustrating an elec-
trode discharge portion of FIG. 1.

Mode for Invention

[0025] Hereinafter, preferred embodiments of the
present invention will be described in detail with refer-
ence to the accompanying drawings.
[0026] The invention may, however, be embodied in
many different forms and should not be construed as
being limited to the embodiments set forth herein; rather
these embodiments are provided so that this disclosure
will be thorough and complete, and will fully convey the
concept of the invention to one of ordinary skill in the art.
[0027] The terminology used herein is for the purpose
of describing particular embodiments only and is not in-
tended to be limiting of the present invention.
[0028] As used herein, the singular forms "a," "an" and
"the" are intended to include the plural forms as well,
unless the context clearly indicates otherwise. It will be
further understood that the terms "comprises" and/or
"comprising" used herein specify the presence of stated
features, integers, steps, operations, members, compo-
nents, and/or groups thereof, but do not preclude the
presence or addition of one or more other features, inte-
gers, steps, operations, members, components, and/or
groups thereof. As used herein, the term "and/or" in-
cludes any and all combinations of one or more of the
associated listed items.
[0029] It will be understood that, although the terms
first, second, third, etc., may be used herein to describe
various elements, components, regions, layers and/or
sections, these elements, components, regions, layers
and/or sections should not be limited by these terms.
These terms are only used to distinguish one element,
component, region, layer or section from another region,
layer or section. Thus, a first element, component, region,
layer or section discussed below could be termed a sec-
ond element, component, region, layer or section without
departing from the teachings of the present invention.
[0030] Embodiments of the present invention are de-
scribed herein with reference to drawings that are sche-
matic illustrations of idealized embodiments of the inven-
tion. As such, variations from the shapes of the drawings
as a result, for example, of manufacturing techniques
and/or tolerances, are to be expected. Thus, embodi-
ments of the invention should not be construed as limited
to the particular shapes of regions illustrated herein but
are to include deviations in shapes that result, for exam-

ple, from manufacturing.
[0031] A secondary battery electrode production sys-
tem according to the present invention is an apparatus
for automatically and continuously producing electrodes
used for a secondary battery.
[0032] FIG. 1 is a front view of a secondary battery
electrode production system for according to an embod-
iment.
[0033] FIG. 1 is a front view of a secondary battery
electrode production system for according to an embod-
iment.
[0034] As illustrated in FIG. 1, the secondary battery
electrode production system according to an embodi-
ment is a system including an unwinding portion 100, a
notching portion 200, a feeding portion 250, a cutting
portion 400, a cleaning portion 500, a vision inspection
portion 600, and a discharge portion 700, wherein when
an electrode material S formed as a horizontally-elongat-
ed strip-shaped metal plate is supplied from the unwind-
ing portion 100 on an inlet side, electrode tabs Sb are
formed on the electrode material S by the notching por-
tion 200, the electrode material (S) on which the electrode
tabs (Sb) are formed is automatically cut to the required
size for a product through the cutting portion, so that in-
dividual electrodes Sa for a secondary battery are pro-
duced through the discharge portion 700 on an outlet
side, and thereafter the individual electrodes Sa are au-
tomatically aligned and loaded in a magazine provided
in the discharge portion 700. Here, the horizontally elon-
gated strip-shaped metal plate formed as the electrode
material S may be formed of copper when a battery using
a negative electrode is produced, and may be formed of
aluminum when a battery using a positive electrode is
produced.
[0035] FIG. 2 is a schematic perspective view of the
unwinding portion of FIG. 1, and FIG. 3 is a schematic
plan view of the unwinding portion of FIG. 1.
[0036] As shown in FIGS. 1 to 3, the unwinding portion
100 continuously supplies an electrode material S formed
as a strip-shaped metal plate.
[0037] The unwinding portion 100 includes a plurality
of electrode material supply reels and a servo motor 103
to continuously supply the electrode material S from the
plurality of electrode material supply reels.
[0038] The plurality of electrode material supply reels
each wind and store the electrode material S in the form
of a roll, and are composed of a first electrode material
supply reel 101a and a second electrode material supply
reel 101b. In addition, the plurality of electrode material
supply reels may be configured as two or more reels as
necessary.
[0039] The servo motor 103 drives each of the first and
second electrode material supply reels 101a and 101b
so that the stored electrode material S is supplied.
[0040] In addition, the unwinding portion 100 further
includes a mechanical chuck 105, a frame 107, a linear
motion (LM) guide block 109, and a servo motor 111 for
an LM guide block to adjust the positions of the first and
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second electrode material supply reels 101a and 101b
according to the size of the secondary battery electrode.
[0041] In this case, the frame 107 supports the first and
second electrode material supply reels 101a and 101b.
In addition, the LM guide block 109 is driven by the servo
motor 111 for the LM guide block to move the frame 107
back and forth around a rotational axis of the mechanical
chuck 105. Further, the servo motor 111 for the LM guide
block applies forward or reverse rotational force to drive
the LM guide block 109. In addition, the electrode material
S is wound in the form of a roll on each of the first and
second electrode material supply reels 101a and 101b
by the rotation of the mechanical chuck 105 driven by
the servo motor 103.
[0042] In addition, the unwinding portion 100 drives the
servo motor 103 to continuously supply the electrode ma-
terial S of the second electrode material supply reel 101b,
and the first electrode material supply reel 101a is on
standby for use as a back-up supply. When all of the
electrode material (S) of the second electrode material
supply reel 101b is supplied, the unwinding portion 100
replaces the supplied electrode material (S) to continu-
ously supply the electrode material S of the first electrode
material supply reel 101a. The second electrode material
supply reel 101b, which winds and stores again the elec-
trode material S, is on standby for use as a back-up sup-
ply.
[0043] In addition, the unwinding portion 100 includes
a first guide roller 121a, a second guide roller 121b, a
first suction plate 131a and a second suction plate 131b,
and a first electrode material exhaustion sensor 141a,
and a second electrode material exhaustion sensor 141b,
and sequentially cuts and bonds the corresponding elec-
trode material according to the sensing of the first and
second electrode material exhaustion sensors 141a and
141b, so that the electrode material supplied is automat-
ically replaced without stopping the electrode production
system, thereby enabling the immediate continuous sup-
ply of the electrode material. Here, shown reference nu-
meral 151 denotes a guide roller that guides the electrode
material S supplied from the unwinding portion 100 to
move along a predetermined path of movement.
[0044] The first guide roller 121a guides the electrode
material S supplied from the first electrode material sup-
ply reel 101a to move along a predetermined path of
movement. In addition, the second guide roller 121b
guides the electrode material S supplied from the second
electrode material supply reel 101b.
[0045] The unwinding portion 100 automatically re-
places the supplied electrode material through unwinder
automatic slicing, thereby immediately and continuously
supplying the electrode material S. However, the present
invention is not limited thereto, and the electrode material
may be manually replaced. The unwinding portion 100
may include a clamping means that automatically fixes
an end of the electrode material S during the replacement
of the electrode material S. Here, the unwinding portion
100 may not include the clamping means, but, instead,

may include, although not illustrated, a supply buffer por-
tion (not shown) to continue to consistently supply the
electrode material S when the electrode material is au-
tomatically replaced (when unwinder automatic splicing
is performed). In this case, the supply buffer portion may
be, for example, a meandering control means that in-
cludes a plurality of guide rollers for guiding the electrode
material S to move in a meandering fashion and is thus
configured to guide the electrode material S to move
along a predetermined path of movement.
[0046] The electrode material is wound around the
guide rollers by adjusting the positions and number of
guide rollers and the electrode material to be supplied to
the next stage is adjusted to have an extra length, so that
the electrode material can be replaced without affecting
the electrode material supplied to the next stage during
the replacement.
[0047] In addition, the unwinding portion 100 may in-
clude a means disposed on an upper part of the rear side
thereof for guiding the electrode material S supplied from
the plurality of electrode material supply reels to move
along a predetermined path of movement, and for ad-
justing tension of the electrode material S. Additionally,
the unwinding portion 100 may apply punching oil to an
electrode material for a positive electrode of a battery.
Further, the unwinding portion 100 is provided with a
guide roll to move the electrode material S.
[0048] FIG. 4A is a schematic diagram illustrating a
first embodiment of the notching portion shown in FIG.
1. As shown in FIGS. 1 and 4A, the notching portion 200
includes a mold upper plate 201, a mold lower plate 202,
a notching servo motor 221 for moving the mold upper
plate 201 upwards and downwards, and a mold fixing
lower plate 205 to which the mold lower plate 202 is
mounted. Here, the notching servo motor 221 may be
disposed to be higher than the mold fixing lower plate
205 in order to move the mold upper plate 201 up and
down through the crankshaft 231 relative to the mold fix-
ing lower plate 205 to which the mold lower plate 202 is
fixed.
[0049] As described above, in the secondary battery
electrode production system according to an embodi-
ment, the notching servo motor 221 drives only the mold
upper plate 201 to perform the notching process, and
thus the secondary battery electrode can be produced
at high speed as the notching process is easier than the
prior art in which a notching servo motor drives the entire
heavy mold fixing upper plate to which a mold upper plate
is mounted.
[0050] In addition, in the notching portion 200, the elec-
trode material S supplied from the unwinding portion 100
passes between the mold upper plate 201 and the mold
lower plate 202, and in the process of passing between
the plates, the notching servo motor 221 operates to
move the mold upper plate 201 downward and the elec-
trode material S is notched with respect to the mold lower
plate 202 of the mold fixing lower plate 205 to produce
an electrode tab Sb. Here, the notching portion 200 forms
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notches in the electrode material S at regular intervals
to form electrode tabs Sb protruding to one side.
[0051] Further, the notching portion 200 further in-
cludes a shank member that connects the mold upper
plate 201 and the notching servo motor 221. In this case,
although not illustrated, a noise-proof member, such as
urethane, is disposed in an inner portion of the shank
member 241. Due to this, when the mold upper plate 201
is moved up and down by the notching servo motor 221
and when the mold upper plate 201 is moved downward
and the electrode material S is notched, occurrence of
noise in the notching portion 200 is prevented by the
noise-proof member.
[0052] The feeding portion 250 continuously moves
the electrode material S in a tractive manner in which the
electrode material S with the electrode tab Sb formed
thereon traveling through the notching portion 200 is con-
tinuously drawn, thereby continuously supplying the
electrode material S with the electrode tab Sb formed
thereon at the rear of the notching portion 200.
[0053] FIG. 4B is a schematic diagram illustrating a
second embodiment of the notching portion shown in
FIG. 1.
[0054] According to the second embodiment of the
present invention, the notching portion 200 may include
a mold upper plate 201, a mold lower plate 202, and a
driving portion 203. With respect to the moving electrode
material S, the mold upper plate 201 is disposed above
the electrode material S and the mold lower plate 202 is
disposed below the electrode material S. The mold upper
plate 201 or the mold lower plate 202 may have a punch-
ing member disposed thereon. The punching member
may be rectangular, L-shaped, or C-shaped. Each of the
mold upper plate 201 and the mold lower plate 202 is
connected to the driving portion 203. The driving portion
203 may include the servo motor 221 described with ref-
erence to FIG. 4A and a power transfer member for trans-
ferring power from the servo motor 221 to the mold upper
and lower plates. The notching portion 200 may include
a gripper device that presses the electrode material S
when cutting the electrode material S.
[0055] In this case, the mold upper plate 201 and the
mold lower plate 202 move upward and downward, re-
spectively. When a second region S20 is aligned with the
mold upper plate 201 and the mold lower plate 202, the
mold upper plate 201 and the mold lower plate 202 move,
or any one of the mold upper plate 201 and the mold
lower plate 202 moves to form a notch N on the second
region.
[0056] That is, according to the second embodiment
of the present invention, the driving portion 203 is con-
nected to each of the mold upper plate 201 and the mold
lower plate 202 and includes the servo motor and the
power transfer member for transferring power from the
servo motor to the mold upper plate 201 and the mold
lower plate 202, thereby simultaneously operating the
mold upper plate 201 and the mold lower plate 202 up-
wards/downwards.

[0057] FIG. 4C is a schematic diagram illustrating a
line position control (LPC) meandering control means
shown in FIG. 1.
[0058] As shown in FIG. 4C, an LPC sensor 301 and
an LPC meandering control means 300 are disposed,
wherein the LPC sensor detects an electrode coating line
(not shown) for a notching process formed on the elec-
trode material S supplied from the unwinding portion 100
and adjusts the positions of the plurality of electrode ma-
terial supply reels 101a and 101b, and the LPC mean-
dering control means 300 aligns the position of the elec-
trode material S so that the electrode material S moves
along a predetermined path of movement.
[0059] That is, the LPC meandering control means 300
includes the LPC sensor 311 for detecting an electrode
coating line for a notching process formed on the elec-
trode material S, a plurality of guide rollers 310 for guiding
the electrode material S to move in a meandering man-
ner, and a dancer roll 320 which is moved left and right
by a horizontal cylinder so as to interact with the plurality
of guide rollers 310 to adjust the tension of the electrode
material S. Also, the LPC meandering control means 300
adjusts the position of the guide rollers 310 to guide the
electrode material (S) to move accurately along a prede-
termined path of movement.
[0060] At this time, in the case of a material requiring
reactivity of the electrode material, the dancer roll 320 is
preferably disposed at the rear end of the LPC meander-
ing control means 300, and in the case of a material that
prioritizes meandering of the electrode material, the
dancer roll 320 is preferably installed at the front end of
the LPC meandering control means 300.
[0061] FIG. 5 is a front cross-sectional view of the cut-
ting portion of FIG. 1. As shown in FIGS. 1 and 5, the
cutting portion 400 is provided to sequentially cut the
electrode material S with the electrode tab Sb formed
thereon and includes a frame 401, a servo motor 403 for
a cutting portion, and a cutting member 405.
[0062] The frame 401 is formed in an L shape to sup-
port the cutting member 405 formed on one side thereof.
Here, the servo motor 403 for the cutting portion is dis-
posed on the other side of the frame 401.
[0063] The servomotor 403 for the cutting portion is
fixed to the frame 401 to provide a forward or reverse
rotational force of a predetermined angle for driving a
cutting operation of the cutting member 405.
[0064] The cutting member 405 includes an upper cut-
ting portion blade 411 and a lower cutting portion blade
413, which are cutting portion means for forming a sec-
ondary battery electrode by cutting the electrode material
S on which the electrode tab Sb is formed, and an upper
gripper 415 which presses the electrode material S dur-
ing the cutting operation.
[0065] FIG. 6 is a schematic diagram illustrating a feed-
ing conveyor electrode tab sensing member of the cutting
portion of FIG. 1, FIG. 7 is a schematic diagram illustrat-
ing an electrode tab sensing member of the cutting por-
tion of FIG. 1, FIG. 8 is a schematic diagram showing a
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tab guide member of the cutting portion of FIG. 1, and
FIG. 9 is a schematic diagram illustrating a receiving con-
veyor of the cutting portion of FIG. 1.
[0066] In addition, the cutting portion 400 further in-
cludes a feeding conveyor 431, an electrode tab sensing
member 433, and a tab guide member 435.
[0067] As shown in FIGS. 6 to 9, the feeding conveyor
431 is disposed at the rear of the feeding unit 250, that
is, at the lower front side of the frame 401 such that the
electrode material S is supplied by passing through the
lower portion thereof.
[0068] In addition, the feeding conveyor 431 checks a
position of the electrode tab Sb according to a sensing
value of the electrode tab sensing member 433 and sup-
plies the electrode material S to the cutting member 405
at an accurate pitch. That is, the feeding conveyor 431
moves in accordance with the sensing value of the elec-
trode tab sensing member 433 and supplies the electrode
material S with the electrode tab Sb formed thereon to
the cutting member 405 at a supply speed synchronized
with the cutting speed of the cutting portion 400.
[0069] In addition, although not illustrated, the feeding
conveyor 431 includes an upper belt capable of be raised
by 9 mm to 11 mm and has a foreign matter collector
installed below an upper belt drive shaft.
[0070] The feeding conveyor 431 may include a first
conveyor 431a, a second conveyor 431b, and a driving
roller 431c.
[0071] The first conveyor 431a is disposed above the
second conveyor 431b. In addition, the second conveyor
431b is disposed below the first conveyor 431a. The first
conveyor 431a and the second conveyor 431b may be
disposed symmetrically with respect to the transfer di-
rection of the electrode material S.
[0072] The electrode material S is inserted between
the first conveyor 431a and the second conveyor 431b.
The inserted electrode material S is transferred to the
cutting member 405 through friction with the first convey-
or 431a and friction with the second conveyor 431b. The
driving roller 431c may include an upper driving roller
431ca and a lower driving roller 431cb. The upper driving
roller 431ca is in contact with the first conveyor 431a and
moves the first conveyor 431a. The lower driving roller
431cb is in contact with the second conveyor 431b and
moves the second conveyor 431b. The upper driving roll-
er 431ca and the lower driving roller 431cb may be dis-
posed symmetrically with respect to the transfer direction
of the electrode material S. Meanwhile, a separate clean-
ing device may be provided to clean the first conveyor
431a and the second conveyor 431b.
[0073] The cutting portion 400 may further include a
tension adjusting portion 450. The tension adjusting por-
tion 452 serves to adjust tension of the feeding conveyor
431. The tension adjusting portion 452 may include a
tension roller 452a and a driving portion 452b for moving
the tension roller 452a up and down. The tension adjust-
ing portion 452 may be disposed at each of an upper
portion of the first conveyor 431a and a lower portion of

the second conveyor 431b. The tension roller 452a is in
pressure contact with the first conveyor 431a. Here, the
tension roller 452a is disposed in such a manner that it
presses the first conveyor 431a from top to bottom. In
addition, the other tension roller 452a is in pressure con-
tact with the second conveyor 431b. Here, the tension
roller 452a is disposed in such a manner that it presses
the second conveyor 431b from top to bottom. The ten-
sion roller 452a may be a passive roller that is rotated by
friction with the first conveyor 431a or the second con-
veyor 431b. The driving portion 452b adjusts a vertical
position of the tension roller 452a so that the tension roller
452a presses the first conveyor 431a or the second con-
veyor 431b with a constant force.
[0074] The driving portion 452b may include a cylinder
driven pneumatically, hydraulically, or by motor. When
the tension of the first conveyor 431a or the second con-
veyor 431b is reduced, slip may occur between the first
conveyor 431a and the electrode material S, or between
the second conveyor 431b and the electrode material S.
An operator changes the position of the tension roller
452a through the tension adjusting portion 452 when the
tension of the first conveyor 431a or the second conveyor
431b is reduced. For example, when the tension roller
452 in contact with the first conveyor 431a is moved fur-
ther down than before, the pressing force of the tension
roller 452a to the first conveyor 431a is increased, so that
the tension of the first conveyor 431a is restored. In ad-
dition, when the tension roller 452a in contact with the
second conveyor 431b is moved further up than before,
the pressing force of the tension roller 452a to the second
conveyor 431b is increased, to that the tension of the
second conveyor 431b is restored.
[0075] The tension roller 452a may be positioned be-
tween the driving roller 431c and the cutting member 405
with respect to the transfer direction of the electrode ma-
terial S. In addition, the tension roller 452a may be dis-
posed in vicinity of the driving roller 431c. The tension
roller 452a that presses the first conveyor 431a and the
tension roller 452a that presses the second conveyor
431b may be disposed symmetrically with respect to the
transfer direction of the electrode material S.
[0076] As shown in FIGS. 6 and 7, the electrode tab
sensing member 433 may be a displacement sensor that
senses an edge of the electrode tab Sb formed by the
notching member 200.
[0077] As shown in FIGS. 7 and 8, the tab guide mem-
ber 435 guides the electrode tab Sb and has a sensing
groove 441 formed therein so that there is no interference
in sensing range with the electrode tab sensing member
433. In addition, the tab guide member 435 is disposed
to extend to the cutting member 405 so as to prevent the
occurrence of jamming in the cutting portion 400.
[0078] In addition, as shown in FIG. 9, the cutting por-
tion 400 further includes a receiving conveyor 451 which
is disposed on a lower rear side of the frame 401 and
supplies the secondary battery electrode Sa produced
by being cut by the cutting portion 400 to a vision inspec-
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tion portion 600.
[0079] In addition, the cutting portion 400 further in-
cludes a second supply adjusting portion which is dis-
posed at the rear of the feeding unit 250 and configured
to guide the electrode material S supplied to the cutting
portion 400 to move along a predetermined path of move-
ment and adjust tension of the electrode material S.
[0080] FIG. 10 is a schematic diagram illustrating a
cleaning portion of FIG. 1. As illustrated in FIG. 10, the
cleaning portion 500 includes a static electricity prevent-
ing member 501 for discharging static electricity of the
secondary battery electrode Sa, a suction member 503
for sucking in and discharging a foreign matter that is
separated from the second battery electrode Sa as the
static electricity is discharged by the static electricity pre-
venting member 501, and a foreign matter-passage pre-
venting member for preventing the passage of a foreign
matter that is not sucked in and discharged by the suction
member 503. Here, the foreign matter-passage prevent-
ing member 505 includes a baffle 511 and an air curtain
513.
[0081] In addition, the cleaning portion 500 configured
as described above is disposed at each of the upper and
lower portions of the secondary battery electrode Sa to
be moved and cleans foreign matters on the upper and
lower surfaces of the secondary battery electrode Sa.
[0082] The vision inspection portion 600 select elec-
trode products with excellent quality by detecting, from
an image, the quality of electrode products produced at
the rear of the cutting portion 400, that is, conducting a
vision inspection that photographs the appearance of the
secondary battery electrode Sa produced by the cutting
portion 400.
[0083] The vision inspection portion 600 includes a
camera that detects the quality of the secondary battery
electrode Sa from an image, and selects a secondary
battery electrode Sa with excellent quality by comparing
the image detected by the camera with a standard image.
[0084] In this case, when a defective electrode product
is detected, the vision inspection portion 600 provides an
electrical signal to a defect removal unit so that the de-
fective electrode is separated from a suction conveyor
700 and removed to the outside. The vision inspection
portion 600 corresponds to a conventional image inspec-
tion system, except that it operates in conjunction with
the suction conveyor portion 700, and thus a more de-
tailed description thereof will be omitted.
[0085] The suction conveyor portion 700 discharges
the defective electrode to the outside at the rear of the
vision inspection portion 600 in conjunction with the vi-
sion inspection portion 600, and moves a secondary bat-
tery electrode Sa of good quality to the subsequent proc-
ess.
[0086] FIG. 11 is a schematic diagram illustrating an
electrode discharge portion 800 of FIG. 1. As illustrated
in FIG. 11, the electrode discharge portion 800 receives
the secondary battery electrodes Sa of good quality
transferred from the rear of the suction conveyor portion

700 and aligns and stores them in a plurality of magazines
801.
[0087] Here, according to the inspection of the vision
inspection portion 600, the defective electrode is dis-
charged to the outside through a defective electrode tray
1000, and the secondary battery electrodes Sa of good
quality are stored in the plurality of magazines 801.
[0088] In addition, the electrode discharge portion 800
cooperates with the vision inspection portion 600. More-
over, the plurality of magazines 801 include a first mag-
azine 801a and a second magazine 801b in a two-row
structure. Further, the plurality of magazines 801 may be
configured as two or more magazines as necessary.
[0089] The first magazine 801a includes a push portion
811, a loading magazine 813, and a magazine conveyor
815.
[0090] The push portion 811 discharges the secondary
battery electrode Sa provided from the suction conveyor
portion 700 to a lower side by using cushioning, such as
sponge. In this case, although not illustrated, the push
portion 811 may operate according to an elevating oper-
ation of an elevator.
[0091] The loading magazine 813 is disposed on a low-
er side of the suction conveyor portion 700 and the sec-
ondary battery electrodes Sa of good quality discharged
to the lower side by the push portion 811 are loaded into
the loading magazine 813.
[0092] The magazine conveyor 815 is disposed below
the suction conveyor portion 700, and if necessary, trans-
fers the loading magazine 1160 in a direction perpendic-
ular to the operation direction of the suction conveyor
portion 700, i.e., the supply direction of the secondary
battery electrodes Sa of good quality.
[0093] In describing the second magazine 801b, the
configuration thereof is substantially the same as that of
the first magazine 801a, and hence a description of the
configuration of the second magazine 801b will be omit-
ted. In addition, effects and advantages of the second
magazine 801b may be substantially the same as those
of the first magazine 801a.
[0094] At this time, in the electrode discharge portion
800, the secondary battery electrodes Sa of good quality
are loaded into the loading magazine 813 of the first mag-
azine 801a that is moved by the magazine conveyor 815
to a position where the secondary battery electrodes Sa
of good quality discharged to the lower side by the push
portion 811 can be loaded, and the second magazine
801b is on standby.
[0095] Thereafter, in the electrode discharge portion
800, when a predetermined number of secondary battery
electrodes of good quality are loaded into the loading
magazine 813 of the first magazine 801a, that is, when
the loading in the loading magazine 813 of the first mag-
azine 801a is complete, the loading magazine 813 of the
second magazine 801b is moved by the magazine con-
veyor 815 to a position where the secondary battery elec-
trodes Sa of good quality discharged to the lower side
by the push portion 811 can be loaded and the loading
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magazine 813 of the first magazine 801a is moved by
the magazine conveyor 815 to a position where the mag-
azine can be replaced, such that the first and second
magazines 801a and 801b are automatically replaced
with each other in order to store the secondary battery
electrodes Sa of good quality without interrupting pro-
duction of the secondary battery electrodes. In this case,
the first magazine 801a into which the electrodes are
completely loaded is moved to a position where the mag-
azine can be replaced, then separates the magazine in
which the electrodes are completely loaded, and is pro-
vided with a new magazine as a loading magazine 813.
[0096] At this time, the secondary battery electrodes
Sa of good quality are continuously loaded into the load-
ing magazine 813 of the second magazine 801b, the
magazine of the first magazine 801a in which the loading
of the secondary battery electrodes has been complete
is replaced with the new magazine, and the first magazine
801a is on standby at the magazine replacement posi-
tion.
[0097] That is, the secondary battery electrode produc-
tion system according to the embodiment includes the
electrode discharge portion having a plurality of maga-
zines, such as the first and second magazines in a two-
row structure, whereby the plurality of magazines are au-
tomatically replaced with each other so that the second-
ary battery electrodes of good quality are loaded and
stored without interrupting the production process of the
secondary battery electrodes during the magazine re-
placement process in which the magazine in which the
secondary battery electrodes are completely loaded is
separated from the electrode discharge portion and is
replaced with a new magazine. Therefore, it is possible
to produce secondary battery electrodes at a higher
speed than in the prior art in which the electrode dis-
charge portion is provided with a single magazine and
hence the production process of the secondary battery
electrodes is stopped when the magazine is replaced.
[0098] As described above, the present invention has
an effect of providing a secondary battery electrode pro-
duction system capable of improving productivity by op-
erating a mold in an upward and downward manner dur-
ing a notching process and including an electrode dis-
charge unit having a plurality of magazines.
[0099] In addition, in the present invention, in the case
of a material requiring reactivity of an electrode material,
a dancer roll is disposed at the rear end of the LPC me-
andering control means, and in the case of a material
that prioritizes the meandering of the electrode material,
the dancer roll is installed at the front end of the LPC
meandering control means. Thus, there is an effect of
increasing productivity by actively dealing with each elec-
trode material.
[0100] Further, in the present invention, an electrode
discharge portion having a plurality of magazines is in-
cluded, whereby the production process of secondary
battery electrodes is prevented from being interrupted
during the replacement of magazine, and thus it is pos-

sible to produce secondary battery electrodes at high
speed.
[0101] In the above, specific examples of the second-
ary battery electrode production system of the present
invention have been described, but it is obvious that var-
ious implementation modifications are possible within the
limit not departing from the scope of the present inven-
tion.
[0102] Therefore, the scope of the present invention
should not be limited to the aforementioned embodi-
ments, but should be defined by the equivalents to the
appended claims as well as the claims.
[0103] Accordingly, it should be understood that the
above-described embodiments are merely exemplary
and is not limited, and it should be interpreted that the
scope of the present invention is represented by the
claims rather than the description, and the changes or
modifications derived from the claims and the equivalents
thereof pertain to the scope of the present invention.

Claims

1. A secondary battery electrode production system for
producing a secondary battery electrode, the sec-
ondary battery electrode production system com-
prising:

an unwinding portion (100) having multiple elec-
trode material supply reels so as to continuously
supply an electrode material;
a notching portion (200) disclosed on a path of
movement of the electrode material supplied
from the unwinding portion (100);
a cutting portion (400) disposed on the path of
movement of the electrode material supplied
from the notching portion (200) so as to generate
the electrode;
a vision inspection portion (600) for confirming
whether the electrode is acceptable or not; and
an electrode discharge portion (800) comprising
a magazine for aligning and storing the electrode
while interworking with the vision inspection por-
tion,
wherein the notching portion (200) comprises:

a mold upper plate (201) disposed above
the electrode material;
a mold lower plate (202) disposed below the
electrode material; and
a driving portion (203) connected to the
mold upper plate (201) and the mold lower
plate (202), respectively, the driving portion
(203) comprising a servomotor and a power
transfer member for transferring power from
the servomotor to the mold upper plate
(201) and the mold lower plate (202), there-
by simultaneously operating the mold upper
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plate (201) and the mold lower plate (202)
upwards/downwards, and accordingly, an
electrode tab can be formed by notching the
electrode material.

2. The secondary battery electrode production system
of claim 1, wherein a line position control (LPC) sen-
sor for detecting an electrode coating line for a notch-
ing process formed on the electrode material sup-
plied from the unwinding portion is provided to adjust
positions of the multiple electrode material supply
reels.

3. The secondary battery electrode production system
of claim 2, comprising an LPC meandering control
means for detecting the electrode coating line for a
notching process formed on the electrode material
supplied from the unwinding portion and an edge of
the electrode tab formed by the notching portion,
thereby allowing the electrode material to move
along the predetermined path of movement.

4. The secondary battery electrode production system
of claim 3, wherein the LPC meandering control
means comprises the LPC sensor disposed between
the unwinding portion and the notching portion and
configured to detect the electrode coating lines for a
notching process formed on the electrode material
supplied from the unwinding portion, a plurality of
guide rollers for guiding the electrode material to
move along the predetermined path of movement,
and a dancer roll which is moved left and right by a
horizontal cylinder so as to interact with the plurality
of guide rollers to adjust tension of the electrode ma-
terial.

5. The secondary battery electrode production system
of claim 4, wherein, when the dancer roll is moved
by an operation of the horizontal cylinder and thus a
distance between the dancer roll and the plurality of
guide rollers is adjusted, a distance the electrode
member travels through the plurality of guide rollers
is adjusted, thereby controlling the tension of the
electrode material continuously supplied.

6. The secondary battery electrode production system
of claim 5, wherein the dancer roll is disposed at a
rear end of the LPC meandering control means (300)
in the case of a material requiring reactivity of the
electrode material, and is installed at a front end of
the LPC meandering control means (300) in the case
of a material which prioritizes meandering of the
electrode material.

7. The secondary battery electrode production system
of claim 1, wherein the electrode discharge portion
(800) has a plurality of magazines for aligning and
storing the acceptable secondary battery electrodes

while interworking with the vision inspection portion
(600) and the plurality of magazines are automati-
cally replaced with each other to store the acceptable
electrodes without stopping the electrode production
system.

8. The secondary battery electrode production system
of claim 7, wherein the plurality of magazines con-
stituting the electrode discharge portion (800) com-
prises a first magazine and a second magazine in a
two-row structure, and each of the first and second
magazines comprises a push portion for discharging
the acceptable secondary battery electrode deter-
mined and supplied by the vision inspection portion
(600) to a lower side; a loading magazine in which
the acceptable electrode discharged by the push
portion is loaded; and a magazine conveyor for trans-
ferring the loading magazine in a direction perpen-
dicular to a supply direction of the acceptable elec-
trode.

9. The secondary battery electrode production system
of claim 8, wherein, in the electrode discharge por-
tion (800), a predetermined number of the accepta-
ble secondary battery electrodes are loaded into the
loading magazine of the first magazine that is moved
by the magazine conveyor to a position where the
acceptable secondary battery electrodes dis-
charged to the lower side by the push portion can be
loaded, and when a predetermined number of the
acceptable electrodes are loaded into the loading
magazine of the first magazine in a state where the
second magazine is on standby, the second maga-
zine is moved by the magazine conveyor to a position
where the acceptable electrodes discharged to the
lower side by the push portion can be loaded and
the first magazine is moved by the magazine con-
veyor to a position where the corresponding loading
magazine is replaced with a new magazine, such
that the first and second magazines are automati-
cally replaced with each other in order to store the
acceptable electrodes without interrupting produc-
tion of the secondary battery electrodes, and thereby
the acceptable electrodes are loaded into a corre-
sponding loading magazine of the second magazine
and the first magazine is provided with the new mag-
azine and is on standby.
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