
Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been
paid. (Art. 99(1) European Patent Convention).

Printed by Jouve, 75001 PARIS (FR)

(19)
EP

3 
42

1 
15

0
B

1
*EP003421150B1*

(11) EP 3 421 150 B1
(12) EUROPEAN PATENT SPECIFICATION

(45) Date of publication and mention 
of the grant of the patent: 
06.01.2021 Bulletin 2021/01

(21) Application number: 17756313.7

(22) Date of filing: 14.02.2017

(51) Int Cl.:
B21D 39/00 (2006.01) B23P 19/04 (2006.01)

H01L 21/687 (2006.01) G05B 19/402 (2006.01)

B21J 15/48 (2006.01) G05B 19/409 (2006.01)

(86) International application number: 
PCT/JP2017/005370

(87) International publication number: 
WO 2017/145873 (31.08.2017 Gazette 2017/35)

(54) CAULKING JIG AND MANUFACTURING METHOD USING SAME

ABDICHTUNGSEINSPANNVORRICHTUNG UND HERSTELLUNGSVERFAHREN MIT 
VERWENDUNG DAVON

MONTAGE DE CALFEUTRAGE ET PROCÉDÉ DE FABRICATION UTILISANT CE DERNIER

(84) Designated Contracting States: 
AL AT BE BG CH CY CZ DE DK EE ES FI FR GB 
GR HR HU IE IS IT LI LT LU LV MC MK MT NL NO 
PL PT RO RS SE SI SK SM TR

(30) Priority: 24.02.2016 JP 2016032963

(43) Date of publication of application: 
02.01.2019 Bulletin 2019/01

(73) Proprietor: NHK Spring Co., Ltd.
Yokohama-shi, Kanagawa 236-0004 (JP)

(72) Inventors:  
• HIRANO, Satoshi

Isehara-shi
Kanagawa 259-1126 (JP)

• TATSUMI, Arata
Isehara-shi
Kanagawa 259-1126 (JP)

• NANBU, Takatoshi
Isehara-shi
Kanagawa 259-1126 (JP)

(74) Representative: AWA Sweden AB
Junkersgatan 1
582 35 Linköping (SE)

(56) References cited:  
JP-A- 2007 180 246 JP-U- H0 192 380
JP-U- S63 193 833 US-A1- 2014 008 349



EP 3 421 150 B1

2

5

10

15

20

25

30

35

40

45

50

55

Description

Technical Field

[0001] Embodiments of the present invention relate to
a caulking jig which processes a substrate supporting
apparatus used to perform heat treatment, etc., of a sem-
iconductor wafer, and a method of manufacturing the
substrate supporting apparatus using the caulking jig.

Background Art

[0002] In semiconductor manufacturing processes, a
substrate supporting apparatus having a heating func-
tion, etc., is used to heat-treat a substrate such as a wafer.
The substrate supporting apparatus comprises a plate
member in which a heater unit is incorporated, and places
a substrate on an upper surface of the plate member and
heats the same.
[0003] Should there be any fine particles or the like,
which may become a cause of contamination, on the
plate member, the fine particles or the like adhere to a
back surface of the substrate that is closely attached to
the plate member, and the quality of a semiconductor is
impaired. In order to solve such a problem, a semicon-
ductor supporting apparatus capable of performing heat
treatment without bringing the substrate into intimate
contact with the plate member, which is enabled by pro-
viding a small gap between the substrate and the plate
member, has been proposed (for example, see Patent
Literature 1).

Citation List

Patent Literature

[0004] Patent Literature 1: JP 4629574 B
[0005] US2007/0157466 discloses a caulking jig ac-
cording to the preamble of claim 1.

Summary of Invention

Technical Problem

[0006] The substrate supporting apparatus comprises
a metallic plate member having a flat upper surface, holes
formed at multiple places on the upper surface of the
plate member, and a spherical spacer member accom-
modated in each hole. In the spacer member, an upper
end portion of the spacer member is slightly projected
from the upper surface of the plate member, and removal
(slip off) prevention of the spacer member is achieved
by a caulking portion formed by plastically deforming an
opening edge portion of the hole.
[0007] If a hole having a uniform depth is formed by an
NC machine tool by using a spacer member which is
highly accurate in dimension, the height of the upper end
portion of the spacer member projected from the upper

surface of the plate member should be uniform. However,
if the caulking portion is formed in a state in which the
spacer member does not contact the bottom of the hole,
the heights of the upper end portions of the respective
spacer members are varied by the presence of a gap
between the spacer member and the bottom of the hole.
Correcting the position of the spacer member one by one
by the operator’s hand to make the spacer member con-
tact the bottom of the hole is very troublesome.
[0008] An object of the present invention is to provide
a caulking jig to which an NC machine tool can be applied
because the height of a blade portion can be calibrated
in a state in which a projection member is retracted, and
by which the height of an upper end portion of a spacer
member can be made uniform by subjecting an edge
portion of a hole to plastic deformation in a state in which
a position of the spacer member is corrected.

Solution to Problem

[0009] According to an embodiment, the caulking jig
comprises a cylindrical main body, a blade portion having
a sharp V-shaped blade edge, a projection member, an
urging member, and an engagement means. The urging
member urges the projection member in a direction of
projecting the projection member from the blade portion.
The engagement means is configured to engage the pro-
jection member to the main body. The projection member
is internally fit in the main body. In a state in which the
projection member is not engaged by the engagement
means, the projection member is held at a projected po-
sition where a distal end portion of the projection member
is projected from the blade edge by the urging force of
the urging member. In a state in which the projection
member is engaged by the engagement means, the pro-
jection member is held at an entered position where the
distal end portion is retracted to a more entered position
than the blade edge against the urging force of the urging
member.
[0010] Here, the projection member may further in-
clude a shoulder portion formed to have a diameter larger
than a diameter of the distal end portion. The engage-
ment means may include an engagement hole and an
engagement pin. The engagement hole is formed in the
main body, is positioned on a plane orthogonal to a cen-
tral axis of the main body, and penetrates the main body
at a position of a chord not intersecting the central axis.
When the engagement pin is inserted in the engagement
hole, the engagement pin contacts the shoulder portion
of the projection member from a side opposite to a direc-
tion in which the urging member urges the projection
member.
[0011] The distal end portion of the projection member
may be formed such that it is recessed toward a proximal
end. A load sensor which measures a load exerted on
the projection member against the urging force of the
urging member may further be provided. The load sensor
may be configured to detect whether the projection mem-
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ber is in contact with a spacer member.
[0012] The projection member may include a through-
hole which is penetrated from a distal end to the proximal
end. A vacuum source connected to the projection mem-
ber may further be provided. A vacuum sensor which
measures a degree of vacuum of the through-hole may
further be provided. The vacuum source may be config-
ured to cause the spacer member to be adsorbed to the
distal end portion through the through-hole. By the vac-
uum sensor, whether the spacer member is adsorbed to
the distal end portion can be detected. An optical sensor
connected to the projection member may further be pro-
vided. The optical sensor may be configured to detect
whether the spacer member is arranged on an extension
of the distal end portion by measuring a reflectivity
through the through-hole.
[0013] According to the present embodiment, a meth-
od of manufacturing a semiconductor wafer supporting
apparatus comprises a perforation step, a spacer ar-
rangement step, a jig mounting step, a jig position cor-
rection step, a spacer position correction step, and a
caulking step. In the perforation step, a plurality of holes
are formed in a flat upper surface of a metallic plate mem-
ber. In the spacer arrangement step, spacer members
are inserted into the holes, respectively. In the jig mount-
ing step, a caulking jig is mounted on an NC machine
tool. The caulking jig comprises a blade portion, and a
projection member urged in a direction of being projected
from the blade portion. In the jig position correction step,
a height of the blade portion is calibrated in a state in
which the projection member is retracted to a more en-
tered position than the blade portion. Based on a result
of this calibration, a setting of a predetermined caulking
position is input to the NC machine tool. In the spacer
position correction step, the caulking jig is lowered in a
state in which the projection member is projected from a
blade edge. Further, the spacer member is pressed by
the projection member, and is made to contact a bottom
of the hole. In the caulking step, the blade portion is fur-
ther lowered to the caulking position against the urging
force of the projection member. Further, the spacer mem-
ber is fixed by plastically deforming an edge portion of
the hole by the blade portion.
[0014] In the spacer position correction step, whether
or not the spacer member is accommodated in the hole
is detected, and when the spacer member is not accom-
modated, lowering of the caulking jig may be suspended
by not proceeding to the caulking step.

Brief Description of Drawings

[0015]

FIG. 1 is a perspective view showing a substrate
supporting apparatus according to each embodi-
ment.
FIG. 2 is a cross-sectional view showing details of a
spacer arrangement portion shown in FIG. 1.

FIG. 3 is a perspective view showing the state in
which a caulking jig is mounted on an NC machine
tool.
FIG. 4 is a cross-sectional view showing the caulking
jig of a first embodiment.
FIG. 5 is a cross-sectional view showing the state in
which a projection member shown in FIG. 3 is held
at an entered position.
FIG. 6 is a cross-sectional view showing a perfora-
tion step included in a method of manufacturing a
substrate supporting apparatus using the caulking
jig of the first embodiment.
FIG. 7 is a cross-sectional view showing a spacer
arrangement step subsequent to FIG. 6.
FIG. 8 is a cross-sectional view showing a jig position
correction step subsequent to FIG. 7.
FIG. 9 is a cross-sectional view showing a part of a
spacer position correction step subsequent to FIG. 8.
FIG. 10 is a cross-sectional view showing a part of
the spacer position correction step subsequent to
FIG. 9.
FIG. 11 is a cross-sectional view showing a caulking
step subsequent to FIG. 10.
FIG. 12 is an illustration showing a calculated ball
diameter of a spacer member of the substrate sup-
porting apparatus obtained by the manufacturing
method of the present invention.
FIG. 13 is a graph showing a calculated ball diameter
in a substrate supporting apparatus in which an edge
portion of a hole is plastically deformed without cor-
recting a position of the spacer member.
FIG. 14 is a cross-sectional view showing a modifi-
cation of a hole shown in FIG. 6.
FIG. 15 is a cross-sectional view showing a manu-
facturing method of the present invention applied to
a hole shown in FIG. 14.
FIG. 16 is a cross-sectional view schematically
showing a caulking jig of a second embodiment.
FIG. 17 is a cross-sectional view schematically
showing a caulking jig of a third embodiment.
FIG. 18 is a cross-sectional view schematically
showing a caulking jig of a fourth embodiment.

Mode for Carrying Out the Invention

[0016] First, a substrate supporting apparatus manu-
factured by the present invention will be explained with
reference to FIGS. 1 and 2.
[0017] As shown in FIG. 1, a substrate supporting ap-
paratus 1 manufactured by the present invention com-
prises a disc-shaped plate member 2 made of metal such
as aluminum alloy. A heater unit is incorporated in the
plate member 2, and the heater unit can heat a substrate
such as a semiconductor wafer placed on an upper sur-
face 2A to a predetermined temperature.
[0018] The upper surface 2A is finished flat by machin-
ing or the like, and is provided with a plurality of spacer
arrangement portions 3 and a plurality of through-holes
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4. Ejector pins for pushing up the substrate placed on
the upper surface 2A are inserted into the through-holes
4 from below.
[0019] FIG. 2 is a cross-sectional view showing details
of the spacer arrangement portion 3. As shown in FIG.
2, the spacer arrangement portion 3 includes a closed-
end hole 5 formed in the upper surface 2A, a spacer
member 6 accommodated in this hole 5, and a caulking
portion 7 which holds the spacer member 6 so that it does
not slip out of the hole 5.
[0020] An example of the spacer member 6 is a sphere
made of sapphire. Note that the material of the spacer
member is not limited to sapphire. In other words, the
other corundum such as ruby, or a sphere made of the
other ceramic material such as silicon carbide and alu-
minum nitride may be used. Any other shape having a
diameter, such as a shape of a column, a cannon ball, a
cone, may be adopted. A diameter D1 of the spacer mem-
ber 6 is, for example, 2.000 mm. If the shape of the spacer
member 6 is a sphere, a member that is highly accurate
in dimension can be procured easily.
[0021] A bottom 5A of the hole constitutes a semi-
spherical recess. An edge portion 5B of the hole 5 is
circular as seen from above. An inner diameter D2 of the
hole 5 is slightly larger than the diameter D1 of the spacer
member 6. The inner diameter D2 of the hole 5 is a di-
mension which is not below the diameter D1 of the spacer
member 6 even if the plate member 2 is thermally con-
tracted after cooling. A depth H1 of the hole is slightly
smaller than the diameter D1 of the spacer member 6.
The depth H1 of the hole is, for example, 1.87 to 1.88 mm.
[0022] An upper end portion 6A of the spacer member
6 contacts a back side of the substrate, and forms a small
gap between the substrate and the plate member 2. The
upper end portion 6A of the spacer member 6 projects
from the upper surface 2A of the plate member 2 by a
height H2. If a lower end portion 6B of the spacer member
6 is made to contact the bottom 5A of the hole 5, the
height H2 of the spacer member 6 can be accurately
restricted.
[0023] The caulking portion 7 is formed by plastically
deforming the edge portion 5B by a caulking jig 10, which
will be described later, such that an opening width D3 of
the edge portion 5B becomes smaller than the diameter
D1 of the spacer member 6. The opening width D3 is
formed in a dimension that does not exceed the diameter
D1 of the spacer member 6 even if the plate member 2
is heated and thermally expanded.
[0024] In the example illustrated in FIG. 2, the spacer
arrangement portion 3 further comprises a flat spot facing
portion 8, and a groove 9 having a V-shaped cross sec-
tion. The spot facing portion 8 is formed to surround the
hole 5. The groove 9 is formed along an outer circumfer-
ence of the caulking portion 7. Note that the spot facing
portion 8 and the groove 9 are not essential elements.
In the following explanation, a blade edge 12A of the
caulking jig 10 contacting the upper surface 2A of the
plate member 2 includes a case where the blade edge

12A of the caulking jig 10 contacts the spot facing portion
8.

[First Embodiment]

[0025] The caulking jig 10 of a first embodiment of the
present invention will be explained with reference to
FIGS. 3 to 6.
[0026] FIG. 3 is a perspective view showing the state
in which the caulking jig 10 is mounted on a numerically
controlled (NC) machine tool 100. In the present embod-
iment, as shown in FIG. 3, a first direction (crosswise
direction) X, a second direction (front-to-back direction)
Y, and a third direction (vertical direction) Z will be de-
fined. The NC machine tool 100 comprises a spindle head
101 movable in the third direction Z, and a table 102
movable in the first and second directions X and Y.
[0027] The spindle head 101 comprises a main shaft
103 which is rotatable. On the main shaft 103, the caulk-
ing jig 10 is fixed such that a longitudinal direction of the
caulking jig 10 corresponds to the third direction Z. In the
caulking jig 10, an end on a side fixed to the NC machine
tool 100 is referred to as a proximal end 10A, and the
other end on a side opposite to the proximal end 10A will
be referred to as a distal end 10B. Further, a side closer
to the proximal end 10A will be referred to as a proximal
end side, and a side closer to the distal end 10B will be
referred to as a distal end side.
[0028] FIGS. 4 and 5 are cross-sectional views of the
caulking jig 10, and FIG. 4 shows the state in which a
projection member 13 is held at a projected position P1,
and FIG. 5 shows the state in which the projection mem-
ber 13 is held at an entered position P2. As shown in
FIG. 4, the caulking jig 10 comprises a main body 11, a
blade portion 12, the projection member 13, an urging
member 14, and engagement means 15 used as neces-
sary.
[0029] The main body 11 is formed into a cylindrical
shape extending from the proximal end 10A of the caulk-
ing jig 10 to the blade portion 12. In the example shown
in FIG. 4, the main body 11 includes a cover portion 21
including the proximal end 10A of the caulking jig 10, a
diameter expansion portion 22 connected to the cover
portion 21, and a diameter reduction portion 23 connect-
ed to the diameter expansion portion 22 from a side op-
posite to the cover portion 21.
[0030] The cover portion 21 is formed into a columnar
shape, and an external thread 21A is provided on an
outer peripheral surface near the distal end. On a side
opposite to the proximal end 10A of the cover portion 21,
a bearing hole 21B recessed toward the proximal end
10A is formed.
[0031] The diameter expansion portion 22 is formed
into a cylindrical shape having a diameter equal to that
of the cover portion 21, and an internal thread 22A is
provided on an inner peripheral surface near the proximal
end. The internal thread 22A is fastened to the external
thread 21A of the cover portion 21. An internal space 24

5 6 



EP 3 421 150 B1

5

5

10

15

20

25

30

35

40

45

50

55

is delimited by the cover portion 21 of the main body 11
and the diameter expansion portion 22. In the internal
space 24, the proximal end side is closed by the cover
portion 21, and the distal end side is formed to be tapered,
and communicates with the outside via the diameter re-
duction portion 23. On a side closer to the distal end of
the internal space 24, an inclined plane 24A is formed.
[0032] The diameter reduction portion 23 is formed into
a cylindrical shape having a diameter smaller than that
of the diameter expansion portion 22, and connects the
diameter expansion portion 22 and the blade portion 12.
[0033] The blade portion 12 constitutes a distal end
portion of the caulking jig 10, and is formed into an annular
shape having a diameter equal to that of the diameter
reduction portion 23 of the main body 11. The blade por-
tion 12 has a sharp V-shaped blade edge 12A on the
distal end side. When the projection member 13 is posi-
tioned at the entered position P2 (FIG. 5), the blade edge
12A agrees with the distal end 10B of the caulking jig 10
in the position.
[0034] The main body 11 excluding the cover portion
21 and the blade portion 12 are formed as an integral
construct. The material of the main body 11 and the blade
portion 12 is, for example, metal or a ceramic material
similar to the material of a cutting tool.
[0035] The projection member 13 is formed to be rod-
shaped, and is internally fit in the main body 11. The
projection member 13 is configured to slide between the
projected position P1 shown in FIG. 4 and the entered
position P2 shown in FIG. 5. The projection member 13
includes a distal end portion 31, a shaft part 32, a proximal
end portion 33, a shoulder portion 34, and a guide shaft
35.
[0036] The distal end portion 31 projects outwardly
from the blade edge 12A of the main body 11 when the
urging member 14 is located at the projected position P1,
and enters more to the inside than the blade edge 12A
when the urging member 14 is located at the entered
position P2. A distal end surface of the distal end portion
31 is formed such that the center is recessed toward the
proximal end 10A of the caulking jig 10. The distal end
surface of the distal end portion 31 agrees with the distal
end 10B of the caulking jig 10 in the position when the
urging member 14 is located at the projected position P1.
[0037] The shaft part 32 is formed into a long rod shape
having a diameter equal to that of the distal end portion
31. The shaft part 32 is inserted into the diameter reduc-
tion portion 23 of the main body 11, and connects the
distal end portion 31 and the proximal end portion 33.
[0038] The proximal end portion 33 is formed to have
a diameter larger than that of the shaft part 32. The urging
member 14 contacts the proximal end portion 33 from
the side opposite to the shaft part 32. In the proximal end
portion 33, the shoulder portion 34 is formed at the side
closer to the shaft part 32. The shoulder portion 34 is
formed into a conical shape which is smoothly continuous
with the shaft part 32.
[0039] The guide shaft 35 penetrates through the urg-

ing member 14, and extends from the proximal end por-
tion 33 to the cover portion 21 of the main body 11. One
end of the guide shaft 35 is fixed to the proximal end
portion 33. The other end of the guide shaft 35 is inserted
into the bearing hole 21B of the cover portion 21.
[0040] In the example shown in FIG. 4, the material of
the distal end portion 31, the shaft part 32, the proximal
end portion 33, and the shoulder portion 34 is, for exam-
ple, PEEK resin. As long as the material can provide su-
perior dimensional accuracy, and does not damage the
spacer member 6, various materials, not limited to the
PEEK resin, can be applied. The distal end portion 31,
the shaft part 32, the proximal end portion 33, and the
shoulder portion 34 are formed as an integral construct.
The guide shaft 35 is made of, for example, metal. Alter-
natively, the guide shaft 35 may be made of PEEK resin,
etc., to form all of the distal end portion 31, the shaft part
32, the proximal end portion 33, the shoulder portion 34,
and the guide shaft 35 as an integral construct.
[0041] The urging member 14 is formed into a cylindri-
cal shape using an elastic member such as a coil spring
and foamed plastic, and is accommodated in the internal
space 24 of the main body 11. An end portion 14A on
the proximal end side of the urging member 14 is sup-
ported on the cover portion 21 of the main body 11. An
end portion 14B on the distal end side contacts the prox-
imal end portion 33 of the projection member 13, and
urges the projection member 13 toward the distal end
10B of the caulking jig 10.
[0042] The caulking jig 10 of the present invention com-
prises the engagement means 15 capable of engaging
the projection member 13 with the main body 11. As
shown in FIG. 5, the engagement means 15 comprises
an engagement hole 41 and an engagement pin 42.
[0043] The engagement hole 41 is formed in the diam-
eter expansion portion 22 of the main body 11. The en-
gagement hole 41 is located on a plane orthogonal to a
central axis of the main body 11, and is formed to pene-
trate the main body 11 at a position of a chord not inter-
secting the central axis. In the example illustrated in FIG.
4, the engagement hole 41 is formed closer to the prox-
imal end side than the inclined plane 24A. Note that the
engagement hole 41 may be formed to include a part of
the inclined plane 24A. The engagement pin 42 is formed
into a rod shape whose cross section is slightly smaller
than that of the engagement hole 41.
[0044] When the engagement pin 42 is inserted into
the engagement hole 41, the engagement pin 42 is ar-
ranged to cross the internal space 24, and contacts the
shoulder portion 34 of the projection member 13 from the
distal end side. By the engagement hole 41 and the en-
gagement pin 42, the projection member 13 is restricted
from moving to the distal end side and is engaged with
the main body 11.
[0045] When the projection member 13 is engaged
with the main body 11 by the engagement means 15, the
distal end portion 31 of the projection member 13 is held
at the entered position P2 where it enters more to the
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inside than the blade edge 12A of the main body 11,
against the urging force of the urging member 14.
[0046] A manufacturing method of the present inven-
tion for manufacturing the substrate supporting appara-
tus 1 by using the caulking jig 10 structured as described
above will be explained with reference to FIGS. 6 to 11.
[0047] In order to manufacture the substrate support-
ing apparatus 1, first, as shown in FIG. 6, the hole 5 hav-
ing the depth H1 and the inner diameter D2, and the spot
facing portion 8 are formed on the upper surface 2A of
the plate member 2 (perforation step). In the present em-
bodiment, one hundred holes 5 are formed. Preferably,
the bottom 5A should be formed semispherical, since a
gap between the bottom 5A of the hole 5 and the spacer
member 6 can be made small. Note that the shape of the
bottom 5A is not limited to semispherical, but may be
formed to be flat or formed to be conical.
[0048] The spacer members 6, which are of the same
number as the holes 5, are prepared, and as shown in
FIG. 7, the spacer members 6 are inserted into the holes
5, respectively (spacer arrangement step). At this time,
there may be a case where the lower end portion 6B of
the inserted spacer member 6 does not contact the bot-
tom 5A of the hole 5, and the lower end portion 6B is
slightly above the bottom 5A.
[0049] Next, the caulking jig 10 is mounted on the main
shaft 103 of the NC machine tool 100. A contact sensor
104 is placed on the table 102 of the NC machine tool
100. As shown in FIG. 8, the spindle head 101 is lowered
by operating the NC machine tool 100, and causes the
blade edge 12A of the caulking jig 10 being mounted on
the NC machine tool 100 to contact an upper surface of
the contact sensor 104. A relative position of the blade
edge 12A of the caulking jig 10 to the spindle head 101
of the NC machine tool 100 is measured by the contact
sensor 104, and this is reflected on the setting on the NC
machine tool 100 in terms of the third direction Z (jig po-
sition correction step).
[0050] At this time, the projection member 13 of the
caulking jig 10 is held at the entered position P2 where
it enters more to the inside than the blade edge 12A, and
is retracted so as not to interfere with the contact sensor
104. When calibration is finished, the engagement pin
42 is removed, and the projection member 13 of the
caulking jig 10 is projected outwardly from the blade edge
12A.
[0051] As shown in FIG. 3, the plate member 2 pre-
pared in the spacer arrangement step shown in FIG. 7
is fixed to the table 102 of the NC machine tool 100, and
the relative position of the plate member 2 to the table
102 is calibrated. The table 102 is moved in the first and
second directions X and Y, and as shown in FIG. 9, a
central axis of the caulking jig 10 fixed to the main shaft
103 is made to align with central axes of the hole 5 and
the spacer member 6. The spindle head 101 is lowered,
and the caulking jig 10 is brought close to the upper sur-
face 2A of the plate member 2.
[0052] Then, the distal end portion 31 of the projection

member 13 contacts the spacer member 6. The projec-
tion member 13 presses the spacer member 6 down to
a position where the lower end portion 6B of the spacer
member 6 contacts the bottom 5A of the hole 5 (spacer
position correction step). Further, when the spindle head
101 is lowered, as shown in FIG. 10, the projection mem-
ber 13 enters inside the main body 11 against the urging
force of the urging member 14, and the blade edge 12A
approximates the plate member 2.
[0053] After that, the V-shaped blade edge 12A bites
into the plate member 2, and plastically deforms the edge
portion 5B of the hole 5. When the spindle head 101 of
the NC machine tool 100 is lowered to a predetermined
position in the third direction Z, the blade edge 12A forms
the groove 9 of a predetermined depth (caulking step).
[0054] In this state, in the hole 5, the caulking portion
7 which achieves removal prevention of the spacer mem-
ber 6 is formed. The upper end portion 6A of the spacer
member 6 projects from the upper surface 2A of the plate
member 2 by the height H2.
[0055] FIG. 12 is a graph showing a calculated ball
diameter in the substrate supporting apparatus 1 manu-
factured by the manufacturing method of the present in-
vention. FIG. 13 is a graph showing a calculated ball di-
ameter in a substrate supporting apparatus of a compar-
ative example manufactured by using a caulking jig not
comprising the projection member 13.
[0056] In a manufacturing method of the comparative
example of FIG. 13, the spacer position correction step
shown in FIGS. 9 and 10 is omitted. Further, in order to
bring the spacer member 6 into contact with the bottom
5A of the hole 5, after the spacer arrangement step shown
in FIG. 7, the spacer member 6 is pressed manually.
[0057] The horizontal axis in FIGS. 12 and 13 repre-
sents the first to hundredth spacer arrangement portions
3 counted spirally from the outer circumference of the
plate member 2 to the center. The vertical axis represents
the calculated ball diameter obtained by adding the
height H2 of the upper end portion 6A of the spacer mem-
ber 6 to the depth H1 of the hole 5 measured in advance
with respect to the first to hundredth spacer arrangement
portions 3. If the lower end portion 6B of the spacer mem-
ber 6 contacts the bottom 5A of the hole 5, the calculated
ball diameter becomes equal to the diameter, which is
2.000 mm, of the spacer member 6.
[0058] With the manufacturing method of the compar-
ative example, as shown in FIG. 13, the height H2 of the
upper end portion 6A of the spacer member 6 falls within
an amplitude of 0.026 mm with respect to the depth H1
of the hole 5. Meanwhile, with the manufacturing method
of the present invention, as shown in FIG. 12, the height
H2 of the upper end portion 6A of the spacer member 6
falls within an amplitude of 0.008 mm with respect to the
depth H1 of the hole 5.
[0059] According to the present invention, the ampli-
tude of the height H2 of the upper end portion 6A of the
spacer member 6 is reduced to be one third or less of
the comparative example. In other words, the upper end
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portion 6A is projected from the upper surface 2A of the
plate member 2 in such a way that the spacer member
6 is shaped more faithful to the depth H1 of the hole 5.
[0060] According to the caulking jig 10 which has been
structured as above and the manufacturing method using
the caulking jig 10, since the caulking jig 10 comprises
the projection member 13, the edge portion 5B can be
plastically deformed while correcting the spacer member
6 to be at a position contacting the bottom 5A of the hole
5 by the projection member 13. Accordingly, as shown
in FIG. 12, the upper end portion 6A of the spacer member
6 can be projected with a configuration faithful to the
depth H1 of the hole 5.
[0061] Incidentally, it is also possible to bring the lower
end portion 6B of the spacer member 6 into contact with
the bottom 5A of the hole 5 by pressing the spacer mem-
ber 6 by the operator’s hand without using the projection
member 13 of the caulking jig 10 as in the manufacturing
method of the comparative example. However, if the
spacer member 6 is small and light, when the operator
touches the spacer member 6 by hand, the spacer mem-
ber 6 may come out of the hole 5 not provided with the
caulking portion 7 and be lost. Further, if the spacer mem-
ber 6 is transparent as in the sapphire ball used in the
present embodiment, the presence or absence of the
spacer member 6 cannot be visually checked.
[0062] If by any chance the caulking portion 7 is formed
in a state where the spacer member 6 is not accommo-
dated in the hole 5, the substrate supporting apparatus
1 becomes a defective product. Since the plastic defor-
mation of the edge portion 5B of the hole 5 for which the
caulking portion 7 of FIG. 11 is to be formed is irreversible
change, the substrate supporting apparatus 1 in which
caulking has failed cannot be reused because it is not
possible to replace only the defective portions. In other
words, the substrate supporting apparatus 1 in whole
cannot be used.
[0063] According to the present embodiment, the lower
end portion 6B of the spacer member 6 can be made to
contact the bottom 5A of the hole 5 reliably without using
the operator’s hand. Consequently, occurrence of having
a defective part in the substrate supporting apparatus 1
can be suppressed. Moreover, the number of man-hours
required for the other operator to check an error caused
by the manual operation can be reduced. As a result, the
cost can be reduced.
[0064] In the present embodiment, the caulking jig 10
comprises the engagement means 15. Since the caulking
jig 10 can be mounted on the NC machine tool 100 while
the projection member 13 is being retained at the entered
position P2 by the engagement means 15, the NC ma-
chine tool 100 can be applied by calibrating the height of
the blade edge 12A of the blade portion 12 in a state
where the projection member 13 is retracted to the en-
tered position P2. Since the edge portion 5B of the hole
5 can be plastically deformed by applying the NC ma-
chine tool 100, the caulking portion 7 that is highly accu-
rate in dimension can be formed.

[0065] According to the present embodiment having
both the projection member 13 and the engagement
means 15, the edge portion 5B of the hole 5 can be plas-
tically deformed by applying the NC machine tool 100 in
a state where the height position of the spacer member
6 is corrected by the projection member 13. Accordingly,
the height H2 of the upper end portion 6A of the spacer
member 6 can be made uniform.
[0066] Further, since the present embodiment has a
simple structure in which the engagement means 15 is
formed by combining the engagement hole 41 and the
engagement pin 42, the cost of the caulking jig 10 can
be prevented from being increased. Since the cover por-
tion 21 does not need to be opened by moving the ex-
ternal thread 21A in insertion and extraction of the en-
gagement pin 42, a dimension from the proximal end 10A
of the caulking jig 10 to the blade edge 12A does not
change. Because the engagement hole 41 is provided in
the main body 11 and the engagement pin 42 does not
protrude from the proximal end 10A or the blade edge
12A, the engagement pin 42 does not obstruct calibration
of the dimension of the caulking jig 10 in the third direction
Z.
[0067] In the present embodiment, the projection
member 13 is formed of a material softer than the spacer
member 6. Even if the spacer member 6 is pressed by
the distal end portion 31 of the projection member 13 as
shown in FIG. 10, the upper end portion 6A of the spacer
member 6 will not be damaged.
[0068] In the present embodiment, the distal end por-
tion 31 is formed to be recessed toward the proximal end
side. Even if the spacer member 6 is pressed by the pro-
jection member 13, since the distal end portion 31 of the
projection member 13 does not directly contact the upper
end portion 6A of the spacer member 6, the upper end
portion 6A of the spacer member 6 will not be damaged.
[0069] FIGS. 14 and 15 show a modification of the
above manufacturing method, and FIG. 14 illustrates the
perforation step, and FIG. 15 shows the caulking step.
[0070] In the modification, in the perforation step, a re-
cessed portion 8A is formed instead of the spot facing
portion 8. The recessed portion 8A is formed deeper than
where the blade edge 12A is lowered in the caulking step
shown in FIG. 15 around the edge portion 5B of the hole 5.
[0071] Also in the modification, the substrate support-
ing apparatus 1 can be manufactured by using the caulk-
ing jig 10 of the present embodiment. Further, in the mod-
ification, because of the recessed portion 8A which ex-
tends to a deeper point than where the blade edge 12A
reaches, the groove 9 does not need to be formed. Ac-
cordingly, the edge portion 5B can be more easily plas-
tically deformed than in the present embodiment. Con-
sequently, even if the plate member 2 is a hard metal,
the caulking portion 7 can be formed without applying an
excessive load to the NC machine tool 100 or the blade
edge 12A of the caulking jig 10.
[0072] Next, a caulking jig according to second to
fourth embodiments, and a manufacturing method using
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such a caulking jig will be explained. Note that for the
structures having functions which are the same as or
similar to the structures of the caulking jig of the first em-
bodiment, the descriptions of the first embodiment, in
which the same reference numbers are added to show
correspondence, should be referred to, and duplicated
explanation will not be provided here. Further, structures
other than those described below are the same as the
structures of the first embodiment.

[Second Embodiment]

[0073] A second embodiment will be explained with
reference to FIG. 16. The second embodiment is different
from the first embodiment in that a caulking jig 10 com-
prises a load sensor 51 connected to a projection mem-
ber 13.
[0074] In the second embodiment, a load exerted on
the projection member 13 against the urging force of an
urging member 14 can be measured by a load sensor 51.
[0075] Since a distal end portion 31 of the projection
member 13 is projected more outwardly than a blade
edge 12A of a blade portion 12, when a spacer member
6 is accommodated in a hole 5 as shown in FIG. 10, the
projection member 13 contacts the spacer member 6 be-
fore the blade edge 12A contacts an upper surface of a
plate member 2, and a load is measured by the load
sensor 51.
[0076] Meanwhile, when the spacer member 6 is not
accommodated in the hole 5 as shown in FIG. 16, a load
is not measured by the load sensor 51. The presence or
absence of the spacer member 6 accommodated in the
hole 5 can be detected based on whether a load is meas-
ured by the load sensor 51. In the spacer position cor-
rection step shown in FIG. 10, when a spindle head 101
of an NC machine tool 100 is lowered to a predetermined
position in the third direction Z, the presence or absence
of the spacer member 6 accommodated in the hole 5
may be detected by the load sensor 51, and lowering of
the caulking jig 10 may be suspended by not proceeding
to the caulking step shown in FIG. 11. One example of
the predetermined position is a position where the distal
end portion 31 of the projection member 13 has already
abutted on an upper end portion 6A of the spacer member
6 as shown in FIG. 10, and is a position where the blade
edge 12A has not yet contacted the upper surface of the
plate member 2. Since formation of a caulking portion 7
results in irreversible change, if the formation fails, the
substrate supporting apparatus 1 cannot be reproduced,
and a great loss will be suffered. However, according to
the second embodiment, by the load sensor 51, a loss
caused by formation failure of the caulking portion 7 can
be prevented from occurring.

[Third Embodiment]

[0077] A third embodiment will be explained with ref-
erence to FIG. 17. The third embodiment is different from

the first embodiment in that a caulking jig 10 comprises
a vacuum source 52, and a vacuum sensor 53.
[0078] In the third embodiment, a projection member
13 includes a through-hole 54 penetrated from a distal
end portion 31 to a guide shaft 35. The guide shaft 35
penetrates through a cover portion 21 of a main body 11,
and is connected to the vacuum source 52 arranged out-
side the main body 11. The vacuum sensor 53 is con-
nected to a path connecting the vacuum source 52 and
the projection member 13. The vacuum sensor 53 meas-
ures a degree of vacuum inside the through-hole 54.
[0079] According to the third embodiment, since the
projection member 13 is connected to the vacuum source
52, a spacer member 6 can be adsorbed to the distal end
portion 31 of the projection member 13. When a spindle
head 101 and a table 102 of an NC machine tool 100 are
moved while the spacer member 6 is being adsorbed,
the spacer member 6 can be carried to an arbitrary spacer
arrangement portion 3 of a plate member 2. By inputting
information on a position of the spacer arrangement por-
tion 3 to the NC machine tool 100, the spacer member 6
can be automatically carried to a hole 5 of the spacer
arrangement portion 3.
[0080] Further, if the spindle head 101 is lowered to
the state of FIG. 11 directly, in succession to the operation
of lowering the spindle head 101 of the NC machine tool
100 in order to accommodate the adsorbed spacer mem-
ber 6 in the hole 5, a caulking portion 7 can be formed
simultaneously with carrying of the spacer member 6. In
other words, the spacer arrangement step shown in FIG.
7 can be omitted.
[0081] If the spacer member 6 adsorbed to the projec-
tion member 13 is dropped during the carrying, the vac-
uum sensor 53 connected to the path between the pro-
jection member 13 and the vacuum source 52 can detect
this. At this time, similarly to the second embodiment, by
stopping formation of the caulking portion 7, that is, by
stopping the apparatus, a loss caused by formation fail-
ure of the caulking portion 7 can be prevented from oc-
curring.

[Fourth Embodiment]

[0082] A fourth embodiment will be explained with ref-
erence to FIG. 18. The fourth embodiment is different
from the first embodiment in that a caulking jig 10 com-
prises an optical sensor 55.
[0083] In the fourth embodiment, likewise the third em-
bodiment, a through-hole 54 penetrated from a distal end
portion 31 of a projection member 13 to a guide shaft 35
is formed in the projection member 13. The optical sensor
55 measures a reflectivity of light on an extension of the
distal end portion 31 of the projection member 13 through
the through-hole 54.
[0084] According to the fourth embodiment, the pres-
ence or absence of a spacer member 6 on the extension
of the distal end portion 31 can be detected by the optical
sensor 55. Accordingly, likewise the second and third
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embodiments, it is possible to prevent a loss caused by
formation failure of a caulking portion 7 from occurring.
[0085] While certain embodiments have been de-
scribed, these embodiments have been presented by
way of example only, and are not intended to limit the
scope of the invention, which is defined by the appended
claims.
[0086] For example, while a blade portion is structured
in a continuous annular shape, it may be structured by
arranging a plurality of (for example, three) blade edges
spaced apart from each other at regular intervals annu-
larly. In that case, in accordance with the shape formed
by the blade edges, an edge portion may be formed in a
discontinuous annular shape. While the shoulder portion
of the projection member is formed into a conical shape
which is smoothly continuous with the shaft part, the
shoulder portion may be a brim or a protrusion projecting
radially from the shaft part.

Reference Signs List

[0087] 1· · ·Substrate supporting apparatus, 2 · · · Plate
member, 2A · · · Upper surface of plate member, 5 · · ·
Hole, 5A · · · Bottom of hole, 5B · · · Edge portion of hole,
6 · · · Spacer member, 6A · · · -Upper end portion of spacer
member, 10 · · · Caulking jig, 10A · · · Proximal end of
caulking jig, 10B · · · Distal end of caulking jig, 11 · · ·
Main body, 12 · · · Blade portion, 12A ··· Blade edge of
blade portion, 13 · · · Projection member, 14 · · · Urging
member, 15 · · · Engagement means, 31 · · · Distal end
portion of projection member, 34 · · · -Shoulder portion
of projection member, 41 · · · Engagement hole, 42 · · ·
Engagement pin, 51 · · · Load sensor, 52 · · · Vacuum
source, 53 · · · -Vacuum sensor, 54 · · · Through-hole, 55
· · · Optical sensor, 100 · · · NC machine tool, H2 · · ·
Height of upper end portion of spacer member

Claims

1. A caulking jig which plastically deforms an edge por-
tion of a hole formed in a flat upper surface of a me-
tallic plate member, in order to fix a spacer member
accommodated in the hole to a position which allows
an upper end portion of the spacer member to be
projected from the upper surface by a predetermined
height, the caulking jig comprising:

a cylindrical main body;
a blade portion provided at a distal end of the
main body, and having a sharp V-shaped blade
edge; characterized in that the caulking jig fur-
ther comprises:

a projection member internally fit in the main
body;
an urging member which urges the projec-
tion member in a direction of projecting the

projection member from the blade portion;
and
an engagement means configured to en-
gage the projection member to the main
body,

wherein,
in a state in which the projection member is not
engaged by the engagement means, the projec-
tion member is held at a projected position
where a distal end portion of the projection mem-
ber is projected from the blade edge by urging
force of the urging member; and
in a state in which the projection member is en-
gaged by the engagement means, the projection
member is held at an entered position where the
distal end portion is retracted to a more entered
position than the blade edge against the urging
force of the urging member.

2. The caulking jig of Claim 1, wherein the projection
member further includes a shoulder portion formed
to have a diameter larger than a diameter of the distal
end portion, and
the engagement means includes:

an engagement hole which is formed in the main
body, is positioned on a plane orthogonal to a
central axis of the main body, and penetrates
the main body at a position of a chord not inter-
secting the central axis; and
an engagement pin which is inserted in the en-
gagement hole, and contacts the shoulder por-
tion of the projection member from a side oppo-
site to a direction in which the urging member
urges the projection member.

3. The caulking jig of Claim 1, wherein the distal end
portion of the projection member is formed to be re-
cessed toward a proximal end.

4. The caulking jig of Claim 1, further comprising a load
sensor which measures a load exerted on the pro-
jection member against the urging force of the urging
member,
wherein
the load sensor is configured to detect whether the
projection member is in contact with the spacer
member.

5. The caulking jig of Claim 1, further comprising a vac-
uum source connected to the projection member,
wherein
the projection member includes a through-hole pen-
etrated from a distal end to a proximal end; and
the vacuum source causes the spacer member to
be adsorbed to the distal end portion through the
through-hole.
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6. The caulking jig of Claim 5, further comprising a vac-
uum sensor which measures a degree of vacuum of
the through-hole,
wherein the vacuum sensor is configured to detect
whether the spacer member is adsorbed to the distal
end portion.

7. The caulking jig of Claim 1, further comprising an
optical sensor connected to the projection member,
wherein
the projection member includes a through-hole pen-
etrated from a distal end to a proximal end; and
the optical sensor is configured to detect whether
the spacer member is arranged on an extension of
the distal end portion by measuring a reflectivity
through the through-hole.

8. A method of manufacturing a substrate supporting
apparatus comprising:

a perforation step of forming a plurality of holes
in a flat upper surface of a metallic plate member;
a spacer arrangement step of inserting spacer
members into the plurality of holes, respectively;
a jig mounting step of mounting a caulking jig,
which comprises a blade portion, and a projec-
tion member urged in a direction of being pro-
jected from the blade portion, on an NC machine
tool;
a jig position correction step of holding the pro-
jection member in such a state that the projec-
tion member is retracted to a more entered po-
sition than the blade portion, calibrating a height
of the blade portion, and inputting a setting of a
predetermined caulking position to the NC ma-
chine tool;
a spacer position correction step of lowering the
caulking jig in a state in which the projection
member is projected from the blade portion,
pressing the spacer member by the projection
member, and causing the spacer member to
contact a bottom of the hole; and
a caulking step of further lowering the blade por-
tion to the caulking position against urging force
of the projection member, and fixing the spacer
member by plastically deforming an edge por-
tion of the hole by the blade portion.

9. The method of manufacturing the substrate support-
ing apparatus of Claim 8, wherein in the spacer po-
sition correction step, whether or not the spacer
member is accommodated in the hole is detected,
and when the spacer member is not accommodated,
lowering of the caulking jig is suspended by not pro-
ceeding to the caulking step.

Patentansprüche

1. Verstemmungsspannvorrichtung, die einen Kanten-
abschnitt eines Loches, das in einer flachen oberen
Fläche eines metallischen Plattenelement gebildet
ist, plastisch verformt, um ein Abstandhalterelement,
das in dem Loch aufgenommen ist, in einer Position
zu fixieren, die es einem oberen Endabschnitt des
Abstandshalterelements ermöglicht, von der oberen
Fläche um eine vorbestimmte Höhe vorzustehen,
wobei die Verstemmungsspannvorrichtung folgen-
des umfasst:

einen zylindrischen Hauptkörper;
einen Klingenabschnitt, der an einem distalen
Ende des Hauptkörpers bereitgestellt ist und ei-
ne scharfe V-förmige Klingenkante aufweist;

dadurch gekennzeichnet, dass die Verstem-
mungsspannvorrichtung ferner Folgendes umfasst:

ein Vorsprungselement, das innen in den Haupt-
körper eingepasst ist;
ein Druckelement, welches das Vorsprungsele-
ment von dem Klingenabschnitt in eine Vor-
sprungsrichtung des Vorsprungselements
drückt; und
ein Eingriffsmittel, das konfiguriert ist, um das
Vorsprungselement mit dem Hauptkörper in
Eingriff zu bringen, wobei
in einem Zustand, in dem das Vorsprungsele-
ment nicht durch das Eingriffselement in Eingriff
genommen wird, das Vorsprungselement in ei-
ner vorstehenden Position gehalten wird, in der
ein distaler Endabschnitt des Vorsprungsele-
ments durch eine Druckkraft des Druckelements
von der Klingenkante vorsteht; und
in einem Zustand, in dem das Vorsprungele-
ment durch das Eingriffselement in Eingriff ge-
nommen wird, das Vorsprungselement in einer
eingedrungenen Position gehalten wird, in der
der distale Endabschnitt gegen die Druckkraft
des Druckelements in eine eingedrungenere
Position zurückgezogen ist als die Klingenkan-
te.

2. Verstemmungsspannvorrichtung nach Anspruch 1,
wobei das Vorsprungselement ferner einen Schul-
terabschnitt beinhaltet, der gebildet ist, um einen
Durchmesser aufzuweisen, der größer als ein
Durchmesser des distalen Endabschnitts ist, und
das Eingriffselement Folgendes beinhaltet:

ein Eingriffsloch, das in dem Hauptkörper gebil-
det ist, auf einer Ebene senkrecht zu einer Mit-
telachse des Hauptkörpers positioniert ist und
in einer Position einer Sehne in den Hauptkörper
eindringt, welche die Mittelachse nicht schnei-
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det; und
einen Eingriffsstift, der in das Eingriffsloch ein-
geführt wird und den Schulterabschnitt des Vor-
sprungelements von einer Seite berührt, die ei-
ner Richtung entgegengesetzt ist, in die das
Druckelement das Vorsprungselement drückt.

3. Verstemmungsspannvorrichtung nach Anspruch 1,
wobei der distale Endabschnitt des Vorsprungele-
ments gebildet ist, um in Richtung eines proximalen
Endes vertieft zu sein.

4. Verstemmungsspannvorrichtung nach Anspruch 1,
ferner umfassend einen Lastsensor, der eine Last
misst, die auf das Vorsprungselement gegen die
Druckkraft des Druckelements einwirkt, wobei der
Lastsensor konfiguriert ist, um zu erfassen, ob das
Vorsprungelement mit dem Abstandshalterelement
in Berührung steht.

5. Verstemmungsspannvorrichtung nach Anspruch 1,
ferner umfassend eine Vakuumquelle, die mit dem
Vorsprungelement verbunden ist, wobei
das Vorsprungelement ein Durchgangsloch beinhal-
tet, in das von einem distalen Ende zu einem proxi-
malen Ende eingedrungen wird; und
die Vakuumquelle das Abstandshalterelement dazu
veranlasst, an dem distalen Endabschnitt durch das
Durchgangsloch vollständig aufgenommen zu wer-
den.

6. Verstemmungsspannvorrichtung nach Anspruch 5,
ferner umfassend einen Vakuumsensor, der ein
Ausmaß des Vakuums des Durchgangslochs misst,
wobei der Vakuumsensor konfiguriert ist, um zu er-
fassen, ob das Abstandshalterelement an dem dis-
talen Endabschnitt vollständig aufgenommen ist.

7. Verstemmungsspannvorrichtung nach Anspruch 1,
ferner umfassend einen optischen Sensor, der mit
dem Vorsprungselement verbunden ist, wobei
das Vorsprungselement ein Durchgangsloch bein-
haltet, in das von einem distalen Ende zu einem pro-
ximalen Ende eingedrungen wird; und
der optische Sensor konfiguriert ist, um durch Mes-
sen einer Reflexionsvermögens durch das Durch-
gangsloch zu erfassen, ob das Abstandshalterele-
ment an einer Verlängerung des distalen En-
dabschnitts angeordnet ist.

8. Verfahren zum Herstellen einer Substratstützein-
richtung, umfassend:

einen Perforierungsschritt des Bildens einer
Vielzahl von Löchern in einer flachen oberen
Fläche eines metallischen Plattenelements;
einen Abstandshalteranordnungsschritt des
Einführens von Abstandshalterelementen je-

weils in die Vielzahl von Löchern;
einen Spannvorrichtungsmontageschritt des
Montierens einer Verstemmungsspannvorrich-
tung, die einen Klingenabschnitt und ein Vor-
sprungselement umfasst, das in eine Richtung
zum Vorstehen von dem Klingenabschnitt ge-
drückt wird, an eine NC-Werkzeugmaschine;
einen Spannvorrichtungskorrekturschritt des
Haltens des Vorsprungselement in einem sol-
chen Zustand, dass das Vorsprungselement in
eine eingedrungenere Position eingezogen wird
als der Klingenabschnitt, des Kalibierens einer
Höhe des Klingenabschnitts und des Eingebens
einer Einstellung einer vorbestimmten Spann-
vorrichtungsposition in die NC-Werkzeugma-
schine;
einen Abstandshalterpositionskorrekturschritt
des Absenkens der Verstemmungsspannvor-
richtung in einem Zustand, in dem das Vor-
sprungselement von dem Klingenabschnitt vor-
steht, des Drückens des Abstandshalterele-
ments durch das Vorsprungselement und des
Veranlassens des Abstandshalterelements da-
zu, eine Unterseite des Loches zu berühren; und
einen Verstemmungsschritt des weiteren Ab-
senkens des Klingenabschnitts in die Verstem-
mungsposition gegen die Druckkraft des Vor-
sprungselements und des Fixierens des Ab-
standshalterelements durch plastisches Verfor-
men eines Kantenabschnitt des Loches durch
den Klingenabschnitt.

9. Verfahren zum Herstellen der Substratstützeinrich-
tung nach Anspruch 8, wobei in dem Abstandshal-
terpositionskorrekturschritt erfasst wird, ob das Ab-
standshalterelement in dem Loch aufgenommen ist
oder nicht, und wobei, wenn das Abstandshaltere-
lement nicht aufgenommen ist, das Absenken der
Verstemmungsspannvorrichtung unterbrochen
wird, indem nicht zu dem Verstemmungsschritt fort-
gefahren wird.

Revendications

1. Gabarit de calfeutrage déformant plastiquement une
partie de bord d’un trou formé dans une surface su-
périeure plate d’un élément de plaque métallique,
afin de fixer un élément d’espacement reçu dans le
trou à une position permettant à une partie d’extré-
mité supérieure de l’élément d’espacement de faire
saillie sur une hauteur prédéterminée à partir de la
surface supérieure, le gabarit de calfeutrage
comprenant :

un corps principal cylindrique ;
une partie de lame disposée à une extrémité
distale du corps principal et présentant un bord

19 20 



EP 3 421 150 B1

12

5

10

15

20

25

30

35

40

45

50

55

de lame tranchant en forme de V ;
caractérisé en ce que le gabarit de calfeutrage
comprend en outre :

un élément saillant ajusté intérieurement
dans le corps principal ;
un élément de poussée poussant l’élément
saillant dans une direction de saillie de l’élé-
ment saillant à partir de la partie de lame ; et
un moyen d’engagement configuré pour en-
gager l’élément saillant avec le corps
principal ; dans lequel

dans un état dans lequel l’élément saillant n’est
pas engagé par le moyen d’engagement, l’élé-
ment saillant est maintenu à une position de
saillie où une partie d’extrémité distale de l’élé-
ment saillant fait saillie à partir du bord de lame
par la force de poussée de l’élément de
poussée ; et
dans un état dans lequel l’élément saillant est
engagé par le moyen d’engagement, l’élément
saillant est maintenu à une position rentrante où
la partie d’extrémité distale est rétractée vers
une position plus rentrante que le bord de lame
contre la force de poussée de l’élément de pous-
sée.

2. Gabarit de calfeutrage selon la revendication 1, dans
lequel
l’élément saillant comprend en outre une partie
d’épaulement formée de manière à présenter un dia-
mètre supérieur à un diamètre de la partie d’extré-
mité distale, et
le moyen d’engagement comprend :

un trou d’engagement formé dans le corps prin-
cipal, lequel est positionné sur un plan orthogo-
nal à un axe central du corps principal et pénètre
dans le corps principal à une position d’une cor-
de ne coupant pas l’axe central ; et
une broche d’engagement insérée dans le trou
d’engagement, laquelle touche la partie d’épau-
lement de l’élément saillant depuis un côté op-
posé à une direction dans laquelle l’élément de
poussée pousse l’élément saillant.

3. Gabarit de calfeutrage selon la revendication 1, dans
lequel
la partie d’extrémité distale de l’élément saillant est
formée de manière à être renfoncée vers une extré-
mité proximale.

4. Gabarit de calfeutrage selon la revendication 1, com-
prenant en outre un capteur de charge mesurant une
charge exercée sur l’élément saillant contre la force
de poussée de l’élément de poussée, dans lequel
le capteur de charge est configuré pour détecter si

l’élément saillant est en contact avec l’élément d’es-
pacement.

5. Gabarit de calfeutrage selon la revendication 1, com-
prenant en outre une source de vide reliée à l’élé-
ment saillant, dans lequel
l’élément saillant comprend un trou de passage pé-
nétré d’une extrémité distale vers une extrémité
proximale ; et
la source de vide amène l’élément d’espacement à
être absorbé vers la partie d’extrémité distale à tra-
vers le trou de passage.

6. Gabarit de calfeutrage selon la revendication 5, com-
prenant en outre un capteur de vide mesurant un
degré de vide du trou de passage, dans lequel
le capteur de vide est configuré pour détecter si l’élé-
ment d’espacement est absorbé vers la partie d’ex-
trémité distale.

7. Gabarit de calfeutrage selon la revendication 1, com-
prenant en outre un capteur optique relié à l’élément
saillant, dans lequel
l’élément saillant comprend un trou de passage pé-
nétré d’une extrémité distale vers une extrémité
proximale ; et
le capteur optique est configuré pour détecter si l’élé-
ment saillant est disposé sur une extension de la
partie d’extrémité distale en mesurant une réflectivi-
té à travers le trou de passage.

8. Procédé de fabrication d’un appareil de support de
substrat comprenant :

une étape de perforation pour la formation d’une
pluralité de trous dans une surface supérieure
plate d’un élément de plaque métallique ;
une étape d’agencement d’espaceur pour l’in-
sertion d’éléments d’espacement dans la plura-
lité de trous, respectivement ;
une étape de montage de gabarit pour le mon-
tage d’un gabarit de calfeutrage, lequel com-
prend une partie de lame, et un élément saillant
poussé dans une direction dans laquelle il fait
saillie à partir de la partie de lame, sur une ma-
chine-outil à commande numérique ;
une étape de correction de position de gabarit
pour le maintien de l’élément saillant dans un
état tel que l’élément saillant est rétracté vers
une position plus rentrante que la partie de lame,
l’étalonnage d’une hauteur de la partie de lame,
et l’entrée d’un réglage d’une position de calfeu-
trage prédéterminée sur la machine-outil à com-
mande numérique ;
une étape de correction de position d’espaceur
pour l’abaissement du gabarit de calfeutrage
dans un état dans lequel l’élément saillant fait
saillie à partir de la partie de lame, le pressage

21 22 



EP 3 421 150 B1

13

5

10

15

20

25

30

35

40

45

50

55

de l’élément d’espacement par l’élément
saillant, et la mise en contact de l’élément d’es-
pacement avec un fond du trou ; et
une étape de calfeutrage pour l’abaissement
supplémentaire de la partie de lame vers la po-
sition de calfeutrage contre la force de poussée
de l’élément saillant, et la fixation de l’élément
d’espacement par déformation plastique d’une
partie de bord du trou par la partie de lame.

9. Procédé de fabrication d’un appareil de support de
substrat selon la revendication 8, dans lequel
dans l’étape de correction de position d’espaceur, il
est détecté si oui ou non l’élément d’espacement est
reçu dans le trou, et lorsque l’élément d’espacement
n’est pas reçu, l’abaissement du gabarit de calfeu-
trage est arrêté du fait du non passage à l’étape de
calfeutrage.
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