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(54) SECONDARY BATTERY MANUFACTURING EQUIPMENT AND SECONDARY BATTERY 
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(57) A secondary battery manufacturing equipment
according to the present invention comprises: a main
body unit; a pair of electrode plate loading units, disposed
in the main body unit to face each other, for supplying
electrode plates of different polarities; an electrode plate
transfer unit for transferring the electrode plates of differ-
ent polarities, supplied from the pair of electrode plate
loading units, to a set stacking position in an intersecting
manner; a stacking unit installed in the main body unit to
be disposed at the stacking position for horizontally re-
ciprocating within a first distance range which is set as
the electrode plates are transferred in an intersecting
manner; a separator supply unit installed in the main body
so as to be disposed above the stacking unit for horizon-
tally reciprocating within a second distance range which
is set such that a separator is interposed between the
electrode plates that are transferred in an intersecting
manner; and a control unit for controlling driving of the
pair of electrode plate loading units, the electrode plate
transfer unit, the stacking unit, and the separator supply
unit.
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Description

Technical Field

[0001] The present invention relates to secondary bat-
tery manufacturing equipment and a secondary battery
manufacturing method using the same.

Background Art

[0002] In general, a process of manufacturing a lithium
battery includes a process of stacking a separator be-
tween positive electrode plates and negative electrode
plates.
[0003] In Korean Patent Application No.
10-2003-0055435 (hereinafter referred to as "prior art
document 1"), an example of a method of manufacturing
a cell is disclosed.
[0004] The prior art document 1 provides a technique
of repeatedly stacking a separator between positive elec-
trode plates and negative electrode plates. The above
technique is for continuously stacking and aligning a sep-
arator between positive electrode plates and negative
electrode plates.
[0005] In addition, in Korean Laid-Open Patent Publi-
cation No. 10-2014-0142524 (hereinafter referred to as
"prior art document 2"), a stacking device of a lithium
battery is disclosed.
[0006] The stacking device disclosed in the prior art
document 2 includes a separator moving unit configured
to move a separator, an electrode plate aligning unit con-
figured to align a first electrode plate on the separator at
a specific interval, a separator movement control unit
configured to control the movement of the separator mov-
ing unit such that the specific interval becomes long
enough for one electrode plate to be placed, and an elec-
trode plate inserting unit configured to fold the separator
at a specific interval and at the same time insert and align
a second electrode plate on a side of the separator op-
posite to the side where the first electrode plate is aligned.
[0007] The separator moving unit moves a separator.
Also, the first electrode plates are supplied to the sepa-
rator moving unit and the separator moving unit aligns
the first electrode plates on an upper surface of a moving
separator and continuously moves the separator.
[0008] The separator on which the first electrode plate
is aligned is moved downward from an end of the sepa-
rator moving unit. The electrode plate inserting unit in-
serts the second electrode plate along the lateral side of
the separator so that the second electrode plate is fitted
into the other surface of the separator. Accordingly, the
second electrode plate is aligned on the other surface of
the separator where the first electrode plate is not
aligned. Thus, the separator is interposed between the
first electrode plate and the second electrode plate.
[0009] In this case, the separator is linearly moved by
the separator moving unit, such as a transfer rail. In ad-
dition, the separator linearly moved is moved downward.

The separator while in motion downward is in physical
contact with one end of the second electrode plate that
is linearly moved from the lateral side of the separator.
At this time, the separator may not be in close contact
with a lateral side of one end of the second electrode
plate that is moved laterally. Accordingly, the separator
may be damaged.
[0010] In addition, as described above, the configura-
tion in which the second electrode plates are sequentially
stacked on the first electrode plate with the separator
interposed therebetween by one electrode plate insertion
unit deleteriously increases the time required to manu-
facture one secondary battery, thereby lowering the pro-
ductivity.
[0011] In addition, in the process of moving the sepa-
rator downward with the first electrode plate aligned be-
forehand on one surface thereof, the first electrode plate
may be separated from and dislodged from the one sur-
face of the separator.
[0012] Further, since the mechanism for supplying the
first electrode plate and the mechanism for supplying the
second electrode plate form different processes, the first
electrode plate and the second electrode plate may not
be normally aligned.
[0013] Moreover, since the electrode plate aligning unit
for supplying the first electrode plate and the electrode
inserting unit for supplying the second electrode plate
are disposed at different positions in a vertical direction,
the corresponding electrode plate or an electrode plate
may not be stably supplied or moved to a stacking posi-
tion.
[0014] In addition, since the position where the first
electrode is supplied and the position where the second
electrode is supplied are not symmetrical to each other,
the size of the stacking device itself is disadvantageously
increased.
[0015] Accordingly, in recent years, there is a need to
develop a technology capable of improving productivity
of a secondary battery and solving structural defects in
which a separator is lifted from lateral side regions of
electrode plates having different polarities.
[0016] In addition, there is a need to develop a tech-
nology capable of preventing process failures in which
electrode plates of different polarities stacked in an in-
tersecting manner are misaligned.
[0017] Prior art document 3 related to the present in-
vention is Korean Laid-Open Patent Publication No.
10-2011-0048839. The above prior art document 3 dis-
closes a method of manufacturing a secondary battery
including the steps of aligning and stacking a first elec-
trode plate, a first separator, a second separator, and a
second electrode plate and taping the aligned and
stacked first electrode plate, first separator, second sep-
arator, and second electrode plate at an outermost side
thereof.
[0018] In the step of aligning the first and second elec-
trode plates mentioned in the prior art document, sepa-
rate cleaning is not performed during the transfer of the

1 2 



EP 3 826 091 A1

3

5

10

15

20

25

30

35

40

45

50

55

first and second electrode plates, and thus foreign sub-
stances may be aligned on the first and second electrode
plates. Accordingly, there is a problem in that product
defects occur due to the foreign substances interposed
between the first and second electrode plates and the
separators.
[0019] In addition, the separators form a zigzag struc-
ture, which is interposed between each electrode plate
and the adjacent electrode plate. However, this arrange-
ment also has a problem in that structural defects in which
the separators are lifted from the lateral side regions of
the electrode plates having different polarities.

Technical Problem

[0020] A first objective of the present invention is to
provide secondary battery manufacturing equipment ca-
pable of increasing the productivity of electrodes and re-
ducing the size of equipment by supplying electrode
plates of different polarities positioned in symmetrical po-
sitions to a stacking position in an intersecting manner
and interposing a separator between the electrode
plates, and a secondary battery manufacturing method
using the same.
[0021] In addition, a second objective of the present
invention is to provide secondary battery manufacturing
equipment capable of easily aligning a separator on an
upper surface of an electrode plate by moving the corre-
sponding electrode plate and the separator such that they
are movable together in a horizontal direction, and a sec-
ondary battery manufacturing method using the same.
[0022] In addition, a third objective of the present in-
vention is to provide secondary battery manufacturing
equipment capable of preventing the separator from be-
ing unaligned on a lateral side of one side of an electrode
plate by forming a predetermined tension in the separator
on the lateral side of the electrode plate, and a secondary
battery manufacturing method using the same.
[0023] In addition, a fourth objective of the present in-
vention is to provide secondary battery manufacturing
equipment capable of preventing the formation of foreign
substances on an electrode plate before the stacking
process by cleaning the corresponding electrode plate
while being supplied to the stacking position, and a sec-
ondary battery manufacturing method using the same.
[0024] Further, a fifth objective of the present invention
is to provide secondary battery manufacturing equipment
capable of preventing product defects from occurring due
to misalignment through real-time monitoring of the align-
ment of electrode plates moved to the stacking position,
and a secondary battery manufacturing method using
the same.

Technical Solution

[0025] In order to achieve the above objectives, the
present invention provides secondary battery manufac-
turing equipment.

[0026] A secondary battery manufacturing equipment
according to the present invention includes a main body
unit; a pair of electrode plate loading units, disposed in
the main body unit to face each other, for supplying elec-
trode plates of different polarities; an electrode plate
transfer unit for transferring the electrode plates of differ-
ent polarities, supplied from the pair of electrode plate
loading units, to a set stacking position in an intersecting
manner; a stacking unit installed in the main body unit to
be disposed at the stacking position for horizontally re-
ciprocating within a first distance range which is set as
the electrode plates are transferred in an intersecting
manner; a separator supply unit installed in the main body
so as to be disposed above the stacking unit for horizon-
tally reciprocating within a second distance range which
is set such that a separator is interposed between the
electrode plates that are transferred in an intersecting
manner; and a control unit for controlling driving of the
pair of electrode plate loading units, the electrode plate
transfer unit, the stacking unit, and the separator supply
unit.
[0027] It is preferable that the pair of electrode plate
loading units includes a first loading unit and a second
loading unit disposed at a position symmetrical to the first
loading portion,
wherein the first loading unit includes a first magazine in
which positive electrode plates are accommodated and
a first transfer unit for sequentially transferring the posi-
tive electrode plates from the first magazine to a first
transfer position, and
the second loading unit includes a second magazine in
which the negative electrode plates are accommodated
and a second transfer unit for sequentially transferring
the negative electrode plates from the second magazine
to a second transfer position.
[0028] It is preferable that the first transfer unit includes
a first linear transfer unit disposed apart from the first
magazine and a first rotation transfer unit disposed above
and between the first magazine and the first linear trans-
fer unit,
wherein the first rotation transfer unit includes a first ro-
tation transfer unit body, a first rotation module installed
in the first rotation transfer unit body and having a first
rotary shaft along a vertical direction, a first rotating plate
installed on the first rotary shaft and rotated about the
first rotary shaft, a plurality of first grip members disposed
at intervals along a periphery of the first rotating plate for
sequentially griping the positive electrode plates as they
are rotated a predetermined angle, and a first elevator
installed in the main body unit and configured to move
the first rotation transfer unit body upward and downward,
the first linear transfer unit includes a first conveyor belt
that rotates continuously, a pair of first driving rollers that
rotatably support both ends of the first conveyor belt, and
a first module that rotates the pair of first driving rollers
132,
the plurality of first grip members sequentially grip the
positive electrode plates from the first magazine and
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transfer them to one end upstream of the first conveyor
belt,
the first conveyor belt horizontally moves the sequentially
transferred positive electrode plates 10 to the first trans-
fer position,
the second transfer unit includes a second linear transfer
unit disposed apart from the second magazine and a sec-
ond rotation transfer unit disposed above and between
the second magazine and the second linear transfer unit,
the second rotation transfer unit includes a second rota-
tion transfer unit body, a second rotation module installed
on the second rotation transfer unit body and having a
second rotary shaft along a vertical direction, a second
rotating plate installed on the second rotary shaft and
rotated about the second rotary shaft, a plurality of sec-
ond grip members disposed at intervals along a periphery
of the second rotating plate and configured to sequen-
tially grip the negative electrode plates as they are rotated
a predetermined angle, and a second elevator installed
in the main body unit and configured to move the second
rotation transfer unit body upward and downward,
the second linear transfer unit includes a second con-
veyor belt that rotates continuously, a pair of second driv-
ing rollers that rotatably support both ends of the second
conveyor belt, and a second module that rotates the pair
of second driving rollers,
[0029] The plurality of second grip members sequen-
tially grip the negative electrode plates from the second
magazine and transfer them to one end upstream of the
second conveyor belt,
the second conveyor belt horizontally moves the sequen-
tially transferred negative electrode plates to the second
transfer position, and
there is a predetermined time difference between the
time of transfer of the positive electrode plates to the first
transfer position and the time of transfer of the negative
electrode plates to the second transfer position.
[0030] It is preferable that the electrode plate transfer
unit includes a first electrode plate transfer unit that se-
quentially picks up and rotates the positive electrode
plates transferred to the first transfer position and a sec-
ond electrode plate transfer unit that sequentially picks
up and rotates the negative electrode plates transferred
to the second transfer position in such a manner that the
predetermined time difference is maintained.
[0031] It is preferable that a rotation angle range of the
first electrode plate transfer unit and the second electrode
plate transfer unit is set to 180 degrees.
[0032] It is preferable that the first electrode plate trans-
fer unit includes a first transfer arm formed in a vertically
inverted "L" shape and forming a first central shaft, a pair
of first grippers installed on both ends of the first transfer
arm for sequentially picking up the positive electrode
plates transferred to the first transfer position and trans-
ferring them to the stacking position, and a first rotator
connected to the first central shaft for repeatedly rotating
the first transfer arm within a rotation range of 180 de-
grees under the control of the control unit,

the second electrode plate transfer unit includes a sec-
ond transfer arm formed in an "L" shape and forming a
second central shaft, a pair of second grippers installed
on both ends of the second transfer arm for sequentially
picking up the negative electrode plates transferred to
the second transfer position and transferring them to the
stacking position, and a second rotator connected to the
second central shaft for repeatedly rotating the second
transfer arm within a rotation range of 180 degrees under
the control of the control unit, and
each of the positive electrode plates and each of the neg-
ative electrode plates are positioned such that they are
sequentially stacked at the stacking position with the time
difference.
[0033] It is preferable that the first transfer arm and the
second transfer arm are arranged to be symmetrical to
each other in standby state before rotation.
[0034] It is preferable that each of both ends of the first
transfer arm defines a rotation range of 90 degrees,
as the first transfer arm rotates, the first transfer arm se-
quentially transfers the positive electrode plates, which
have been transferred to the first transfer position, to the
first temporary transfer position by using any one of the
pair of first grippers that is installed on one end of the
first transfer arm,
the positive electrode plates, which have been trans-
ferred to the first temporary transfer position, are sequen-
tially transferred to the stacking position by using the oth-
er one of the pair of first grippers that is installed on the
other end of the first transfer arm,
each of both ends of the second transfer arm defines a
rotation range of 90 degrees,
as the second transfer arm is rotated, the second transfer
arm sequentially transfers the negative electrode plates,
which have been transferred to the second transfer po-
sition, to a second temporary transfer position by using
any one of the pair of second grippers that is installed on
one end of the second transfer arm, and
the positive electrode plates, which have been trans-
ferred to the first temporary transfer position, are sequen-
tially transferred to the stacking position by using the oth-
er one of the pair of first grippers that is installed on the
other end of the first transfer arm.
[0035] The stacking part includes a stacking plate in
which the stacking position is formed and the positive
electrode plates and the negative electrode plates are
stacked in an intersecting manner, a rail for guiding hor-
izontal movement of the stacking plate, and a linear mod-
ule for horizontally reciprocating the stacking plate within
the first distance range, wherein the linear module may
use a servo motor, a harmonic reducer or planetary gear
with low backlash, or alternatively, may use a drum drive
(DD) motor or a servo motor directly connected thereto,
or may use a device that converts linear motion into ro-
tational motion using a lever.
[0036] It is preferable that, when the positive electrode
plate is loaded onto the stacking plate, the control unit
uses the linear module to reciprocate the stacking plate
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a distance equal to a half of the first distance range along
a first direction, and
when the negative electrode plate is loaded onto the
stacking plate, the control unit reciprocates the stacking
plate a distance equal to a half of the first distance range
in a second direction opposite to the first direction.
[0037] It is preferable that the separator supply unit
includes a separator feeder for supplying the separator,
a moving roller device which is, under the control of the
control unit, disposed above the stacking plate and hor-
izontally reciprocated in the second distance range and
guides the supplied separator to be in close contact with
an upper surface of the positive electrode plate that is
moved along the first direction, and a separator guide for
guiding the separator supplied from the separator feeder
to the moving roller device.
[0038] It is preferable that the moving roller device in-
cludes a first roller device installed in the main body unit
so as to be positioned above the stacking plate and con-
figured to supply the supplied separator and a second
roller device interposed between the first roller device
and the stacking plate and configured to guide the sep-
arator while reciprocating within the second distance
range,
wherein, when the positive electrode plate is loaded onto
the stacking plate, the control unit moves the second roll-
er device a distance equal to a half of the second distance
range along the second direction to supply the separator
onto the upper surface of the positive electrode plate, and
when the negative electrode plate is loaded onto the
stacking plate, the control unit moves the second roller
device a distance equal to a half of the second distance
range along the first direction opposite to the second di-
rection to supply the separator onto the upper surface of
the negative electrode plate.
[0039] It is preferable that a pair of mandrel members
are provided on both ends of the second roller device for
temporarily fixing the separator supplied from an upper
portion of both ends of the stacking plate.
[0040] It is preferable that the separator guide includes
a plurality of guide rollers for guiding the separator moved
along a set movement path at a plurality of positions and
a tension former for forming a predetermined tension on
the separator.
[0041] It is preferable that the tension former includes
at least one of a pair of dancer rollers that guide the move-
ment of the separator and are moved in directions that
cross each other along a horizontal direction and a buffer
roller that guides the movement of the separator and is
moved up and down.
[0042] It is preferable that a foreign material removal
unit for forcibly removing foreign materials formed on the
positive electrode plates or the negative electrode plates
to be transferred may be disposed on the first linear trans-
fer unit and the second linear transfer unit,
wherein the foreign material removal unit forcibly re-
moves the foreign materials by supplying vacuum or
compressed air.

[0043] It is preferable that the stacking unit further in-
cludes a vision unit,
wherein the vision unit includes an absorber for vacuum-
absorbing a pair of corners of each of the electrode plates
loaded at a pair of corners in a diagonal direction of the
stacking plate, and a camera for acquiring top surface
images of the vacuum-absorbed electrode plates and
transmitting the acquired top surface images to the con-
trol unit, and
the control unit determines whether or not the top surface
images matches a preset alignment image, and thereby
determines the quality of alignment.
[0044] It is preferable that a tab in the shape of a rec-
tangular plate is formed on each of the electrode plates
and another camera that acquires an image of the tab
and transfers the image to the control unit is disposed
above the stacking plate,
wherein the control unit calculates horizontal length val-
ues of the tab along a horizontal direction through the
image of the tab,
calculates vertical length values at both sides of the tab
along a vertical direction,
calculates intersection position values of the calculated
horizontal length values and the vertical length values,
calculates position values of corners at both ends of the
tab through the intersection position values,
calculate a distance between the calculated position val-
ues,
compares the calculated distance with a preset normal
distance, and, when the calculated distance is different
from the preset normal distance, determines that the tab
is defective.
[0045] In addition, it is preferable that, when the vertical
lengths exceed a preset error range, the control unit de-
termines that the tab is defective.
[0046] Meanwhile, the pair of electrode plate loading
units may include a first loading unit and a second loading
unit disposed at a position symmetrical to the first loading
unit, the first loading unit may include a first magazine
which accommodates positive electrode plates and se-
quentially position the positive electrode plates at a first
transfer position, and the second loading unit may include
a second magazine which accommodates negative elec-
trode plates and sequentially position the negative elec-
trode plates at a second transfer position.

Advantageous Effects

[0047] By means of the above solutions, the present
invention may achieve the effects of increasing produc-
tivity of electrodes and reducing the size of equipment
by supplying electrode plates of different polarities posi-
tioned in symmetrical positions to a stacking position in
an intersecting manner and interposing a separator be-
tween the electrode plates.
[0048] In addition, the present invention has an effect
of easily aligning the separator on an upper surface of a
corresponding electrode plate by moving the electrode
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plate and the separator such that they are movable to-
gether along a horizontal direction.
[0049] In addition, according to the present invention,
the electrode plate is transferred from the magazine onto
the conveyor belt and the electrode plate transferred onto
the conveyor belt is picked up and positioned at a stack-
ing position, thereby solving a problem that, convention-
ally, a collision occurs when an electrode plate is trans-
ferred between moving tables.
[0050] Moreover, the present invention has an effect
of preventing the supplied separator from being una-
ligned on a lateral side of an electrode plate by forming
a predetermined tension in the separator on the lateral
side of the electrode plate.
[0051] In addition, the present invention has an effect
of preventing the formation of foreign substances on an
electrode plate before the stacking process by cleaning
the corresponding electrode plate while being supplied
to the stacking position.
[0052] In addition, the present invention has an effect
of preventing product defects from occurring due to mis-
alignment through real-time monitoring of the alignment
of electrode plates moved to the stacking position.

Description of Drawings

[0053]

FIG. 1 is a plan view of a configuration of secondary
battery manufacturing equipment of the present in-
vention.
FIG. 2A is a plan view of a schematic configuration
of secondary battery manufacturing equipment of
the present invention.
FIG. 2B is a plan view of another example of an elec-
trode plate loading unit according to the present in-
vention.
FIG. 3A is a front view of an electrode plate loading
unit according to the present invention.
FIG. 3B is a front view of first and second rotational
transfer units according to the present invention.
FIG. 4 is a plan view of a configuration of first and
second linear transfer units according to the present
invention.
FIG. 5 is a front view of the configuration of the first
and second linear transfer units according to the
present invention.
FIG. 6A is a plan view of first and second electrode
plate transfer units according to the present inven-
tion.
FIG. 6B is a front view of the first and second elec-
trode plate transfer parts according to the present
invention.
FIG. 7 is a plan view of a stacking unit according to
the present invention.
FIG. 8 is a front view of the stacking unit according
to the present invention.
FIG. 9 is a diagram schematically illustrating a con-

figuration of a separator supply unit according to the
present invention.
FIG. 10 is a conceptual diagram illustrating a config-
uration for inspecting an alignment state of an elec-
trode plate according to the present invention.
FIG. 11 is a diagram illustrating an example of a con-
figuration for inspecting a bending state of tabs
formed on electrode plates according to the present
invention.
FIG. 12 is a diagram illustrating a process of forming
a separator between electrode plates according to
the present invention.

Mode for Invention

[0054] Hereinafter, embodiments of the present inven-
tion will be described in detail with reference to the draw-
ings so that those of ordinary skill in the art may easily
implement the present invention.
[0055] The present invention may be implemented in
a variety of different forms and is not limited to the em-
bodiments described herein.
[0056] Parts not relating to description are omitted in
the drawings in order to clearly describe the present in-
vention and like reference numerals refer to like elements
throughout.
[0057] Hereinafter, when a certain element is referred
to as being formed "at an upper (or lower) portion" of, or
being formed "on (or under)" another element, the certain
element may be directly placed on an upper surface (low-
er surface) of the other element.
[0058] In addition, it does not exclude that an interven-
ing elements may also be present between the two ele-
ments.
[0059] FIG. 1 is a plan view of a configuration of a sec-
ondary battery manufacturing equipment of the present
invention. FIG. 2A is a plan view of a schematic config-
uration of a secondary battery manufacturing equipment
of the present invention.
[0060] Referring to FIGS. 1 and 2A, the secondary bat-
tery manufacturing equipment of the present invention
includes largely a main body unit 1, an electrode plate
loading unit 2, an electrode plate transfer unit 3, and a
stacking unit 5, a separator supply unit 5, and a control
unit 6.
[0061] Each of the above configurations will be de-
scribed.

Main body unit 1

[0062] The main body unit 1 according to the present
invention has an inner space. The inner space is divided
into two spaces. The two spaces are symmetrical.
[0063] In each of the two spaces, the electrode plate
loading unit 2, the electrode plate transfer unit 3, the
stacking unit 5, and the separator supply unit 5 are dis-
posed to constitute a unit apparatus 1a and 1b for per-
forming a series of battery stacking processes. Thus, the
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unit apparatuses 1a and 1b perform the battery manu-
facturing process independently of each other. There-
fore, it is possible to improve the product yield.
[0064] Hereinafter, a configuration of a unit apparatus
disposed in one of the two spaces will be described as
a representative example. Each unit apparatus has the
same configuration.

Electrode plate loading unit 2

[0065] FIG. 3A is a front view of an electrode plate load-
ing unit according to the present invention. FIG. 4 is a
plan view of a configuration of first and second linear
transfer units according to the present invention. FIG. 5
is a front view of the configuration of the first and second
linear transfer units according to the present invention.
[0066] Referring to FIGS. 3 to 5, a pair of electrode
plate loading units 2 are provided. The electrode plate
loading units 2 configured as a pair supply electrode
plates 10 and 20 having different polarities.
[0067] The pair of electrode plate loading units 2 in-
clude a first loading unit 100 and a second loading unit
200. The first and second loading units 100 and 200 have
the same configuration. The first loading unit 100 and the
second loading unit 200 are disposed to correspond to
and be symmetrical to each other in the main body unit 1.
[0068] The first loading unit 100 according to the
present invention includes a first magazine 110 and a
first transfer unit 120.
[0069] Positive electrode plates 10 are sequentially
loaded in the first magazine 110 in a vertical direction.
The first magazine 100 is a device to sequentially position
the positive electrode plates 10 in a first drawn position
along the upper side thereof.
[0070] The first transfer unit 120 sequentially transfers
the anode plates 10 from the first magazine 110 to a first
transfer position.
[0071] The first transfer unit 120 includes a first linear
transfer unit 130 disposed apart from the first magazine
110 and a first rotation transfer unit 140 disposed above
and between the first magazine 110 and the first linear
transfer unit 130.
[0072] The first rotation transfer unit 140 includes a
first rotation transfer unit body 141, a first rotation module
142 installed in the first rotation transfer unit body 141
and having a first rotary shaft 142a along a vertical di-
rection, a first rotating plate 143 installed on the first rotary
shaft 142a and rotated about the first rotary shaft 142a,
a plurality of first grip members 144 disposed at intervals
along the periphery of the first rotating plate 143 for se-
quentially griping the positive electrode plates 10 as they
are rotated a predetermined angle, and a first elevator
145 installed in the main body unit 1 and configured to
move the first rotation transfer unit body 141 upward and
downward. The first elevator 145 has a shaft that moves
upward and downward along a vertical direction. The
shaft is connected to the first rotation transfer unit body
141.

[0073] The first linear transfer unit 130 includes a first
conveyor belt 131 that rotates continuously, a pair of first
driving rollers 132 that rotatably support both ends of the
first conveyor belt 131, and a first module 133 that rotates
the pair of first driving rollers 132.
[0074] The plurality of first grip members 144 sequen-
tially grip the positive electrode plates 10 from the first
magazine 110 and transfer them to one end upstream of
the first conveyor belt 131.
[0075] The first conveyor belt 131 horizontally moves
the sequentially transferred positive electrode plates 10
to the first transfer position.
[0076] The second loading unit 200 according to the
present invention includes a second magazine 210 in
which negative electrode plates 20 are accommodated,
and a second transfer unit 220 for sequentially transfer-
ring the negative electrode plates 20 to a second transfer
position from the second magazine 210.
[0077] The negative electrode plates 20 are sequen-
tially loaded in the second magazine 210 in a vertical
direction. The second magazine 210 is a device to se-
quentially position the negative electrode plates 20 at a
second withdrawal position along the upper side thereof.
[0078] The second transfer unit 220 sequentially trans-
fers the negative electrode plates 20 from the second
magazine 210 to a second transfer position.
[0079] The second transfer unit 220 includes a second
linear transfer unit 230 disposed apart from the second
magazine 210 and a second rotation transfer unit 240
disposed above and between the second magazine 210
and the second linear transfer unit 230.
[0080] The second rotation transfer unit 240 includes
a second rotation transfer unit body 241, a second rota-
tion module 242 installed on the second rotation transfer
unit body 241 and having a second rotary shaft 242a
along a vertical direction, a second rotating plate 243
installed on the second rotary shaft 242a and rotated
about the second rotary shaft 242a, a plurality of second
grip members 244 disposed at intervals along the periph-
ery of the second rotating plate 243 and configured to
sequentially grip the negative electrode plates 20 as they
are rotated a predetermined angle, and a second elevator
245 installed in the main body unit 1 and configured to
move the second rotation transfer unit body 242 upward
and downward.
[0081] The second linear transfer unit 230 includes a
second conveyor belt 231 that rotates continuously, a
pair of second driving rollers 232 that rotatably support
both ends of the second conveyor belt 231, and a second
module 233 that rotates the pair of second driving rollers
232.
[0082] The second conveyor belt 231 horizontally
moves the sequentially transferred negative electrode
plates 20 to the second transfer position.
[0083] There is a predetermined time difference be-
tween the time of transfer of the positive electrode plates
10 to the first transfer position and the time of transfer of
the negative electrode plates 20 to the second transfer
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position.
[0084] Here, each of the first rotation module 142 and
the second rotation module 242 may rotate 180 degrees
when configured with two heads, and may rotate 90 de-
grees when configured with four heads.
[0085] Here, the first and second modules 133 and 233
are driven under the control of the control unit.
[0086] The first and second grip members 144 and 244
have vacuum absorption members installed thereon. The
vacuum absorption members may grip the upper surface
of the positive or negative electrode plate through vacu-
um absorption or release it depending on whether or not
vacuum is provided by a vacuum provider.
[0087] FIG. 2B is a plan view of another example of a
electrode plate loading unit according to the present in-
vention.
[0088] Referring to FIG. 2B, the electrode plate loading
unit 2 according to the present invention may transfer the
electrode plates 10 and 20 from the magazines to first
and second temporary transfer positions and the stacking
positions, respectively.
[0089] That is, the electrode plate loading unit 2 ac-
cording to the present invention may include only the first
and second magazines 110 and 210 without the first and
second transfer units 120 and 220 described above.
[0090] The first and second transfer positions of the
electrode plates 10 and 20 may be formed in the first and
second magazines 110 and 210. Accordingly, the elec-
trode plate transfer unit 3, which will be described below,
may directly pick up and transfer the electrode plates 10
and 20 from the first and second magazines 110 and
210, respectively.
[0091] A plurality of positive electrode plates 10 are
accommodated in the first magazine 110. Alternatively,
a plurality of negative electrode plates 20 are accommo-
dated in the second magazine 210. In this case, tabs
formed at each end of the positive and negative electrode
plates 10 and 20 are disposed at positions opposite to
each other.
[0092] Each electrode plate 10 and 20 may be dis-
charged from the first magazine 110 and the second mag-
azine 210 through various ways as below.
[0093] First, the electrode plates 10 and 20 may be
inserted into the front of the first and second magazines
110 and 210, respectively, and discharged to the left and
right side.
[0094] In addition, the electrode plates 10 and 20 may
be inserted into the first and second magazines 110 and
210, respectively, along the left and right side and dis-
charged to the front side.
[0095] In addition, the electrode plates 10 and 20 may
be inserted into the first and second magazines 110 and
210, respectively, along the left and right side by using
a lift device and be discharged to the lower side.

Electrode plate transfer unit 3

[0096] FIGS. 6A and 6B are views of a first electrode

plate transfer unit and a second electrode plate transfer
unit according to the present invention.
[0097] The electrode plate transfer unit 3 according to
the present invention transfers electrode plates 10 and
20 of different polarities, supplied from the first and sec-
ond electrode plate loading units 100 and 200, to a set
stacking position in an intersecting manner.
[0098] Referring to FIGS. 6A and 6B, the first electrode
plate transfer unit 300 according to the present invention
sequentially picks up and rotates the positive electrode
plates 10 transferred to the first transfer position.
[0099] In addition, the second electrode plate transfer
unit 400 according to the present invention sequentially
picks up and rotates the negative electrode plates 20
transferred to the second transfer position in such a man-
ner that the predetermined time difference is maintained.
[0100] The above-described first and second electrode
plate transfer units 300 and 400 have the same config-
uration. However, they are arranged to be symmetrical
to each other. The configuration of the first and second
electrode plate transfer units 300 and 400 will be de-
scribed.
[0101] The first electrode plate transfer unit 300 ac-
cording to the present invention includes a first transfer
arm 310 formed in a vertically inverted "L" shape and
forming a first central shaft 311, a pair of first grippers
320 installed on both ends of the first transfer arm 310
for sequentially picking up the positive electrode plates
10 transferred to the first transfer position and transfer-
ring them to the stacking position, and a first rotator 330
connected to the first central shaft 311 and configured to
repeatedly rotate the first transfer arm 310 within a rota-
tion range of 180 degrees under the control of the control
unit 6.
[0102] Each of both ends of the first transfer arm 310
defines a rotation range of 90 degrees.
[0103] As the first transfer arm 310 is rotated, the first
transfer arm 310 sequentially transfers the positive elec-
trode plates 10, which have been transferred to the first
transfer position, to the first temporary transfer position
by using any one of the pair of first grippers 320 that is
installed on one end of the first transfer arm 310.
[0104] The positive electrode plates 10, which have
been transferred to the first temporary transfer position,
are sequentially transferred to the stacking position by
using the other one of the pair of first grippers 320 that
is installed on the other end of the first transfer arm 310.
[0105] Accordingly, by transferring the positive elec-
trode plate 10 at a rotation interval of 90 degrees using
both ends of the first transfer arm 310, the efficiency of
transfer of the positive electrode plate 10 to the stacking
position can be increased.
[0106] In addition, the second electrode plate transfer
unit 400 includes a second transfer arm 410 formed in
an "L" shape and forming a second central shaft 411, a
pair of second grippers 420 installed on both ends of the
second transfer arm 410 for sequentially picking up the
negative electrode plates 20 transferred to the second
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transfer position and transferring them to the stacking
position, and a second rotator 430 connected to the sec-
ond central shaft 411 and configured to repeatedly rotate
the second transfer arm 410 within a rotation range of
180 degrees under the control of the control unit 6.
[0107] The first transfer arm 310 and the second trans-
fer arm 410 are arranged to be symmetrical to each other
in standby state before rotation.
[0108] Each of both ends of the second transfer arm
410 defines a rotation range of 90 degrees.
[0109] As the second transfer arm 410 is rotated, the
second transfer arm 410 sequentially transfers the neg-
ative electrode plates 20, which have been transferred
to the second transfer position, to a second temporary
transfer position by using any one of the pair of second
grippers 420 that is installed on one end of the second
transfer arm 410.
[0110] The negative electrode plates 20, which have
been transferred to the second temporary transfer posi-
tion, are sequentially transferred to the stacking position
by using the other one of the pair of second grippers 420
that is installed on the other end of the second transfer
arm 410.
[0111] Accordingly, the present invention uses both
ends of the second transfer arm 420 to transfer the neg-
ative electrode plate 20 at a rotation interval of 90 de-
grees, thereby increasing the efficiency of transfer of the
negative electrode plate 20 to the stacking position.
[0112] In this case, as the first and second transfer
arms 310 and 410 according to the present invention are
alternately rotated with a predetermined time difference,
the positive electrode plates 10 and the negative elec-
trode plates 20 may be supplied in an intersecting manner
so that they can be stacked at intersecting positions. That
is, each of the positive electrode plates and each of the
negative electrode plates are positioned such that they
are sequentially stacked at the stacking position with the
time difference.

Stacking unit 5

[0113] FIG. 7 is a plan view of the stacking unit accord-
ing to the present invention. FIG. 8 is a front view of the
sacking unit according to the present invention.
[0114] Referring to FIGS. 7 and 8, the stacking unit 5
according to the present invention is installed in the main
body unit 1 so as to be disposed at the stacking position
and horizontally reciprocates within a first distance range
which is set as the electrode plates 10 and 20 are trans-
ferred in an intersecting manner.
[0115] The stacking unit 5 according to the present in-
vention includes a stacking plate 510, a rail 520, and a
linear module 530.
[0116] The stacking plate 510 provides the stacking
position, in which each of the positive electrode plates
10 and each of the negative electrode plates 20 are
stacked in an intersecting manner.
[0117] The rail 520 is installed on the main body 1 to

guide the horizontal movement of the stacking plate 510.
[0118] The linear module 530 horizontally reciprocates
the stacking plate 510 within the first distance range.
[0119] When the positive electrode plate 10 is loaded
onto the stacking plate 510, the control unit 6 according
to the present invention uses the linear module 530 to
reciprocate the stacking plate 510 a distance equal to a
half of the first distance range along a first direction.
[0120] In addition, when the negative electrode plate
20 is loaded onto the stacking plate 510, the control unit
6 reciprocates the stacking plate 510 a distance equal to
a half of the first distance range in a second direction
opposite to the first direction.

Separator supply unit 6

[0121] FIG. 9 is a diagram schematically showing the
configuration of the separator supply unit according to
the present invention.
[0122] Referring to FIG. 9, the separator supply unit 6
according to the present invention includes a separator
feeder 610, a moving roller device 620, and a separator
guide 630.
[0123] The separator feeder 610 according to the
present invention supplys a separator 30 wound in the
form of a roll having a predetermined length.
[0124] Under the control of the control unit 4, the mov-
ing roller device 620 is disposed above the stacking plate
510 and horizontally reciprocated in the second distance
range and guides the supplied separator 30 to be in close
contact with the upper surface of the positive electrode
plate 10 that is moved along the first direction.
[0125] In addition, the moving roller device 620 guides
the supplied separator 30 to be in close contact with the
upper surface of the negative electrode plate 20 that is
moved along the second direction.
[0126] The separator guide 630 according to the
present invention guides the separator 30 supplied from
the separator feeder 610 to the moving roller device 620.
[0127] The separator 30 according to the present in-
vention described above is moved along a predetermined
movement path.
[0128] In addition, the moving roller device 620 de-
scribed above includes a first roller device 621 and a
second roller device 622.
[0129] The first roller device 621 is installed in the main
body unit 1 such that it is positioned above the stacking
plate 510, and guides the separator 30. The position of
the first roller device 621 is fixed.
[0130] The second roller device 622 is interposed be-
tween the first roller device 621 and the stacking plate
510 and guides the separator 30 while being reciprocated
in the second distance range.
[0131] Here, when the positive electrode plate 10 is
loaded onto the stacking plate 510, the control unit 4 ac-
cording to the present invention moves the second roller
device 622 a distance equal to a half of the second dis-
tance range along the second direction to supply the sep-
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arator 30 onto the upper surface of the positive electrode
plate 10.
[0132] The main body unit 1 according to the present
invention has a sliding rail (not shown) installed thereon.
The second roller device 622 may be provided with an-
other linear module that reciprocates with the second dis-
tance range along the first direction and the second di-
rection. The linear module may be driven under the con-
trol of the control unit.
[0133] In addition, when the negative electrode plate
20 is loaded onto the stacking plate 510, the control unit
4 moves the second roller device 622 a distance equal
to a half of the second distance range along the first di-
rection opposite to the second direction to supply the
separator 30 onto the upper surface of the negative elec-
trode plate 20.
[0134] Further, a pair of mandrel members (not shown)
are provided on both ends of the second roller device
622 for temporarily fixing the separator 30 supplied from
the upper portion of both ends of the stacking plate 510.
The mandrel member is a member such as a shaft plate.
[0135] The pair of mandrel members serves to tempo-
rarily hold the separator 30 supplied from the first roller
device 621, thereby solving a problem that the separator
30 is lifted or unaligned at the end of the electrode plate
while an operation of interposing the separator 30 on the
positive electrode plate 10 or the negative electrode plate
20 is in progress.
[0136] In addition, the separator guide 630 according
to the present invention includes a plurality of guide roll-
ers 631 for guiding the separator 30 moved along the set
movement path at a plurality of positions, and a tension
former 632 for forming a predetermined tension on the
separator 30.
[0137] The tension former 632 according to the present
invention includes at least one of a pair of dancer rollers
632a that guide the movement of the separator 30 and
are moved in directions that cross each other along a
horizontal direction and a buffer roller 362b that guides
the movement of the separator 30 and is moved up and
down.
[0138] The tension former 632 according to the present
invention. In addition, the tension former 632 may include
only the buffer roller 632b. Also, the tension former 632
according to the present invention may include both the
pair of dancer rollers 632a and the buffer roller 632b.
[0139] Meanwhile, referring to FIG. 2, a foreign mate-
rial removal unit 700 for forcibly removing foreign mate-
rials formed on the positive electrode plates 10 or the
negative electrode plates 20 to be transferred is disposed
on the first linear transfer unit 130 and the second linear
transfer unit 230 according to the present invention.
[0140] The foreign material removal unit 700 forcibly
removes the foreign materials by supplying vacuum or
compressed air. The foreign material removal unit 700
may be a device for forming a vacuum suction force. The
vacuum suction force may be formed by a vacuum device
driven under the control of the control unit. The vacuum

device may be disposed on a predetermined position of
the first and second conveyor belts 131 and 231, and
may include suctions that remove the foreign materials
by vacuum suction force. In addition, the foreign material
removal unit 700 may include a blower for discharging
compressed air.
[0141] FIG. 10 is a conceptual diagram illustrating a
configuration for inspecting an alignment state of an elec-
trode plate according to the present invention.
[0142] Referring to FIG. 10, the stacking unit 5 accord-
ing to the present invention further includes a vision part
800.
[0143] The vision unit 800 according to the present in-
vention includes an absorber 810 for vacuum-absorbing
a pair of corner bottoms in a diagonal direction of each
of the absorbed electrode plates 10 and 20 loaded onto
the stacking plate 510, and a camera 820 for acquiring
top surface images of the vacuum-absorbed electrode
plates 10 and 20 and transmitting the acquired top sur-
face images to the control unit 4.
[0144] The control unit 4 determines whether or not
the top surface images matches a preset alignment im-
age, and thereby determines the quality of alignment.
[0145] FIG. 11 is a diagram illustrating an example of
a configuration for inspecting a bending state of tabs
formed on electrode plates according to the present in-
vention.
[0146] Referring to FIG. 11, a tab 11 in the shape of a
rectangular plate is formed on the electrode plates 10
and 20 according to the present invention, and another
camera 130 that acquires an image of the tab 11 and
transfers the image to the control unit 4 is disposed above
the stacking plate 510.
[0147] The control unit 4 calculates a horizontal length
W of the tab 11 along the horizontal direction through the
image of the tab 11.
[0148] The control unit 4 calculates vertical lengths H
at both sides of the tab 11 along the vertical direction.
[0149] The control unit 4 calculates intersection posi-
tion values of the calculated horizontal length W and ver-
tical lengths H.
[0150] The control unit 4 calculates position values of
the corners at both ends of the tab 11 through the inter-
section position values.
[0151] The control unit 4 calculates a distance between
the calculated position values.
[0152] The control unit 4 compares the calculated dis-
tance with a preset normal distance, and when the cal-
culated distance is different from the preset normal dis-
tance, determines that the tab is defective.
[0153] Accordingly, in the case where a portion of one
or both of the corners at both ends of the tab 11 sags
downward, by taking into account both the horizontal
length W and the vertical length H of the tab 11, the ac-
curacy may be improved compared to a method of meas-
uring only a width of the tab.
[0154] In addition, the control unit 4 may compare the
image of the tab 11 acquired as described above with a
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preset image to determine the quality of the tab.
[0155] Also, the control unit 4 may compare the meas-
ured top surface image and a preset reference image to
determine whether the tab is bent, or compare the area
of the measured top surface image with a preset refer-
ence area to determine whether the tab is satisfactory or
defective.
[0156] Hereinafter, a secondary battery manufacturing
method using secondary battery manufacturing equip-
ment according to the present invention will be described.
[0157] The method according to the present invention
will be described with reference to the above-described
drawings.
[0158] A secondary battery manufacturing method us-
ing secondary battery manufacturing equipment accord-
ing to the present invention includes the steps of loading
an electrode plate, transferring the electrode plate, and
forming a separator.

Electrode plate loading step

[0159] A process of transferring the positive electrode
plate 10 will be described.
[0160] The first loading unit 100 transfers the positive
electrode plates 10 to a first transfer position.
[0161] Here, the first rotation transfer unit 140 rotates
the first grip members 144 within a predetermined angle
range. Each of the first grip members 144 is lowered out
of the corresponding position by the first elevator 145.
The first grip member 144 vacuum-absorbs the corre-
sponding positive electrode plate 10 loaded in the first
magazine 110.
[0162] The first grip member 144 is rotated to be posi-
tioned above the first conveyor belt 131. The first grip
member 144 releases the vacuum to load the gripped
positive electrode plate 10 onto the first conveyor belt
131.
[0163] The loaded positive electrode plate 10 is trans-
ferred to the first transfer position according to the move-
ment of the first conveyor belt 131.
[0164] Accordingly, the positive electrode plate 10 is
queued at the first transfer position.
[0165] The negative electrode plate 20 according to
the present invention may also be transferred to the sec-
ond transfer position of the second conveyor belt 231
and queued up.
[0166] The negative electrode plate 20 is also rotated
on the second conveyor belt 231 by the second rotation
transfer unit 240 and is sequentially supplied. In addition,
the loaded negative electrode 20 is transferred to the
second transfer position according to the movement of
the second conveyor belt 231.
[0167] In this case, the negative electrode plate 20 is
transferred and queued up with a time difference from
the time when the positive electrode plate 10 is queued
at the first transfer position. The time difference is made
under the control of the control unit 4.
[0168] Accordingly, each of the positive electrode plate

10 and the negative electrode plate 20 is transferred and
queued up in a corresponding transfer position.

Electrode plate transfer and separation film formation 
step

[0169] FIG. 12 is a diagram illustrating a process of
forming a separator between electrode plates according
to the present invention.

Waiting state

[0170] Referring to FIG. 12, the movement of the sep-
arator 30 is guided through the moving roller device 620.
The movement of the separator 30 being supplied is guid-
ed by the first roller device 621. The separator 30 guided
by the first roller device 621 is guided by the second roller
device 622 and is positioned on the stacking plate 510.

Positive electrode plate input process

[0171] Referring to FIGS. 6 and 13, the positive elec-
trode plate 10 transferred to the first transfer position is
transferred to the stacking position.
[0172] The first transfer arm 310 is rotated at an interval
of 180 degrees. Here, each of both ends of the first trans-
fer arm 310 is rotated in a rotation range of 90 degrees.
[0173] That is, when the first transfer arm 310 is rotated
90 degrees in a positive (+) direction, the first gripper 320
installed on one end of the first transfer arm 310 is rotated
to the first transfer position. The first gripper 320 picks
up the positive electrode plate 10 queued in the first trans-
fer position.
[0174] When the first transfer arm 310 is rotated -90
degrees, the first gripper 320 installed on one end of the
first transfer arm 310 is rotated to its original position.
The first gripper 320 keeps the positive electrode plate
10 queued in the first temporary transfer position formed
at the original position.
[0175] Subsequently, when the first transfer arm 310
is rotated 90 degrees in the positive (+) direction, the first
gripper 320 installed on the other end of the first transfer
arm 310 is rotated to the first temporary transfer position.
The first gripper 320 installed on the other end of the first
transfer arm 310 picks up the positive electrode plate 10
queued in the first temporary transfer position. At the
same time, the first gripper 320 installed on one end of
the first transfer arm 310 picks up another positive elec-
trode plate 10 queued in the first transfer position.
[0176] In addition, when the first transfer arm 310 is
rotated 90 degrees in the positive (+) direction again, the
first gripper 320 installed on the other end of the first
transfer arm 310 is rotated to the stacking position with
the positive electrode plate 10 gripped. The first gripper
320 installed on the other end of the first transfer arm
310 loads the positive electrode plate 10 at the stacking
position.
[0177] Accordingly, the positive electrode plate 10 is
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loaded onto the stacking plate 510. In this case, the pos-
itive electrode plate 10 is loaded onto the separator 30
positioned on the stacking plate 510.
[0178] At this time, the mandrel member on one side
supports the positive electrode plate 10 and the separator
30 from one side of the positive electrode plate 10. In
addition, the second roller device 622 remains in standby
state on one side of the stacking plate 510.
[0179] Subsequently, when the positive electrode
plate 10 is loaded, the stacking plate 510 is moved by a
distance equal to a half of the first distance range along
the first direction within the first distance range under the
control of the control unit 4.
[0180] At the same time, the second roller device 622
is moved by a distance equal to a half of the second
distance range along the second direction that is opposite
to the first direction.
[0181] That is, the stacking plate 510 and the second
roller device 622 simultaneously move relative to each
other in opposite directions.
[0182] Accordingly, the separator 30 is positioned on
the upper surface of the positive electrode plate 10. In
addition, the second roller device 622 is positioned above
the other side of the stacking plate.
[0183] Meanwhile, the negative electrode plate 20
transferred to the second transfer position is transferred
to the stacking position.
[0184] The second transfer arm 410 is rotated at an
interval of 180 degrees. Here, each of both ends of the
second transfer arm 410 is rotated in a rotation range of
90 degrees.
[0185] That is, when the second transfer arm 410 is
rotated 90 degrees in a positive (+) direction, the second
gripper 420 installed on one end of the second transfer
arm 410 is rotated to the second transfer position. The
second gripper 420 picks up the negative electrode plate
20 queued in the second transfer position.
[0186] When the second transfer arm 410 is rotated
-90 degrees, the second gripper 420 installed on one end
of the second transfer arm 410 is rotated to its original
position. The second gripper 420 keeps the negative
electrode plate 20 queued in the second temporary trans-
fer position formed at the original position.
[0187] Subsequently, when the second transfer arm
410 is rotated 90 degrees in the positive (+) direction, the
second gripper 420 installed on the other end of the sec-
ond transfer arm 410 is rotated to the second temporary
transfer position. The second gripper 420 installed on the
other end of the second transfer arm 410 picks up the
negative electrode plate 20 queued in the second tem-
porary transfer position. At the same time, the second
gripper 420 installed on one end of the second transfer
arm 410 picks up another negative electrode plate 20
queued in the second transfer position.
[0188] In addition, when the second transfer arm 410
is rotated 90 degrees in the positive (+) direction again,
the second gripper 420 installed on the other end of the
second transfer arm 410 is rotated to the stacking position

with the negative electrode plate 20 gripped. The second
gripper 420 installed on the other end of the second trans-
fer arm 310 loads the negative electrode plate 20 at the
stacking position.
[0189] Accordingly, the negative electrode plate 20 is
loaded onto the stacking plate 510. As described above,
the negative electrode plate 20 is loaded such that it is
stacked on the positive electrode plate 10 having the sep-
arator 30 supplied beforehand to the upper surface there-
of. Accordingly, the supplied negative electrode plate 20
is positioned on the upper surface of the separator 30
positioned on the upper surface of the positive electrode
plate 10.
[0190] At this time, the mandrel member on the other
side supports the negative electrode plate 20 and the
separator 30 from one side of the negative electrode plate
10. In addition, the second roller device 622 remains in
standby state on the other side of the stacking plate 510.
[0191] Subsequently, the stacking plate 510 is moved
by a distance equal to a half of the first distance range
along the second direction within the first distance range
under the control of the control unit 4.
[0192] At the same time, the second roller device 622
is moved by a distance equal to a half of the second
distance range along the first direction that is opposite
to the second direction.
[0193] That is, the stacking plate 510 and the second
roller device 622 simultaneously move relative to each
other in opposite directions.
[0194] Consequently, the separator 30 is disposed to
be in close contact with the upper surface of the negative
electrode plate 20. The stacking plate 510 is returned to
its original position.
[0195] Accordingly, a structure in which the separator
30, the positive electrode plate 10, the separator 30, the
negative electrode plate 20, and the separator 30 are
stacked in this order may be formed on the stacking plate
510 according to the present invention. This corresponds
to a unit process of forming the separator 30 between
one positive electrode plate 10 and one negative elec-
trode plate 20. This unit process is repeatedly performed.
As the unit process is repeatedly performed, the second-
ary battery may have a structure in which a plurality of
positive and negative electrode plates 10 and 20 are
stacked and the separator 30 is formed therebetween.
[0196] Meanwhile, in the process of forming the sep-
arator as described above, the movement of the sepa-
rator 30 may be guided using the tension former 632 with
a structure in which at least one of the pair of dancer
rollers 632a that are moved in directions that cross each
other along the horizontal direction and the buffer roller
362b that guides the movement of the separator 30 and
is moved up and down is included. Thus, a problem such
as the separator being lifted at one end or the other end
of the electrode plates while the separator is interposed
in a zigzag shape between the electrode plates consti-
tuting the stacked structure can be solved.
[0197] Meanwhile, referring to FIG. 2, in the present
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invention, foreign materials generated in each of the elec-
trode plates stacked as described above can be re-
moved.
[0198] That is, it is possible to forcibly remove foreign
materials formed on the the positive electrode plates 10
or the negative electrode plates 20 being transferred on
the first linear transfer unit 130 and the second linear
transfer unit 230 by using the foreign material removing
unit 700.
[0199] On the other hand, referring to FIGS. 10 and
11, a pair of corner bottoms along the diagonal direction
of the electrode plates 10 and 20 loaded onto the stacking
plate 510 are vacuum-absorbed using an absorber.
[0200] Top surface images of the absorbed electrode
plates 10 and 20 are acquired using a camera and the
acquired top surface images are transmitted to the con-
trol unit 4. Then, the control unit 4 may determine whether
or not the top surface images matches a preset alignment
image, and thereby determine the quality of alignment.
[0201] FIG. 12 is a diagram illustrating an example of
a configuration for inspecting a bending state of tabs
formed on electrode plates according to the present in-
vention.
[0202] Referring to FIG. 12, a tab 11 in the shape of a
rectangular plate is formed on the electrode plates 10
and 20 in accordance with the present invention.
[0203] An image of the tab 11 is acquired from an upper
portion of the stacking plate 510 using another camera
830 and transmitted to the control unit 4.
[0204] The control unit 4 calculates a horizontal length
of the tab 11 along the horizontal direction through the
image of the tab 11.
[0205] The control unit 4 calculates vertical lengths at
both sides of the tab 11 along the vertical direction.
[0206] The control unit 4 calculates intersection posi-
tion values of the calculated horizontal and vertical
lengths.
[0207] The control unit 4 calculates the position values
of the corners of both ends of the tab 11 through the cross
position values.
[0208] The control unit 4 calculates a distance between
the calculated position values.
[0209] The control unit 4 compares the calculated dis-
tance with a preset normal distance, and when the cal-
culated distance is different from the preset normal dis-
tance, determines that the tab is defective.
[0210] Accordingly, in the case where a portion of one
or both of the corners at both ends of the tab 11 sags
downward, by taking into account both the horizontal
length and the vertical length of the tab 11, the accuracy
may be improved compared to a method of measuring
only a width of the tab.
[0211] In addition, the control unit 4 may compare the
image of the tab 11 acquired as described above with a
preset image to determine the quality of the tab.
[0212] Through the above configurations and opera-
tions, the present invention may achieve the effects of
increasing productivity of electrodes and reducing the

size of equipment by supplying electrode plates of differ-
ent polarities positioned in symmetrical positions to the
stacking position in an intersecting manner and interpos-
ing a separator between the electrode plates.
[0213] In addition, the present invention has an effect
of easily aligning the separator on an upper surface of a
corresponding electrode plate by moving the electrode
plate and the separator such that they are movable to-
gether along a horizontal direction.
[0214] In addition, according to the present invention,
it is possible to efficiently shorten the time required to
transfer the electrode plate to the stacking position by
rotating the first and second transfer arms of an L shape
and gripping the electrode plates using both ends thereof.
[0215] In addition, according to the present invention,
the electrode plate is transferred from the magazine onto
the conveyor belt and the electrode plate transferred onto
the conveyor belt is picked up and positioned at a stack-
ing position, thereby solving a problem that, convention-
ally, a collision occurs when an electrode plate is trans-
ferred between moving tables.
[0216] Moreover, the present invention has an effect
of preventing the supplied separator from being una-
ligned with one lateral side of an electrode plate by form-
ing a predetermined tension in the separator on the lateral
side of the electrode plate.
[0217] In addition, the present invention has an effect
of preventing the formation of foreign materials on an
electrode plate before the stacking process by cleaning
the corresponding electrode plate while being supplied
to the stacking position.
[0218] In addition, the present invention has an effect
of preventing product defects from occurring due to mis-
alignment through real-time monitoring of the alignment
of electrode plates moved to the stacking position.
[0219] In the above, specific examples of the second-
ary battery manufacturing equipment of the present in-
vention and the secondary battery manufacturing meth-
od using the same have been described, but it is obvious
that various implementation modifications are possible
within the limit not departing from the scope of the present
invention.
[0220] 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.
[0221] 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 manufacturing equipment com-
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prising:

a main body unit;
a pair of electrode plate loading units, disposed
in the main body unit to face each other, for sup-
plying electrode plates of different polarities;
an electrode plate transfer unit for transferring
the electrode plates of different polarities, sup-
plied from the pair of electrode plate loading
units, to a set stacking position in an intersecting
manner;
a stacking unit installed in the main body unit to
be disposed at the stacking position for horizon-
tally reciprocating within a first distance range
which is set as the electrode plates are trans-
ferred in an intersecting manner;
a separator supply unit installed in the main body
so as to be disposed above the stacking unit for
horizontally reciprocating within a second dis-
tance range which is set such that a separator
is interposed between the electrode plates that
are transferred in an intersecting manner; and
a control unit for controlling driving of the pair of
electrode plate loading units, the electrode plate
transfer unit, the stacking unit, and the separator
supply unit.

2. The secondary battery manufacturing equipment of
claim 1, wherein the pair of electrode plate loading
units includes a first loading unit and a second load-
ing unit disposed at a position symmetrical to the first
loading portion,
the first loading unit includes a first magazine in
which positive electrode plates are accommodated
and a first transfer unit for sequentially transferring
the positive electrode plates from the first magazine
to a first transfer position, and
the second loading unit includes a second magazine
in which the negative electrode plates are accom-
modated and a second transfer unit for sequentially
transferring the negative electrode plates from the
second magazine to a second transfer position.

3. The secondary battery manufacturing equipment of
claim 1, wherein the pair of electrode plate loading
units includes a first loading unit and a second load-
ing unit disposed at a position symmetrical to the first
loading unit, the first loading unit may include a first
magazine which accommodates positive electrode
plates and sequentially position the positive elec-
trode plates at a first transfer position, and the sec-
ond loading unit may include a second magazine
which accommodates negative electrode plates and
sequentially position the negative electrode plates
at a second transfer position.

4. The secondary battery manufacturing equipment of
claim 2, wherein the first transfer unit includes a first

linear transfer unit disposed apart from the first mag-
azine and a first rotation transfer unit disposed above
and between the first magazine and the first linear
transfer unit,
the first rotation transfer unit includes a first rotation
transfer unit body, a first rotation module installed in
the first rotation transfer unit body and having a first
rotary shaft along a vertical direction, a first rotating
plate installed on the first rotary shaft and rotated
about the first rotary shaft, a plurality of first grip
members disposed at intervals along a periphery of
the first rotating plate for sequentially griping the pos-
itive electrode plates as they are rotated a predeter-
mined angle, and a first elevator installed in the main
body unit and configured to move the first rotation
transfer unit body upward and downward,
the first linear transfer unit includes a first conveyor
belt that rotates continuously, a pair of first driving
rollers that rotatably support both ends of the first
conveyor belt, and a first module that rotates the pair
of first driving rollers,
the plurality of first grip members sequentially grip
the positive electrode plates from the first magazine
and transfer them to one end upstream of the first
conveyor belt,
the first conveyor belt horizontally moves the se-
quentially transferred positive electrode plates to the
first transfer position,
the second transfer unit includes a second linear
transfer unit disposed apart from the second maga-
zine and a second rotation transfer unit disposed
above and between the second magazine and the
second linear transfer unit,
the second rotation transfer unit includes a second
rotation transfer unit body, a second rotation module
installed on the second rotation transfer unit body
and having a second rotary shaft along a vertical
direction, a second rotating plate installed on the sec-
ond rotary shaft and rotated about the second rotary
shaft, a plurality of second grip members disposed
at intervals along a periphery of the second rotating
plate and configured to sequentially grip the negative
electrode plates as they are rotated a predetermined
angle, and a second elevator installed in the main
body unit and configured to move the second rotation
transfer unit body upward and downward,
the second linear transfer unit includes a second
conveyor belt that rotates continuously, a pair of sec-
ond driving rollers that rotatably support both ends
of the second conveyor belt, and a second module
that rotates the pair of second driving rollers,
the plurality of second grip members sequentially
grip the negative electrode plates from the second
magazine and transfer them to one end upstream of
the second conveyor belt,
the second conveyor belt horizontally moves the se-
quentially transferred negative electrode plates to
the second transfer position,
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there is a predetermined time difference between
the time of transfer of the positive electrode plates
to the first transfer position and the time of transfer
of the negative electrode plates to the second trans-
fer position, and
each of the first rotation module and the second ro-
tation module rotates 180 degrees when configured
with two heads, and rotates 90 degrees when con-
figured with four heads.

5. The secondary battery manufacturing equipment of
claim 3 or 4, wherein the electrode plate transfer unit
includes a first electrode plate transfer unit that se-
quentially picks up and rotates the positive electrode
plates transferred to the first transfer position and a
second electrode plate transfer unit that sequentially
picks up and rotates the negative electrode plates
transferred to the second transfer position in such a
manner that the predetermined time difference is
maintained.

6. The secondary battery manufacturing equipment of
claim 5, wherein a rotation angle range of the first
electrode plate transfer unit and the second elec-
trode plate transfer unit is set to 180 degrees.

7. The secondary battery manufacturing equipment of
claim 5, wherein the first electrode plate transfer unit
includes a first transfer arm formed in a vertically
inverted "L" shape and forming a first central shaft,
a pair of first grippers installed on both ends of the
first transfer arm for sequentially picking up the pos-
itive electrode plates transferred to the first transfer
position and transferring them to the stacking posi-
tion, and a first rotator connected to the first central
shaft for repeatedly rotating the first transfer arm
within a rotation range of 180 degrees under the con-
trol of the control unit,
the second electrode plate transfer unit includes a
second transfer arm formed in an "L" shape and
forming a second central shaft, a pair of second grip-
pers installed on both ends of the second transfer
arm for sequentially picking up the negative elec-
trode plates transferred to the second transfer posi-
tion and transferring them to the stacking position,
and a second rotator connected to the second central
shaft for repeatedly rotating the second transfer arm
within a rotation range of 180 degrees under the con-
trol of the control unit, and
each of the positive electrode plates and each of the
negative electrode plates are positioned such that
they are sequentially stacked at the stacking position
with the time difference.

8. The secondary battery manufacturing equipment of
claim 7, wherein the first transfer arm and the second
transfer arm are arranged to be symmetrical to each
other in standby state before rotation.

9. The secondary battery manufacturing equipment of
claim 7, wherein each of both ends of the first transfer
arm defines a rotation range of 90 degrees,
as the first transfer arm rotates, the first transfer arm
sequentially transfers the positive electrode plates,
which have been transferred to the first transfer po-
sition, to the first temporary transfer position by using
any one of the pair of first grippers that is installed
on one end of the first transfer arm,
the positive electrode plates, which have been trans-
ferred to the first temporary transfer position, are se-
quentially transferred to the stacking position by us-
ing the other one of the pair of first grippers that is
installed on the other end of the first transfer arm,
each of both ends of the second transfer arm defines
a rotation range of 90 degrees,
as the second transfer arm is rotated, the second
transfer arm sequentially transfers the negative elec-
trode plates, which have been transferred to the sec-
ond transfer position, to a second temporary transfer
position by using any one of the pair of second grip-
pers that is installed on one end of the second trans-
fer arm, and
the positive electrode plates, which have been trans-
ferred to the first temporary transfer position, are se-
quentially transferred to the stacking position by us-
ing the other one of the pair of first grippers that is
installed on the other end of the first transfer arm.

10. The secondary battery manufacturing equipment of
claim 9, wherein The stacking part includes a stack-
ing plate in which the stacking position is formed and
the positive electrode plates and the negative elec-
trode plates are stacked in an intersecting manner,
a rail for guiding horizontal movement of the stacking
plate, and a linear module for horizontally recipro-
cating the stacking plate within the first distance
range,
wherein, when the positive electrode plate is loaded
onto the stacking plate, the control unit uses the lin-
ear module to reciprocate the stacking plate a dis-
tance equal to a half of the first distance range along
a first direction, and
when the negative electrode plate is loaded onto the
stacking plate, the control unit reciprocates the
stacking plate a distance equal to a half of the first
distance range in a second direction opposite to the
first direction.

11. The secondary battery manufacturing equipment of
claim 10, wherein the separator supply unit includes
a separator feeder for supplying the separator, a
moving roller device which is, under the control of
the control unit, disposed above the stacking plate
and horizontally reciprocated in the second distance
range and guides the supplied separator to be in
close contact with an upper surface of the positive
electrode plate that is moved along the first direction,
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and a separator guide for guiding the separator sup-
plied from the separator feeder to the moving roller
device.

12. The secondary battery manufacturing equipment of
claim 11, wherein the moving roller device includes
a first roller device installed in the main body unit so
as to be positioned above the stacking plate and con-
figured to supply the supplied separator and a sec-
ond roller device interposed between the first roller
device and the stacking plate and configured to guide
the separator while reciprocating within the second
distance range,
wherein, when the positive electrode plate is loaded
onto the stacking plate, the control unit moves the
second roller device a distance equal to a half of the
second distance range along the second direction
to supply the separator onto the upper surface of the
positive electrode plate, and
when the negative electrode plate is loaded onto the
stacking plate, the control unit moves the second
roller device a distance equal to a half of the second
distance range along the first direction opposite to
the second direction to supply the separator onto the
upper surface of the negative electrode plate.

13. The secondary battery manufacturing equipment of
claim 12, wherein a pair of mandrel members are
provided on both ends of the second roller device
for temporarily fixing the separator supplied from an
upper portion of both ends of the stacking plate.

14. The secondary battery manufacturing equipment of
claim 11, wherein the separator guide includes a plu-
rality of guide rollers for guiding the separator moved
along a set movement path at a plurality of positions
and a tension former for forming a predetermined
tension on the separator.

15. The secondary battery manufacturing equipment of
claim 14, wherein the tension former includes at least
one of a pair of dancer rollers that guide the move-
ment of the separator and are moved in directions
that cross each other along a horizontal direction and
a buffer roller that guides the movement of the sep-
arator and is moved up and down.

16. The secondary battery manufacturing equipment of
claim 4, wherein a foreign material removal unit for
forcibly removing foreign materials formed on the
positive electrode plates or the negative electrode
plates to be transferred may be disposed on the first
linear transfer unit and the second linear transfer
unit, wherein the foreign material removal unit forci-
bly removes the foreign materials by supplying vac-
uum or compressed air.

17. The secondary battery manufacturing equipment of

claim 10, wherein the stacking unit further includes
a vision unit,
wherein the vision unit includes an absorber for vac-
uum-absorbing a pair of corners of each of the elec-
trode plates loaded at a pair of corners in a diagonal
direction of the stacking plate, and a camera for ac-
quiring top surface images of the vacuum-absorbed
electrode plates and transmitting the acquired top
surface images to the control unit, and
the control unit determines whether or not the top
surface images matches a preset alignment image,
and thereby determines the quality of alignment.

18. The secondary battery manufacturing equipment of
claim 17, wherein a tab in the shape of a rectangular
plate is formed on each of the electrode plates and
another camera that acquires an image of the tab
and transfers the image to the control unit is disposed
above the stacking plate,
wherein the control unit calculates horizontal length
values of the tab along a horizontal direction through
the image of the tab, calculates vertical length values
at both sides of the tab along a vertical direction,
calculates intersection position values of the calcu-
lated horizontal length value and the vertical length
values, calculates position values of corners at both
ends of the tab through the intersection position val-
ues, calculate a distance between the calculated po-
sition values, compares the calculated distance with
a preset normal distance, and, when the calculated
distance is different from the preset normal distance,
determines that the tab is defective.

19. The secondary battery manufacturing equipment of
claim 18, wherein, when the vertical lengths exceed
a preset error range, the control unit determines that
the tab is defective.

20. A secondary battery manufacturing method using
the secondary battery manufacturing equipment of
claim 1.
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