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(54) WORK SYSTEM

(57) A work system includes multiple work devices
aligned along a board conveyance line, a replenishing
device having a sensor for detecting presence or ab-
sence of an interfering object and configured to move in
parallel with the board conveyance line while detecting
the presence or absence of the interfering object by the
sensor to replenish necessary members to the multiple
work devices, and a draw-out device configured to draw
out at least one of the multiple work devices in a direction
orthogonal to a direction along the board conveyance
line. When a draw-out request for the work device is
made, the replenishing device performs an automatic
draw-out process of moving to a position in which a
draw-out position of the work device to be pulled forward
is included within a detection range of the sensor, so as
to determine whether the interfering object is detected
by the sensor, and directly or indirectly outputting a signal
to the draw-out device such that the work device to be
pulled forward is drawn when the interfering object is not
detected.
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Description

Technical Field

[0001] The present description discloses a work sys-
tem.

Background Art

[0002] Conventionally, a work system including multi-
ple work devices for performing work on a circuit board
has been proposed (for example, see Patent Literature
1). The multiple work devices are arranged on a system
base in line in the board conveyance direction, and are
configured to be movable relative to the system base
along a device track extending in a direction crossing the
board conveyance direction (front-rear direction). With
such a work system, by pulling the work device forward
to the front side with respect to the adjacent work device
(draw-out state), it is possible to easily perform works
such as maintenance and adjustment.

Patent Literature

[0003] Patent Literature 1: JP-A-2004-104075

Summary of the Invention

Technical Problem

[0004] In the above-mentioned work system, it is con-
ceivable that the draw-out of the working device is per-
formed by the human power of an operator, or by the
driving force of a driving device by the operator operating
an operation panel and giving commands. However,
such an approach is inefficient because it takes a long
waiting time from the time the operator arrives at the site
until the work device is actually pulled forward and the
operator can start the work required for the work device.
On the other hand, it is conceivable to automatically draw
out the work device at a necessary timing, but it is nec-
essary to secure sufficient safety so that the work device
does not come into contact with the operator during the
draw-out of the work device.
[0005] A main object of the present disclosure is to
enable automatic draw-out of a work device while secur-
ing safety.

Solution to Problem

[0006] The present disclosure employs the following
means in order to achieve the above-mentioned main
object.
[0007] A work system of the present disclosure is a
work system for performing a predetermined work on a
board conveyed along a board conveyance line, the work
system comprising: multiple work devices aligned along
the board conveyance line; a replenishing device, having

a sensor for detecting presence or absence of an inter-
fering object, which is configured to move in parallel with
the board conveyance line, while detecting the presence
or absence of the interfering object by the sensor, so as
to replenish necessary members to the multiple work de-
vices; and a draw-out device configured to draw out at
least one of the multiple work devices in a direction or-
thogonal to a direction along the board conveyance line,
wherein, when a draw-out request for the work device is
made, the replenishing device performs an automatic
draw-out process of moving to a position, in which a draw-
out position of the work device to be pulled forward is
included within a detection range of the sensor, so as to
determine whether the interfering object is detected by
the sensor, and directly or indirectly outputting a signal
to the draw-out device so that the work device to be pulled
forward is drawn when the interfering object is not de-
tected.
[0008] In the work system of the present disclosure,
the work device can be drawn before or immediately after
the operator arrives at the site by executing the automatic
draw-out process. As a result, the operator can immedi-
ately start the necessary work on the drawn work device.
In addition, since the replenishing device checks whether
there is an interfering object at the draw-out position of
the work device prior to the draw-out of the work device
to be pulled forward, it is possible to sufficiently secure
safety. Further, since the presence or absence of an in-
terfering object is checked using a sensor attached to a
replenishing device for replenishing a member neces-
sary for a work device, it is unnecessary to provide a
dedicated sensor.

Brief Description of Drawings

[0009]

[Fig. 1] Fig. 1 is a diagram showing a schematic con-
figuration of component mounting system 10 accord-
ing to the present embodiment.
[Fig. 2] Fig. 2 is a diagram showing a schematic con-
figuration of component mounting machine 20.
[Fig. 3] Fig. 3 is a diagram showing a schematic con-
figuration of feeder 30.
[Fig. 4] Fig. 4 is a diagram showing a schematic con-
figuration of loader 50.
[Fig. 5] Fig. 5 is a diagram showing a schematic con-
figuration of draw-out device 70.
[Fig. 6] Fig. 6 is an explanatory diagram showing an
electrical connection among mounting control device
29, loader control device 59, and management de-
vice 80.
[Fig. 7] Fig. 7 is a flowchart showing an example of
an automatic draw-out process.
[Fig. 8] Fig. 8 is an explanatory diagram showing a
state in which component mounting machine 20 is
drawn out.
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Description of Embodiments

[0010] Next, Description of Embodiments of the
present disclosure will be described with reference to the
drawings.
[0011] Fig. 1 is a diagram showing a schematic con-
figuration of component mounting system 10 of the
present embodiment. Fig. 2 is a diagram showing a sche-
matic configuration of component mounting machine 20.
Fig. 3 is a diagram showing a schematic configuration of
feeder 30. Fig. 4 is a diagram showing a schematic con-
figuration of loader 50. Fig. 5 is a diagram showing a
schematic configuration of draw-out device 70. Fig. 6 is
an explanatory diagram showing an electrical connection
relationship among mounting control device 29, loader
control device 59, and management device 80. In Figs.
1 and 2, the left-right direction is the X-axis direction, the
front-rear direction is the Y-axis direction, and the up-
down direction is the Z-axis direction.
[0012] As shown in Fig. 1, component mounting sys-
tem 10 includes printer 12, printing inspector 14, multiple
component mounting machines 20, a mounting inspector
(not shown), loader 50, feeder storage container 60,
draw-out device 70 (see Fig. 5), and management device
80. Printer 12 prints solder on board S. Printing inspector
14 inspects the state of the solder printed by printer 12.
Component mounting machine 20 is mounted on base
18 aligned along the conveyance direction (X-direction)
of board S, and mounts the component supplied from
feeder 30 on board S. The mounting inspector inspects
a mounting state of the component mounted on compo-
nent mounting machine 20. Loader 50 replenishes nec-
essary feeders 30 to multiple component mounting ma-
chines 20, and collects used feeders 30 from component
mounting machines 20. Feeder storage container 60 is
capable of storing feeder 30 to be used in component
mounting machine 20 and the used feeder 30. Draw-out
device 70 pulls component mounting machine 20 forward
with respect to base 18 (in a direction orthogonal to the
conveyance direction of board S, that is, in the Y-direc-
tion) so that the operator can easily perform the work in
housing 22 at the time of occurrence of changeover or
occurrence of an error. Management device 80 manages
the entire system. Printer 12, printing inspector 14, and
multiple component mounting machines 20 are arranged
side by side in the conveyance direction of board S in
this order to constitute a production line. Feeder storage
container 60 is incorporated in the production line of com-
ponent mounting system 10, and is installed between
component mounting machine 20 located on the most
upstream side in the conveyance direction of the board
among multiple component mounting machines 20 and
printing inspector 14. That is, feeder storage container
60 is installed upstream of component mounting machine
20 on the most upstream side.
[0013] As shown in Fig. 2, component mounting ma-
chine 20 includes board conveyance device 23 for con-
veying board S from left to right, head 24 having a suction

nozzle for picking up the component supplied by feeder
30, head moving mechanism 25 for moving head 24 in
the front-rear direction and the left-right direction (XY-
directions), and mounting control device 29 (see Fig. 6)
for controlling the entire device. Component mounting
machine 20 further includes mark camera 26, part cam-
era 27, nozzle station 28, and the like. Mark camera 26
is attached to head 24 and captures an image of a ref-
erence mark attached to board S from above. Part cam-
era 27 is installed between feeder 30 and board convey-
ance device 23, and captures an image of the component
from below when the suction nozzle, which has picked
up the component, passes above part camera 27. Nozzle
station 28 accommodates multiple types of suction noz-
zles so as to be exchangeable according to the types of
components to be picked up. Mounting control device 29
is composed of a well-known CPU, ROM, RAM, and the
like. Image signals from mark camera 26 and part camera
27 are input to mounting control device 29. Mounting con-
trol device 29 recognizes the position of board S by, for
example, processing the image of board S captured by
mark camera 26 and recognizing the position of a board
mark (not shown) attached to board S. In addition, mount-
ing control device 29 determines whether a component
is picked up by the suction nozzle based on the image
captured by part camera 27 (presence or absence of pick-
up error), and determines the pick-up position and the
pick-up orientation of the component. Mounting control
device 29 outputs drive signals to board conveyance de-
vice 23, head 24, head moving mechanism 25, and the
like.
[0014] Feeder 30 is a tape feeder attached to compo-
nent mounting machine 20. As shown in Fig. 3, feeder
30 includes tape reel 32, tape feeding mechanism 33,
connector 35, rail member 37, and feeder control device
39 (see Fig. 6). A tape is wound around tape reel 32. The
tape has multiple recessed portions formed at intervals,
such as along its longitudinal direction. Each recessed
portion accommodates a component. These compo-
nents are protected by a film covering the surface of the
tape. Tape feeding mechanism 33 feeds the tape from
tape reel 32. Feeder 30 drives tape feeding mechanism
33 to feed the tape rearward by a predetermined amount,
thereby sequentially feeding the components accommo-
dated in the tape to the component supply position. The
component accommodated in the tape is exposed at the
component supply position by peeling off the film before
the component supply position, and is picked up by the
suction nozzle. Connector 35 has two positioning pins
34 projecting in the mounting direction. Rail member 37
is provided at the lower end of feeder 30 and extends in
the mounting direction. Feeder control device 39 includes
a well-known CPU, ROM, RAM, and the like, and outputs
a drive signal to tape feeding mechanism 33. Feeder con-
trol device 39 can communicate with a control section
(such as mounting control device 29 or management de-
vice 80) to which feeder 30 is attached via connector 35.
[0015] As shown in Fig. 2, feeder 30 is detachably at-
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tached to feeder table 40 provided in front of component
mounting machine 20. Multiple feeder tables 40 are ar-
ranged in the X-direction, and the feeders 30 are attached
so as to be aligned in the X-direction. Feeder table 40 is
an L-shaped table in a side view, and includes slot 42,
two positioning holes 44, and connector 45. Rail member
37 of feeder 30 is inserted into slot 42. Two positioning
pins 34 of feeder 30 are inserted into two positioning
holes 44, and feeder 30 is positioned on feeder table 40.
Connector 45 is provided between two positioning holes
44, and is connected to connector 35 of feeder 30.
[0016] Loader 50 is movable along X-axis rail 16 pro-
vided on the front face of multiple component mounting
machines 20 and the front face of feeder storage con-
tainer 60 in parallel with the board conveyance direction
(X-axis direction). In Figs. 2 and 5, X-axis rail 16 is not
shown.
[0017] As shown in Fig. 4, loader 50 includes loader
moving mechanism 51, feeder transfer mechanism 53,
encoder 57 (see Fig. 6), left and right monitoring sensors
58L and 58R (see Fig. 6), and loader control device 59
(see Fig. 6). Loader moving mechanism 51 moves loader
50 along X-axis rail 16, and includes X-axis motor 52a
such as a servomotor for driving a driving belt, and guide
roller 52b for guiding the movement of loader 50 along
X-axis rail 16. Feeder transfer mechanism 53 transfers
feeder 30 to component mounting machine 20 or feeder
storage container 60, and includes clamp section 54 for
clamping feeder 30 and Y-axis slider 55 for moving clamp
section 54 along Y-axis guide rail 55b. Y-axis slider 55
includes Y-axis motor 55a, and moves clamp section 54
in the front-rear direction (Y-axis direction) by driving Y-
axis motor 55a. Encoder 57 detects the movement posi-
tion of loader 50 in the X-direction. Monitoring sensors
58L and 58R monitor the presence or absence of an in-
terfering object (operator), and are configured by, for ex-
ample, infrared sensors. Left monitoring sensor 58L is
attached to the left side of loader 50 (the side opposite
to the conveyance direction of board S), and has detec-
tion region AL capable of detecting an interfering object
mainly on the left of loader 50. Right monitoring sensor
58R is attached to the right side of loader 50 (on the same
side as the conveyance direction of board S), and has
detection region AR capable of detecting an interfering
object mainly on the right of loader 50. Loader control
device 59 includes a well-known CPU, ROM, RAM, and
the like, receives detection signals from encoder 57 and
monitoring sensors 58L and 58R, and outputs drive sig-
nals to loader moving mechanism 51 (X-axis motor 52a)
and feeder transfer mechanism 53 (clamp section 54 and
Y-axis motor 55a).
[0018] When attaching feeder 30 in loader 50 to com-
ponent mounting machine 20, loader control device 59
first causes X-axis motor 52a to move loader 50 to a
position facing component mounting machine 20 to which
feeder 30 is to be attached. Next, loader control device
59 causes clamp section 54 to clamp feeder 30. Then,
loader control device 59 causes Y-axis motor 55a to

move Y-axis slider 55 rearward (on component mounting
machine 20 side), inserts rail member 37 of feeder 30
into slot 42 of feeder table 40, and causes clamp section
54 to release the clamp of feeder 30. As a result, feeder
30 is attached to feeder table 40 of component mounting
machine 20.
[0019] When removing feeder 30 from component
mounting machine 20 and collecting it in loader 50, loader
control device 59 first causes X-axis motor 52a to move
loader 50 to a position facing component mounting ma-
chine 20 to which feeder 30 to be collected is attached.
Next, loader control device 59 clamps feeder 30 attached
to feeder table 40 with clamp section 54. Then, loader
control device 59 causes Y-axis motor 55a to move Y-
axis slider 55 forward (toward loader 50 side). As a result,
feeder 30 is removed from feeder table 40 and collected
in loader 50.
[0020] Feeder storage container 60 is provided with
multiple feeder tables 40 having the same configuration
as feeder tables 40 provided in component mounting ma-
chines 20 in order to accommodate multiple feeders 30.
Feeder table 40 of feeder storage container 60 is provid-
ed at the same height (position in the Z-direction) as feed-
er table 40 of component mounting machine 20. There-
fore, loader 50 can attach and detach feeder 30 to and
from feeder table 40 of feeder storage container 60 in
the same operation as attaching and detaching feeder
30 to and from feeder table 40 of component mounting
machine 20 at the position facing feeder storage contain-
er 60.
[0021] Board conveyance device 62 for conveying
board S in the X-direction is provided at the back of feeder
storage container 60. Board conveyance device 62 has
the same positions in the front-rear direction and the up-
down direction as those of the board conveyance device
(not shown) of printing inspector 14 and board convey-
ance device 23 of the adjacent component mounting ma-
chine 20. For this reason, board conveyance device 62
can convey board S received from the board conveyance
device of printing inspector 14 and deliver board S to
board conveyance device 23 of adjacent component
mounting machine 20.
[0022] Draw-out device 70 includes a pair of left and
right Y-axis guide rails 71 provided on the upper portion
of base 18 and extending in the front-rear direction (Y-
direction), and Y-axis slider 72 provided on the lower por-
tion of component mounting machine 20 and sliding
along Y-axis guide rail 71. Y-axis slider 72 is connected
to draw-out motor 73 via a ball screw mechanism (not
shown). Draw-out device 70 drives draw-out motor 73 to
pull component mounting machine 20 forward (in a di-
rection orthogonal to the conveyance direction of board
S) so as to overhang base 18. Draw-out motor 73 is driven
by a control signal from mounting control device 29.
[0023] Management device 80 is a general-purpose
computer, and as shown in Fig. 6, receives a signal from
input device 82 operated by an operator, outputs an im-
age signal to display 84, and outputs a drive signal to
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board conveyance device 62 that conveys board S. Man-
agement device 80 can output a sound signal to a speak-
er (not shown) or a lighting signal to a lamp (not shown).
Production job data is stored in the memory of manage-
ment device 80. In the production job data, in each of
component mounting machines 20, which component is
mounted on which board S in which order, how many
boards S mounted in this manner are produced, and the
like are determined. Management device 80 is commu-
nicably connected to mounting control device 29 by wire
and communicably connected to loader control device
59 wirelessly, receives information on the mounting state
of component mounting machine 20 from mounting con-
trol device 29, and receives information on the driving
state of loader 50 from loader control device 59. In addi-
tion, management device 80 is also communicably con-
nected to the respective control devices of printer 12,
printing inspector 14, and the mounting inspector, and
receives various types of information from the corre-
sponding devices. Management device 80 determines
whether a changeover occurs based on the stored pro-
duction job data and the mounting status received from
mounting control device 29 of each component mounting
machine 20, and, when it is determined that a changeover
has occurred, outputs information on the changeover to
display 84, issues a notification to the operator of the
occurrence of a changeover using a speaker or lamp, or
sends a command of a changeover to loader control de-
vice 59. When receiving the mounting error as the mount-
ing status from mounting control device 29, management
device 80 outputs information on the mounting error to
display 84, issues a notification to the operator of the
occurrence of the mounting error using a speaker or a
lamp, or sends the notification to loader control device
59. The mounting error may be, for example, the above-
described pick-up error.
[0024] Management device 80 also controls feeder
storage container 60. Management device 80 is commu-
nicably connected to feeder control device 39 of feeder
30 attached to feeder table 40 of feeder storage container
60 via connectors 35 and 45. Management device 80
stores storage information including the mounting posi-
tion and identification information of feeder 30 stored in
feeder storage container 60, the type of accommodated
components, the component remaining number, and the
like. Management device 80 updates the storage infor-
mation to the latest information when feeder 30 is re-
moved from feeder storage container 60 or when new
feeder 30 is attached to feeder storage container 60.
[0025] The operation of component mounting system
10 configured as described above, in particular, the op-
eration of loader 50 will be described. First, an automatic
exchanging operation of feeder 30 using loader 50 will
be described. Loader control device 59 receives the
changeover command from management device 80, and
removes feeder 30 accommodating components neces-
sary for the next mounting operation from feeder storage
container 60 to attach to each component mounting ma-

chine 20, or removes feeder 30 accommodating compo-
nents unnecessary for the next mounting operation from
each component mounting machine 20 to attach to feed-
er storage container 60. Loader control device 59 re-
ceives the component shortage information of feeder 30
attached to each component mounting machine 20 from
each component mounting machine 20 via management
device 80, removes feeder 30 from component mounting
machine 20 and attaches it to feeder storage container
60, or removes feeder 30 accommodating the same type
of components from feeder storage container 60 and at-
taches it to component mounting machine 20. Specifical-
ly, when feeder 30 is removed from feeder storage con-
tainer 60 and attached to component mounting machine
20, loader control device 59 first causes X-axis motor
52a to move loader 50 to a position facing feeder storage
container 60. Next, loader control device 59 causes
clamp section 54 and Y-axis motor 55a to remove the
necessary feeder 30 from the feeder storage container
60 and load it into loader 50. Subsequently, loader control
device 59 causes X-axis motor 52a to move loader 50 to
a position facing component mounting machine 20 to
which feeder 30 is to be attached. Then, loader control
device 59 causes clamp section 54 and Y-axis motor 55a
to attach necessary feeder 30 to component mounting
machine 20. When unnecessary feeder 30 is removed
from component mounting machine 20 and attached to
feeder storage container 60, loader control device 59 first
causes X-axis motor 52a to move loader 50 to a position
facing component mounting machine 20 to which unnec-
essary feeder 30 is attached. Next, loader control device
59 causes clamp section 54 and Y-axis motor 55a to
remove unnecessary feeder 30 from component mount-
ing machine 20 and load it into loader 50. Subsequently,
loader control device 59 causes X-axis motor 52a to
move loader 50 to a position facing feeder storage con-
tainer 60. Then, loader control device 59 causes clamp
section 54 and Y-axis motor 55a to attach unnecessary
feeder 30 to feeder storage container 60.
[0026] When an operator is detected by right monitor-
ing sensor 58R while loader 50 is moved rightward (in a
direction from feeder storage container 60 toward com-
ponent mounting machine 20), loader control device 59
stops the movement of loader 50 until the operator is not
detected. When the operator is detected by left monitor-
ing sensor 58L while loader 50 is moved leftward (in a
direction from component mounting machine 20 toward
feeder storage container 60), loader control device 59
stops the movement of loader 50 until the operator is not
detected.
[0027] Next, an operation of automatically drawing out
component mounting machine 20 using loader 50 will be
described. Fig. 7 is a flowchart showing an example of
an automatic draw-out process executed by loader con-
trol device 59.
[0028] When the automatic draw-out process is exe-
cuted, loader control device 59 first determines whether
any of changeover and mounting errors has occurred
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(S100). The determination of the changeover is made
based on whether the command of the changeover has
been received from management device 80. The deter-
mination of the mounting error is performed based on
whether the occurrence of the mounting error has been
received from management device 80. When it is deter-
mined that neither the changeover nor the mounting error
has occurred, loader control device 59 ends the auto-
matic draw-out process as it is.
[0029] On the other hand, when loader control device
59 determines that either the changeover or the mounting
error has occurred, loader control device 59 determines
whether there are multiple component mounting ma-
chines 20 to be pulled forward (S110). If it is determined
that there are multiple target mounting machines, loader
control device 59 sets the draw-out order in the order
from the downstream side to the upstream side in the
conveyance direction of board S (S120) and proceeds
to S130 process, and if it is determined that there is only
one component mounting machine 20 to be pulled for-
ward, loader control device 59 skips the S120 process
and proceeds to the S130 process.
[0030] Next, loader control device 59 sets a target stop-
ping position of loader 50 with component mounting ma-
chine 20 to be pulled forward this time as the target
mounting machine (S130). Specifically, the target stop-
ping position is a position closer to feeder storage con-
tainer 60 side than a position facing the target mounting
machine so as not to hit loader 50 when the target mount-
ing machine is drawn, and a position at which the draw-
out position of the target mounting machine is included
in detection region AR of right monitoring sensor 58R.
Loader control device 59 determines whether an inter-
fering object (operator) has been detected in the advanc-
ing direction of loader 50 by monitoring sensor 58L or
58R (S140), and when it is determined that no interfering
object has been detected, loader control device 59 caus-
es X-axis motor 52a to move loader 50 toward the target
stopping position (S150), and determines whether loader
50 has reached the target stopping position (S170). On
the other hand, when it is determined that the interfering
object has been detected, loader control device 59 stops
moving loader 50 (S160) and returns to the S140 proc-
ess. In this manner, loader control device 59 stops the
movement of loader 50 when an interfering object (op-
erator) is detected in the advancing direction of loader
50, and restarts the movement of loader 50 when the
interfering object is not detected.
[0031] When it is determined that loader 50 has
reached the target stopping position in the S170, loader
control device 59 stops (S180) loader 50 and determines
whether an interfering object (operator) has been detect-
ed in the draw-out position (front side) of the target mount-
ing machine by right monitoring sensor 58R (S190).
When it is determined that an interfering object has been
detected in the draw-out position of the target mounting
machine, loader control device 59 waits until the interfer-
ing object is no longer detected. As a result, it is possible

to prevent the target mounting machine from hitting the
interfering object when the target mounting machine is
drawn. On the other hand, when it is determined that no
interfering object has been detected in the draw-out po-
sition of the target mounting machine, loader control de-
vice 59 sends a draw-out command indicating the draw-
out of the target mounting machine to management de-
vice 80 (S200). Upon receiving the draw-out command
from loader control device 59, management device 80
sends the received draw-out command to mounting con-
trol device 29 of the target mounting machine. When re-
ceiving the draw-out command from management device
80, mounting control device 29 causes draw-out motor
73 to pull the target mounting machine forward, as shown
in Fig. 8. As a result, the target mounting machine is in
a draw-out state when the operator rushes to the site due
to the occurrence of the changeover or the mounting er-
ror. Therefore, the operator can immediately start the
work on the target mounting machine, and the waiting
time for drawing out component mounting machine 20
can be shortened. When a changeover occurs, the work
performed by the operator on the target mounting ma-
chine may include, for example, a work of exchanging
head 24 with a piece suitable for the next mounting op-
eration, a work of replacing nozzle station 28 with a piece
accommodating a suction nozzle suitable for the next
mounting operation, or the like. Further, when a mounting
error (pick-up error) occurs, the work performed by the
operator on the target mounting machine may include,
for example, the work of removing a component dropped
due to the pick-up error.
[0032] When loader control device 59 transmits the
draw-out command of the target mounting machine, it
determines whether there is component mounting ma-
chine 20 to be pulled forward next (S210), and when it
determines that there is component mounting machine
20 to be pulled forward next, the procedure returns to the
S130, and repeats the S130 to S200 processes with next
component mounting machine 20 as the target mounting
machine in accordance with the draw-out order set in the
S120. When there are multiple component mounting ma-
chines 20 to be pulled forward, the draw-out order is de-
termined from the downstream to the upstream. In addi-
tion, loader control device 59 stops loader 50 at a position
closer to feeder storage container 60 side than the posi-
tion facing the target mounting machine so as not to hit
the target mounting machine when the target mounting
machine is drawn, and determines whether an interfering
object is detected at the draw-out position of the target
mounting machine by right monitoring sensor 58R.
Therefore, loader control device 59 can sequentially draw
out multiple component mounting machines 20 while se-
quentially moving loader 50 from the downstream to the
upstream and checking that there is no interfering object
at the draw-out position of component mounting machine
20. When it is determined that there is no component
mounting machine 20 to be pulled forward in the S210,
loader control device 59 ends the automatic draw-out
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process.
[0033] Here, the correspondence relationship be-
tween the main elements of the embodiments and the
main elements of the present invention described in the
section of the disclosure of the invention will be de-
scribed. That is, component mounting system 10 corre-
sponds to a work system, component mounting machine
20 corresponds to a work device, monitoring sensors 58L
and 58R correspond to sensors, loader 50 corresponds
to a replenishing device, and draw-out device 70 corre-
sponds to a draw-out device. Feeder storage container
60 corresponds to a member storage container.
[0034] In the work system of the embodiment de-
scribed above, by executing the automatic draw-out proc-
ess, component mounting machine 20 can be drawn be-
fore the operator arrives at the site or immediately after
the operator arrives at the site. As a result, the operator
can immediately start the necessary work on drawn com-
ponent mounting machine 20, and the waiting time can
be shortened. In addition, since loader 50 checks wheth-
er there is an interfering object (operator) at the draw-out
position of component mounting machine 20 prior to the
draw-out of component mounting machine 20, it is pos-
sible to sufficiently secure safety. Further, since the pres-
ence or absence of an interfering object at the draw-out
position of component mounting machine 20 is checked
by using monitoring sensor 58R provided in loader 50 for
replenishing feeder 30 necessary for component mount-
ing machine 20, it is unnecessary to provide a dedicated
sensor.
[0035] In addition, loader 50 checks whether there is
an interfering object at the draw-out position of the target
mounting machine at a position closer to feeder storage
container 60 side than the position facing the target
mounting machine. Therefore, even after the target
mounting machine is drawn, loader 50 moves to a posi-
tion facing feeder storage container 60, and can attach
feeder 30 to feeder storage container 60 or remove feed-
er 30 from feeder storage container 60.
[0036] Further, when there are multiple component
mounting machines 20 to be pulled forward, the draw-
out order is determined in the order from the downstream
to the upstream in the conveyance direction of board S.
As a result, loader control device 59 can sequentially
draw out multiple component mounting machines 20
while sequentially moving loader 50 from the down-
stream to the upstream and checking that there is no
interfering object at the draw-out position of component
mounting machine 20.
[0037] The present invention is not limited to the
above-mentioned embodiments, and it is needless to say
that the present invention can be implemented in various
modes as long as it belongs to the technical scope of the
invention of the present disclosure.
[0038] For example, in the embodiment described
above, feeder storage container 60 is provided on the
upstream side of component mounting machine 20 which
is the most upstream of multiple component mounting

machines 20. However, feeder storage container 60 may
be provided on the downstream side of component
mounting machine 20 which is the most downstream of
multiple component mounting machines 20. Of course,
feeder storage container 60 may be incorporated at any
other position on the production line. Further, feeder stor-
age container 60 is not limited to one, and multiple feeder
storage containers may be provided.
[0039] In the embodiment described above, when
there are multiple component mounting machines 20 to
be pulled forward, the draw-out order of is determined in
the order from the downstream to the upstream in the
board conveyance direction. However, the draw-out or-
der may be determined in the order from the upstream
(left) to the downstream (right) in the board conveyance
direction. In this case, loader control device 59 may stop
loader 50 at a position closer to the downstream (right)
side in the board conveyance direction than the draw-out
position of the target mounting machine, and determine
whether an interfering object is detected at the draw-out
position of the target mounting machine by left monitoring
sensor 58L. However, it is desirable that the draw-out
order be from the far side to the near side from feeder
storage container 60 so that loader 50 can be moved to
feeder storage container 60 even after component
mounting machine 20 is drawn.
[0040] In the embodiment described above, compo-
nent mounting system 10 is configured such that all of
multiple component mounting machines 20 are movable
in the direction (forward) orthogonal to the conveyance
direction of board S. However, at least one of multiple
component mounting machines 20 may be movable in a
direction orthogonal to the conveyance direction of board
S.
[0041] In the embodiment described above, loader
control device 59 can communicate with mounting control
device 29 of each component mounting machine 20 via
management device 80. However, loader control device
59 may be capable of directly communicating with mount-
ing control device 29 of each component mounting ma-
chine 20.
[0042] In the embodiment described above, the work
system is applied to component mounting system 10, but
can be applied to any work system as long as it includes
multiple work devices aligned along the board convey-
ance line and performs a predetermined work on a board
conveyed along the board conveyance line.

Industrial applicability

[0043] The present disclosure can be applied to a man-
ufacturing industry of a work system and the like.

Reference Signs List

[0044] 10 component mounting system; 12 printer; 14
printing inspector; 16 X-axis rail; 18 base; 20 component
mounting machine; 22 housing; 23 board conveyance
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device; 24 head; 25 head moving mechanism; 26 mark
camera; 27 part camera; 28 nozzle station; 29 mounting
control device; 30 feeder; 32 tape reel; 33 tape feeding
mechanism; 34 positioning pin; 35 connector; 37 rail
member; 39 feeder control device; 40 feeder table; 42
slot; 44 positioning hole; 45 connector; 50 loader; 51 load-
er moving mechanism; 52a X-axis motor; 52b guide roll-
er; 53 feeder transfer mechanism; 54 clamp section; 55a
Y-axis motor; 55b Y-axis guide rail; 57 encoder; 58L, 58R,
monitoring sensor; 59 loader control device; 60 feeder
storage container; 62 board conveyance device; 70
draw-out device; 71 Y-axis guide rail; 72 Y-axis slider;
73 draw-out motor; 80 management device; 82 input de-
vice; 84 display; S board; AL, AR detection region

Claims

1. A work system for performing a predetermined work
on a board conveyed along a board conveyance line,
the work system comprising:

multiple work devices aligned along the board
conveyance line;
a replenishing device, having a sensor for de-
tecting presence or absence of an interfering ob-
ject, which is configured to move in parallel with
the board conveyance line, while detecting the
presence or absence of the interfering object by
the sensor, so as to replenish necessary mem-
bers to the multiple work devices; and
a draw-out device configured to draw out at least
one of the multiple work devices in a direction
orthogonal to a direction along the board con-
veyance line,
wherein, when a draw-out request for the work
device is made, the replenishing device per-
forms an automatic draw-out process of moving
to a position, in which a draw-out position of the
work device to be pulled forward is included with-
in a detection range of the sensor, so as to de-
termine whether the interfering object is detect-
ed by the sensor, and directly or indirectly out-
putting a signal to the draw-out device so that
the work device to be pulled forward is drawn
when the interfering object is not detected.

2. The work system according to claim 1,
wherein the work system further comprises a mem-
ber storage container, being provided at a most up-
stream or a most downstream on the board convey-
ance line, which stores the member to be replen-
ished by the replenishing device,
wherein, when the draw-out request for the work de-
vice is made, the replenishing device moves to a
position which is closer to a side of the member stor-
age container from the draw-out position of the work
device to be pulled forward within the detection range

of the sensor, including the draw-out position of the
work device to be pulled forward, so as to determine
whether the interfering object is detected by the sen-
sor.

3. The work system according to claim 1 or 2,
wherein, when there are multiple work devices to be
pulled forward, the replenishing device executes the
automatic draw-out process for each of the work de-
vices to be pulled forward while moving in one direc-
tion from the upstream side to the downstream side
or from the downstream side to the upstream side
on the board conveyance line.

4. The work system according to any one of claims 1
to 3,
wherein the draw-out request is made based on an
occurrence of a changeover or an occurrence of an
error in any of the multiple work devices.
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