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Description
BACKGROUND OF THE INVENTION
1. Field of the Invention

[0001] The present invention relates to a magnetic
component and a manufacturing method for the magnetic
component.

2. Description of the Related Art

[0002] In an example of a typical basic structure of a
reactor, a main partincludes a core formed into an oblong
shape by appropriately combining with each other atleast
two laminated core portions each formed of a laminated
body obtained by laminating a plurality of plate-like mag-
netic bodies, and a pair of cylindrical members (bobbins)
surrounding the laminated core portions forming the core
while being arranged parallel to each other (for example,
refer to Japanese Utility Model Registration No. 3119580
(FIG. 4 and others), Japanese Patent Application Laid-
open No. 2006-351662 (FIG. 6, paragraph [0013], and
others), and Japanese Patent Application Laid-open No.
2006-13294 (FIGS. 1 to 5, and paragraphs [0007] to
[0011], [0022], and others)).

[0003] Meanwhile, there has been proposed a reactor
in which a conductive wire is directly wound around a
laminated core portion through intermediation of a sheet-
like insulator without use of the bobbin for the purpose
of reducing the number of materials, man-hours, and the
like (Japanese Patent Application Laid-open No.
2006-13294). According to the technology described in
Japanese Patent Application Laid-open No. 2006-13294,
the laminated core portion is fastened by the conductive
wire directly wound through intermediation of the sheet-
like insulator rolled around the laminated core portion,
and hence bonding work for the plate-like magnetic bod-
ies forming the laminated core portion can be omitted.
Therefore, production man-hours can be reduced.
[0004] In order to utilize the reactor structured as de-
scribed above, for example, in use of being activated with
high frequency while suppressing losses through sup-
pression of eddy current to be generated in the plate-like
magnetic bodies, it is desired to use extremely thin plate-
like magnetic bodies having a thickness of from approx-
imately 30 wm to 150 um (such as silicon steel plate).
However, in such a case, the plate-like magnetic bodies
are deformed by a fastening force of the wound conduc-
tive wire. As aresult, designed performance of the reactor
cannot be obtained.

[0005] US2572457A andJP 2005 183 885 A disclose
reactors with cores made of stacked plate-like magnetic
bodies which are held together without bonding in the
region surrounded by a bobbin.
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SUMMARY OF THE INVENTION

[0006] The present invention has been made in view
of the above-mentioned circumstances, and it is there-
fore an object of the present invention to provide a mag-
netic component and a manufacturing method for the
magnetic component, in which, at a time of manufacture
of a magnetic component, a bonding step of bonding
plate-like magnetic bodies forming a laminated core por-
tion to each other can be omitted and the plate-like mag-
netic bodies can be less deformed by a fastening force
of a wound conductive wire.

[0007] The above-mentioned object is achieved by a
magnetic component as defined in claim 1 and a manu-
facturing method as defined in claim 6.

[0008] Further optional features are defined in the de-
pendent claims.

BRIEF DESCRIPTION OF THE DRAWINGS
[0009]

FIGS. 1A and 1B are schematic views of an external
appearance of a magnetic component according to
an embodiment of the present invention. Specifical-
ly, FIG. 1A is a perspective view, and FIG. 1B is a
top view.

FIG. 2 is a sectional end view taken along the line
A-A of FIG. 1B, for illustrating an example of a sec-
tional structure of amagnetic unit which forms a main
part of a magnetic component body illustrated in
FIGS. 1A and 1B.

FIG. 3 is a schematic view illustrating an example of
a first casing and a second casing which form a bob-
bin of the magnetic unit illustrated in FIG. 2.

FIG. 4 is a schematic view illustrating a modification
of the first casing and the second casing illustrated
in FIG. 3.

FIG. 5 is a schematic sectional view illustrating an
example of an arrangementrelationship of laminated
core portions, a first connecting core portion, and a
second connecting core portion which form the mag-
netic component according to the embodiment of the
present invention illustrated in FIGS. 1A and 1B.
FIG. 6 is a schematic sectional view illustrating an-
other example of the arrangement relationship of the
laminated core portions, the first connecting core
portion, and the second connecting core portion
which form the magnetic component according to
the embodiment of the present invention.

FIGS. 7A and 7B are plan views each illustrating an
example of a plate-like magnetic body which forms
the laminated core portion. Specifically, FIG. 7A il-
lustrates a rectangular plate-like magnetic body, and
FIG. 7B illustrates an L-shaped plate-like magnetic
body.

FIGS. 8A and 8B are schematic views illustrating
another example of the laminated core portion. Spe-
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cifically, FIG. 8A is a plan view of a laminated struc-
ture obtained by alternately laminating the rectangu-
lar plate-like magnetic bodies illustrated in FIG. 7A
and the L-shaped plate-like magnetic bodies illus-
trated in FIG. 7B and including the laminated core
portion, and FIG. 8B is a side view of the laminated
structureillustrated in FIG. 8A (side view viewed from
an arrow E direction in FIG. 8A).

FIG. 9 is a sectional view illustrating an example of
a sectional structure of the laminated core portion.
FIGS. 10A and 10B are schematic views each illus-
trating an example of an interface between the plate-
like magnetic bodies which form the laminated core
portions illustrated in FIG. 5. Specifically, FIG. 10A
illustrates a state in which the plate-like magnetic
bodies are held in direct contact with each other over
the entire interface within a region CL inside a coil
portion, and FIG. 10B illustrates a state in which var-
nish slightly exists in a part of the interface within the
region CL inside the coil portion.

FIG. 11 is a perspective view illustrating another ex-
ample of the magnetic component according to the
embodiment of the present invention.

FIG. 12is a perspective view illustrating an example
of a cover member used for the magnetic component
according to the embodiment of the present inven-
tion, which is illustrated in FIG. 11.

FIG. 13 is a schematic view illustrating another ex-
ample of the first casing and the second casing which
form the bobbin.

FIG. 14 is a schematic view illustrating still another
example of the first casing and the second casing
which form the bobbin.

DETAILED DESCRIPTION OF THE PREFERRED EM-
BODIMENTS

[0010] FIGS. 1A and 1B are schematic views of an
external appearance of a magnetic component 10A (10)
according to an embodiment of the present invention.
Specifically, FIG. 1A is a perspective view, and FIG. 1B
is a top view. Further, FIG. 2 is an end view illustrating
an example of a sectional structure of a magnetic unit 30
which forms a main part of a magnetic component body
20illustrated in FIGS. 1A and 1B, specifically, illustrating
a sectional structure across a segment between refer-
ence symbols A-A in FIG. 1B. Still further, FIG. 3 is a
schematic view illustrating an example of a first casing
110 and a second casing 120 which form a bobbin 100
of the magnetic unit 30 illustrated in FIG. 2. Note that,
FIGS. 1A and 1B do not illustrate any individual one of
plate-like magnetic bodies 132 which form a laminated
core portion 130 and a first connecting core portion 40A
(40). Further, a two-way arrow X illustrated in FIGS. 1A
and 1B and other figures represents a direction parallel
to a central axis direction of the bobbin 100.

[0011] The magnetic component 10A illustrated in
FIGS. 1A and 1B includes the magnetic component body
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20 and a varnish layer (not shown) covering an entire
outer surface of the magnetic component body 20. The
magnetic component body 20 includes two magnetic
units 30 (30A and 30B) arranged parallel to each other.
One end side (direction X1 side in FIGS. 1A and 1B) of
a laminated core portion 130A (130) which forms the
magnetic unit 30A and one end side (direction X1 side)
of a laminated core portion 130B (130) which forms the
magnetic unit 30B are connected to each other with the
first connecting core portion 40A (40), and another end
side (direction X2 side in FIGS. 1A and 1B) of the lami-
nated core portion 130A and another end side (direction
X2 side) of the laminated core portion 130B are connect-
ed to each other with a second connecting core portion
42A (42). Note that, the one end side/direction X1 side
(or the another end side/direction X2 side) of the lami-
nated core portion 130 includes an end surface substan-
tially orthogonal to an X-axis and a region near the end
surface of four side surfaces of the laminated core portion
130.

[0012] Further, as illustrated in FIG. 2, the magnetic
unit 30 includes at least the following: the bobbin 100
including a first casing 110A (110) and a second casing
120A (120) and having a quadrangular cylindrical shape
and both ends provided with opening portions (not shown
in FIG. 2); the laminated core portion 130 arranged in the
bobbin 100; a coil portion 140 including a conductive wire
wound around an outer peripheral surface 102 of the bob-
bin 100; and a heat-resistant insulating sheet 150 cov-
ering an outer peripheral surface of the coil portion 140.
Here, the laminated core portion 130 includes a laminat-
ed body obtained by laminating a plurality of plate-like
magnetic bodies 132. In both surfaces in a lamination
direction of the laminated core portion 130, a top surface
130TP is held in contact with an inner peripheral surface
of the second casing 120A, and a bottom surface
130BTM is held in contact with an inner peripheral sur-
face of the first casing 110A. Note that, FIG. 2 does not
illustrate any individual one of wound rows of the con-
ductive wire forming the coil portion 140.

[0013] Further, as illustrated in FIGS. 1A and 1B, itis
preferred that, on one end side (direction X1 side) and
another end side (direction X2 side) of the outer periph-
eral surface 102 of the bobbin 100, flange portions 104A
and 104B be provided for restricting winding positions of
the conductive wire.

[0014] The first casing 110A forming the bobbin 100
has a shape in which one outer peripheral surface of four
outer peripheral surfaces of a quadrangular cylindrical
body is formed to be an opening portion 112. Further,
the second casing 120A is arranged to close at least the
opening portion 112 of the first casing 110A. In the ex-
ample illustrated in FIGS. 2 and 3, the first casing 110A
includes a side surface portion 114R and a side surface
portion 114L as two outer peripheral surfaces positioned
on both horizontal sides of the opening portion 112, and
a bottom surface portion 114B as one outer peripheral
surface facing the opening portion 112. On outer periph-
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eral surfaces of the side surface portions 114R and 114L,
there are respectively formed step portions 116R and
116L in a manner that, on those outer peripheral surfac-
es, parts on the opening portion 112 side are recessed
inward with respect to parts on the bottom surface portion
114B side. In other words, the side surface portions 114R
and 114L respectively have flush inner peripheral sur-
faces, and each have a thickness smaller on the opening
portion 112 side than on the bottom surface portion 114B
side.

[0015] Further, in the example illustrated in FIGS. 2
and 3, the second casing 120A also has a shape in which
one outer peripheral surface of four outer peripheral sur-
faces of a quadrangular cylindrical body is formed to be
an opening portion 122. The second casing 120A in-
cludes a side surface portion 124R and a side surface
portion 124L as two outer peripheral surfaces positioned
on both horizontal sides of the opening portion 122, and
a top surface portion 124T as one outer peripheral sur-
face facing the opening portion 122. A width W of the
opening portion 122 is set to be substantially equal to or
somewhat larger than a shortest distance between the
outer peripheral surface on the opening portion 112 side
of the side surface portion 114R and the outer peripheral
surface on the opening portion 112 side of the side sur-
face portion 114L of the first casing 110A. Thus, in order
to form the bobbin 100 asillustrated in FIG. 2, the second
casing 120A is arranged to close at least the opening
portion 112 of the first casing 110A.

[0016] Note that, when the first casing 110A and the
second casing 120A are assembled into the bobbin 100
as illustrated in FIGS. 1A and 1B, members serving as
the flange portions 104A and 104B for restricting the
winding positions of the conductive wire may be provided
near the one end side (direction X1 side) and near the
another end side (direction X2 side) of the outer periph-
eral surface 102 in a longitudinal direction of the bobbin
100.

[0017] FIG. 4 is a schematic view illustrating a modifi-
cation of the first casing 110A and the second casing
120Aillustrated in FIG. 3. Here, afirst casing 110B (110)
illustrated in FIG. 4 is obtained by additionally providing
plate-like flange portions 118A and 118B upright with re-
spect to the outer peripheral surface respectively on one
end side and another end side in a longitudinal direction
of the first casing 110A illustrated in FIG. 3. Further, a
second casing 120B (120) illustrated in FIG. 4 is obtained
by additionally providing plate-like flange portions 128A
and 128B upright with respect to the outer peripheral sur-
face respectively on one end side and another end side
in a longitudinal direction of the second casing 120A il-
lustrated in FIG. 3. When the first casing 110B and the
second casing 120B are combined with each other to
form the bobbin 100, the flange portion 104A is formed
of the flange portion 118A and the flange portion 128A,
and the flange portion 104B is formed of the flange portion
118B and the flange portion 128B.

[0018] Note that, when the first casing 110A and the
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second casing 120A as exemplified in FIG. 3, which are
not provided with the flange portions, are used to form
the bobbin 100, after the first casing 110A and the second
casing 120A are combined with each other to form the
quadrangular cylindrical bobbin 100, for example, ring-
shaped plates corresponding to the flange portions 104A
and 104B may be fitted respectively to one end side and
another end side of the bobbin 100.

[0019] Further, ends on one side (direction X1 side) of
the laminated core portions 130 respectively forming the
magnetic units 30A and 30B arranged parallel to each
other are connected to each other with the first connect-
ing core portion 40A formed of a magnetic body, and
ends on another side (direction X2 side) of the laminated
core portions 130 respectively forming the magnetic units
30A and 30B are connected to each other with the second
connecting core portion 42A formed of a magnetic body.
The first connecting core portion 40A and the second
connecting core portion 42A are not particularly limited
aslong as being formed of amagnetic body. Forexample,
similarly to the laminated core portion 130, the first con-
necting core portion 40A and the second connecting core
portion 42A may be formed of a laminated body obtained
by laminating a plurality of plate-like magnetic bodies.
[0020] FIG. 5 is a schematic sectional view illustrating
an example of an arrangement relationship of the lami-
nated core portions 130, the first connecting core portion
40, and the second connecting core portion 42B which
form the magnetic component 10A illustrated in FIGS.
1A and 1B. FIG. 5 does not illustrate the heat-resistant
insulating sheet 150, or any individual one of the wound
rows of the conductive wire forming the coil portion 140.
[0021] Asiillustrated in FIG. 5, the laminated core por-
tions 130A and 130B are arranged respectively in the
bobbins 100 respectively forming the magnetic units 30A
and 30B, and the laminated core portions 130A and 130B
are each divided by a gap portion 160 provided at a sub-
stantially central portion in the longitudinal direction of
the bobbin 100. The first connecting core portion 40A is
provided between a part of a laminated core portion
130A1 (130A), which is projected from the one end side
(direction X1 side) of the bobbin 100, and a part of a
laminated core portion 130B1 (130B), which is projected
also from the one end side (direction X1 side) of the bob-
bin 100. Similarly, the second connecting core portion
42A is provided between a part of a laminated core por-
tion 130A2 (130A), which is projected from the another
end side (direction X2 side) of the bobbin 100, and a part
of a laminated core portion 130B2 (130B), which is pro-
jected from the another end side (direction X2 side) of
the bobbin 100. In other words, the laminated core por-
tions 130A, the laminated core portions 130B, the first
connecting core portion 40A, and the second connecting
core portion 42A are arranged to form an annular core
having an annular shape. In still other words, the one end
side and the another end side of each of the laminated
core portions 130A and 130B respectively forming the
magnetic units 30A and 30B are projected respectively
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from the one end and the another end of the bobbin 100.
In addition, the first connecting core portion 40A is pro-
vided between the parts on one end side of the laminated
core portions 130A and 130B respectively forming the
magnetic units 30A and 30B, and the second connecting
core portion 42A is provided between the parts another
end side of the laminated core portions 130A and 130B
respectively forming the magnetic units 30A and 30B.
[0022] Note that, in the example illustrated in FIG. 5,
in each of the gap portions 160, there is arranged a par-
tition plate (not shown in FIG. 5) for substantially perfectly
partitioning each of the laminated core portions 130A and
130B in the longitudinal direction of the bobbin 100. In
other words, the laminated core portions 130A and 130B
positioned in the respective bobbins 100 each include
the gap portion 160 provided to divide the longitudinal
direction of corresponding one of the bobbins 100 (to
divide the laminated core portions 130A and 130B with
respect to the longitudinal direction of corresponding one
of the bobbins 100), and the partition plate for substan-
tially perfectly partitioning a space on an inner peripheral
side of corresponding one of the bobbins 100 in the lon-
gitudinal direction of the bobbin 100 is provided at a po-
sition corresponding to the gap portion 160 in the bobbin
100. This partition plate may be formed in advance, for
example, on the inner peripheral surface of at least one
of the first casing 110 and the second casing 120, or may
be arranged and fixed in the bobbin 100 at the time of
assembly of the bobbin 100.

[0023] Further, as long as the laminated core portions
130, thefirst connecting core portion 40A, and the second
connecting core portion 42A are annularly arranged, and
the at least one gap portion 160 is provided to partition
the annular core including those core portions in a cir-
cumferential direction, the laminated core portions 130,
the first connecting core portion 40A, and the second
connecting core portion 42A may be arranged in other
appropriate combinations than that exemplified in FIG. 5.
[0024] FIG. 6 is a schematic sectional view illustrating
another example of the arrangement relationship of the
laminated core portions 130, the first connecting core
portion 40, and the second connecting core portion 42.
Note that, FIG. 6 does not illustrate the heat-resistant
insulating sheet 150, or any individual one of the wound
rows of the conductive wire forming the coil portion 140.
In the example illustrated in FIG. 6, lengths of laminated
core portions 130A3 (130A) and 130B3 (130B) are each
set to be substantially equal to a length of the bobbin
100. Further, afirst connecting core portion 40B (40) and
a second connecting core portion 42B (42) have a shape
vertically longer than that of the first connecting core por-
tion 40A and the second connecting core portion 42A in
the exampleillustratedin FIG. 5. Further, the gap portions
160 are formed correspondingly to a connection interface
between the laminated core portion 130A3 and the first
connecting core portion 40B, a connection interface be-
tween the laminated core portion 130A3 and the second
connecting core portion 42B, a connection interface be-
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tween the laminated core portion 130B3 and the first con-
necting core portion 40B, and a connection interface be-
tween the laminated core portion 130B3 and the second
connecting core portion 42B.

[0025] Further, a laminated body obtained by simply
laminating plate-like magnetic bodies having the same
planar shape may be utilized as the first connecting core
portions 40 and the second connecting core portions 42
exemplified, for example, in FIGS. 5 and 6. However, a
part of the plate-like magnetic bodies 132 forming the
laminated core portion 130A and the laminated core por-
tion 130B may be utilized as the first connecting core
portions 40 and the second connecting core portions 42.
[0026] FIGS.7Aand7B are planviews eachillustrating
an example of the plate-like magnetic body 132 which
forms the laminated core portion 130. Note that, a region
S indicated by shading in FIG. 7B is a part having the
same shape and size as those of a plate-like magnetic
body 132S illustratedin FIG. 7A. With regard to the shape
of the plate-like magnetic body 132, for example, the rec-
tangular plate-like magnetic body 132S (FIG. 7A), an L-
shaped plate-like magnetic body 132L (FIG. 7B), and the
like may be employed. Then, in order to form the lami-
nated core portion 130, normally, the plate-like magnetic
bodies 132 having the same planar shape are laminated
in an overlapping manner in a planar direction.

[0027] However, a part of a laminated structure ob-
tained by alternately laminating plate-like magnetic bod-
ies 132 of two types, which are different from each other
in planar shape, may be utilized as the laminated core
portion 130. For example, a part of a laminated structure
obtained by alternately laminating the plate-like magnetic
bodies 132S and the plate-like magnetic bodies 132L in
an overlapping manner in the region S may be utilized
as the laminated core portion 130. FIGS. 8A and 8B are
schematic views illustrating another example of the lam-
inated core portion 130. Specifically, FIG. 8A is a plan
view of a laminated structure 170 obtained by alternately
laminating the plate-like magnetic bodies 132S and the
plate-like magnetic bodies 132L and including a laminat-
ed core portion 130X (130), and FIG. 8B is a side view
of the laminated structure 170 illustrated in FIG. 8A (side
view viewed from an arrow E direction in FIG. 8A). In the
laminated structure 170 illustrated in FIGS. 8A and 8B,
a part of the plate-like magnetic body 132L, which over-
laps the plate-like magnetic body 132S in the region S,
forms the laminated core portion 130X. Meanwhile, are-
gion NS of the plate-like magnetic body 132L, in which
the plate-like magnetic body 132L cannot overlap the
plate-like magnetic body 132S in the region S, forms a
comb-shaped comb portion 134. Thus, when comb por-
tions 134 of two laminated structures 170 are fitted to
each other, a part at which those comb portions 134 are
fitted to each other can be utilized as at least one of the
first connecting core portion 40 and the second connect-
ing core portion 42. In such a case, bonding processing
on both the plate-like magnetic bodies 132L may be omit-
ted at the part formed by fitting the comb portions 134 to
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each other.

[0028] Further, the entire outer surface of the magnetic
component body 20 of the magnetic component 10 ac-
cording to the embodiment of the present invention is
covered with the varnish layer. However, in the magnetic
component 10 according to the embodiment of the
present invention, at a part of the laminated body (lami-
nated core portion 130), which is positioned on an inner
peripheral side of the coil portion 140, one surface of one
plate-like magnetic body 132A (132) and one surface of
another plate-like magnetic body 132B arranged adja-
cent to the one plate-like magnetic body 132A, which
form the laminated body (laminated core portion 130),
are held in direct contact with each other over the entire
surfaces. In other words, as exemplified in FIG. 9, at the
partofthe laminated core portion 130, which is positioned
on the inner peripheral side of the coil portion 140, in the
lamination direction of the laminated core portion 130,
none of an adhesive agent and even varnish covering
the entire outer surface of the magnetic component body
20 substantially exists in an interface 136 between the
one plate-like magnetic body 132A and the another plate-
like magnetic body 132B adjacent to each other.

[0029] The description "part of the laminated body
(laminated core portion 130), which is positioned on the
inner peripheral side of the coil portion 140" means a part
of the laminated core portion 130, which is positioned in
aregion CL indicated by the two-way arrow in the exam-
pleillustrated in FIGS. 5 and 6. Therefore, in the example
illustrated in FIG. 5, other parts of the laminated core
portion 130, which are positioned outside both the ends
of the bobbin 100, are excluded from the "part of the
laminated body (laminated core portion 130), which is
positioned on the inner peripheral side of the coil portion
140." Further, in the example illustrated in FIG. 6, the
laminated core portion 130 is housed and arranged in
the bobbin 100 so as not to protrude from opening por-
tions at both the ends of the bobbin 100. Therefore, in
the example illustrated in FIG. 6, the laminated core por-
tion 130 is substantially entirely positioned on the inner
peripheral side of the coil portion 140 except parts pro-
vided with the flange portions 104A and 104B.

[0030] Further, the description "in direct contact with
each other over the substantially entire surfaces" means
a state in which, at the part of the laminated core portion
130 (region CL), which is positioned on the inner periph-
eral side of the coil portion 140, the one plate-like mag-
netic body 132A and the another plate-like magnetic body
132B are held in direct contact with each other over 70%
or more of the entire area of the interface 136. Note that,
arate of direct contact of those plate-like magnetic bodies
132A and 132B with each other is preferably 80% or
more, more preferably 90% or more, most preferably
100% of the entire area of the interface 136.

[0031] In the following, description is made of the fea-
tures described above in more detail with reference to
the drawings. FIGS. 10A and 10B are schematic plan
views each illustrating an example of the interface 136
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between any two plate-like magnetic bodies 132 of the
plurality of plate-like magnetic bodies 132, which form
the laminated core portion 130A illustrated in FIG. 5. In
FIGS. 10A and 10B, at least one of hollow parts and solid
parts indicates the part positioned on the inner peripheral
side of the coil portion 140 (region CL), and shaded parts
indicate parts out of the inner peripheral side of the coil
portion 140. Further, the hollow parts indicate parts at
which the surface of the one plate-like magnetic body
132A and the surface of the another plate-like magnetic
body 132B are held in direct contact with each other, and
the solid parts indicate parts at which varnish 138 exists.
Asiillustrated in FIG. 10A, in the magnetic component 10
according to the embodiment of the present invention,
the adhesive agent and the varnish 138 may be perfectly
eliminated over the entire interface 136 within the region
CL. However, as illustrated in FIG. 10B, the varnish 138
may slightly exist at some parts of the interface 136 within
the region CL. Further, as exemplified in FIG. 10B, the
varnish 138 existing in regions near end portions of the
interface 136 within the region CL is not arranged at the
time of assembly of the laminated core portion 130, but
is derived from varnish that has somewhat intruded from
the end portion side of the interface 136 into the interface
136 at the time when the varnish is applied through im-
mersion treatment or the like with respect to the entire
outer surface of the assembled magnetic component
body 20.

[0032] Note that, in the example illustrated in FIGS. 1
and 5, on an outside of the region between the two flange
portions 104A and 104B or on an outside of the bobbin
100, the projecting parts of the laminated core portions
130A and 130B, the first connecting core portion 40A,
andthe second connecting core portion 42A exist. In such
a case, the magnetic component 10 may further include
cover members for covering those parts.

[0033] FIG. 11isaperspective viewillustrating another
example of the magnetic component 10 according to the
embodiment of the present invention, and FIG. 12 is a
perspective view illustrating an example of a cover mem-
ber used for the magnetic component 10 according to
the embodiment of the present invention, which is illus-
trated in FIG. 11. A magnetic component 10B (10) illus-
trated in FIG. 11 is obtained by further providing two cover
members 50A (50) and 50B (50) to the magnetic com-
ponent 10A illustrated in FIGS. 1A and 1B.

[0034] As illustrated in FIG. 12, the cover member 50
has a bottomed quadrangular cylindrical shape. When
the part of the laminated core portion 130A and the first
connecting core portion 40A which are positioned outside
the region between the two flange portions 104A and
104B (or part of the laminated core portion 130B and the
second connecting core portion 42A which are positioned
outside the region between the two flange portions 104A
and 104B) are inserted into an opening portion 52 of the
cover member 50, the cover member 50 substantially
entirely covers the partofthe laminated core portion 130A
and the first connecting core portion 40A which are po-
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sitioned outside the region between the two flange por-
tions 104A and 104B (or part of the laminated core portion
130B and the second connecting core portion 42A which
are positioned outside the region between the two flange
portions 104A and 104B). Note that, as illustrated in FIG.
12, it is preferred that the cover member 50 include fix-
ation portions 54 as appropriate for ease of fixation of
the magnetic component 10B with respect, for example,
to various devices and members.

[0035] Next, description is made of a manufacturing
method for the magnetic component 10 according to the
embodiment of the present invention. Normally, the mag-
netic component 10 according to the embodiment of the
presentinventionis prepared by the following procedure.
Specifically, first, at least two magnetic units 30 are pre-
pared through a laminated body arranging step, a coil
portion forming step, and a coil portion covering step.
Next, the magnetic component body 20 is prepared
through a connecting core portion forming step of arrang-
ing the magnetic units 30 parallel to each other, forming
the first connecting core portion 40 for connecting the
ends on one side (direction X1 side) of the laminated
core portions 130 of the magnetic units 30 respectively
to each other, and forming the second connecting core
portion 42 for connecting the ends on another side (di-
rection X2 side) of the laminated core portions 130 of the
magnetic units 30 respectively to each other. Lastly, the
magnetic component 10 according to the embodiment of
the present invention is obtained further through a var-
nish layer forming step of forming the varnish layer by
applying varnish to the outer surface of the magnetic
component body 20. In the following, detailed description
is made of each of the above-mentioned steps.

(1) Laminated body arranging step

[0036] Inthe laminated body arranging step, at least a
laminated body obtained by laminating the plurality of
plate-like magnetic bodies 132 in a manner that the sur-
faces of those plate-like magnetic bodies 132 are held in
direct contact with each other is arranged in the quad-
rangular cylindrical bobbin 100. In other words, in the
laminated body arranging step, at the time of formation
orarrangement of the laminated body, the plate-like mag-
netic bodies 132 are not bonded to each other with use
of an adhesive component which may cause solid mat-
ters to remain finally in the interface 136, such as an
adhesive agent. Therefore, at the time of manufacturing
the magnetic component 10 according to the embodi-
ment of the present invention, a bonding step of bonding
the plate-like magnetic bodies 132 forming the laminated
core portion 130 to each other can be omitted.

[0037] Inthis laminated body arranging step, as exem-
plified in FIG. 5, the laminated body (to be formed as the
laminated core portion 130) may be arranged in amanner
that a part of the laminated body is projected from the
one end side of the bobbin 100. Alternatively, the lami-
nated body (to be formed as the laminated core portion
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130) may be arranged in the bobbin 100 in a manner
that, substantially as in FIG. 5, both ends of the laminated
body are projected from both the end sides of the bobbin
100. Still alternatively, as exemplified in FIG. 6, the lam-
inated body (to be formed as the laminated core portion
130) may be arranged in a manner that the laminated
body is housed in the bobbin 100. Further, in the case
where the gap portions 160 are provided within the bob-
bin 100, when the partition plate forming the gap portions
160 is formed separately from the components of the
bobbin 100 (for example, at least one of the first casing
110 and the second casing 120 exemplified in FIG. 3),
the laminated body is arranged after the partition plate
is arranged in advance in the bobbin 100 or the compo-
nent of the bobbin prior to assembly of the bobbin. Note
that, when the magnetic component 10A exemplified in
FIG. 5 is prepared, the laminated body (to be formed as
the laminated core portion 130) includes the gap portion
160 provided to divide the longitudinal direction of the
bobbin 100. Further, the partition plate for substantially
perfectly partitioning the space on the inner peripheral
side of the bobbin 100 in the longitudinal direction of the
bobbin 100 is provided at the position corresponding to
the gap portion 160 in the bobbin 100.

(2) Coil portion forming step

[0038] After the laminated body arranging step is com-
pleted, the coil portion forming step is performed. In this
coil portion forming step, in order that a pressing force is
applied at least in the lamination direction of the laminat-
ed body arranged within the bobbin 100, the coil portion
140 is formed on the outer peripheral surface 102 of the
bobbin 100 by winding a conductive wire around the outer
peripheral surface 102 of the bobbin 100. How to wind
the conductive wire is not particularly limited, and, for
example, regular winding may be employed. On the outer
peripheral surface 102 of the bobbin 100, the coil portion
140 may be formed in any region in the longitudinal di-
rection of the bobbin 100. However, normally, the coil
portion 140 is formed to cover substantially the entire
outer peripheral surface 102 from the one opening por-
tion side to the another opening portion side of the bobbin
100. Further, as exemplified, for example, in FIGS. 1A
and 1B, when the bobbin 100 includes the pair of flange
portions 104A and 104B for restricting a position of the
coil portion 140, the coil portion 140 is formed to cover
the entire outer peripheral surface 102 between the
flange portion 104A and the flange portion 104B.

[0039] Further, in the coil portion forming step, the lam-
inated body (laminated core portion 130) is at least
pressed in the lamination direction through intermedia-
tion of the bobbin 100, and hence the plate-like magnetic
bodies 132 existing in the region CL inside the coil portion
140 are held firmly in contact with each other. Therefore,
after the magnetic component 10 is completed, the indi-
vidual ones of plate-like magnetic bodies 132 forming the
laminated core portion 130 are not separated from each
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other. Also for this reason, the bonding step of bonding
the plate-like magnetic bodies 132 forming the laminated
core portion 130 to each other can be omitted.

[0040] In addition, the laminated body (laminated core
portion 130) is held in press-contact with the inner pe-
ripheral surface of the bobbin 100 on at least both sur-
faces in the lamination direction (for example, the top
surface 130TP and the bottom surface 130BTM illustrat-
ed in FIG. 2). Thus, formation of unnecessary spaces
between the laminated core portion 130 and the bobbin
100 can be suppressed. As a result, in comparison with
conventional magnetic components including a bobbin
in which the laminated core portion obtained by bonding
the plate-like magnetic bodies to each other with an ad-
hesive agent is arranged, the magnetic component 10
according to the embodiment of the present invention
can be downsized further and more easily.

[0041] Still further, in subsequent steps, after the var-
nish layer forming step is performed, varnish in a molten
state is much less liable to intrude into the interface 136
positioned in the region CL inside the coil portion 140 in
the laminated core portion 130. Therefore, inthe interface
136 positioned within the region CL inside the coil portion
140 in the laminated core portion 130, as exemplified in
FIGS. 10A and 10B, it is also possible to maintain the
state in which substantially the entire surfaces of the
plate-like magnetic bodies 132 are held in direct contact
with each other.

[0042] Yet further, in the coil portion forming step, a
high fastening force (pressing force) of the wound con-
ductive wire is applied to the laminated body (laminated
core portion 130). This pressing force is indirectly trans-
mitted through intermediation of the bobbin 100. In this
context, in a case where the pressing force is transmitted
to the laminated body under a state in which the conduc-
tive wire and the laminated body are held in direct contact
with each other, the conductive wire and the laminated
body are held in "linear contact" with each other, and
hence the pressing force significantly and locally increas-
es. Therefore, the conductive wire is liable to bite into the
laminated body, with the result that it is difficult to prevent
deformation of the plate-like magnetic bodies 132 form-
ing the laminated body. Meanwhile, in the magnetic com-
ponent 10 according to the embodiment of the present
invention, at the time of manufacture, such a pressing
force is indirectly transmitted to the laminated body
through intermediation of the bobbin 100. In this case,
the bobbin 100 and the laminated body are held in "sur-
face contact" with each other. Thus, the pressing force
is nottransmitted in a significantly and locally biased state
to the laminated body. As a result, deformation of the
plate-like magnetic bodies 132 forming the laminated
body is significantly easily suppressed. Therefore, plate-
like magnetic bodies 132 reduced in thickness can be
employed, and hence losses caused by generation of
eddy current can be suppressed. As a result, higher ef-
ficiency and energy saving in a case where the magnetic
component 10 according to the embodiment of the
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present invention is used in a high-frequency range are
easily achieved.

(3) Coil portion covering step

[0043] In the coil portion covering step, the outer pe-
ripheral surface of the coil portion 140 is covered with
the heat-resistant insulating sheet 150. Normally, heat-
resistant insulating paper is used as the heat-resistant
insulating sheet 150. However, the present invention is
not limited thereto, and there may be appropriately uti-
lized publicly known sheet-like members having heat re-
sistance and insulating properties (such as heat-resistant
resin film).

[0044] The magnetic unit 30 is obtained through the
laminated body arranging step, the coil portion forming
step, and the coil portion covering step. At least two mag-
netic units 30 are prepared in this way at the time of prep-
aration of one magnetic component 10. However, nor-
mally, two magnetic units 30 are prepared.

(4) Connecting core portion forming step

[0045] After the magnetic units 30 are prepared, the
connecting core portion forming step is performed. In this
connecting core portion forming step, the magnetic units
30 are arranged parallel to each other, and the first con-
necting core portion 40 for connecting the ends on one
side (direction X1 side) of the laminated core portions
130 respectively to each other is formed, and the second
connecting core portion 42 for connecting the ends on
another side (direction X2 side) of the laminated core
portions 130 respectively to each other is formed, the
laminated core portions 130 respectively forming the
magnetic units 30 and each being formed of the laminat-
ed body described above. When the connecting core por-
tion forming step is performed using the two magnetic
units 30, the magnetic component body 20 as exemplified
in FIGS. 1A and 1B is obtained, which includes at least
the two magnetic units 30 and the two connecting core
portions 40 and 42 in total for connecting the ends on
one side (direction X1 side) of the laminated core portions
130 of the two magnetic units 30 respectively to each
other and the ends on another side (direction X2 side) of
the laminated core portions 130 of the two magnetic units
30 respectively to each other. Note that, in a case where
at least three magnetic units 30 are used in this connect-
ing core portion forming step, on a premise that the
number of used magnetic units 30 is N, there are formed
(N-1) annular cores each having an annular shape and
formed of the laminated core portions 130 and the con-
necting core portions 40 and 42 as exemplified in FIGS.
5 and 6.

(5) Varnish layer forming step

[0046] Subsequently, the varnish layer forming step of
forming the varnish layer by applying varnish to the outer
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surface of the magnetic component body 20 is per-
formed. Through this varnish layer forming step, the mag-
netic component 10 according to the embodiment of the
present invention is obtained. Note that, although how to
apply varnish is not particularly limited, normally, there
may be utilized a method of subjecting the magnetic com-
ponent body 20 to immersion treatment of immersing the
magnetic component body 20 into a tub filled with dis-
solved varnish.

[0047] At the time of the manufacture of the magnetic
component 10 according to the embodiment of the
present invention, steps other than the steps (1) to (5)
described above may be appropriately performed when
necessary. For example, when the magnetic component
10B including the cover members 50 exemplified in FIG.
11 is manufactured, a step of fixing the cover member
50 may be performed after the connecting core portion
forming step or the varnish layer forming step. In this
case, at the time of fixation of the cover members 50, the
cover members 50 may be fixed in a press-fitting manner,
may be bonded with an adhesive agent such as an epoxy-
based adhesive agent, or may be fixed by combination
of the press-fitting manner and the adhesive agent. Note
that, the magnetic component 10A illustrated in FIGS.
1A and 1B is obtained by performing the varnish layer
forming step with respect to the magnetic component
body 20. In other words, the magnetic component 10A
and the magnetic component body 20 have the same
structure except whether to perform the varnish treat-
ment. Further, in a case where the varnish layer forming
step is performed with respect to the magnetic compo-
nent 10B illustrated in FIG. 11 prior to fixation of the cover
members 50, a half-finished product that has notyetbeen
subjected to the varnish layer forming step corresponds
to the magnetic component body 20. Meanwhile, in a
case where the varnish layer forming step is performed
after fixation of the cover members 50, a half-finished
product to which the cover members 50 have been fixed
corresponds to the magnetic component body 20.
[0048] Note that, as long as the bobbin 100 forming
the magnetic component 10 according to the embodi-
ment of the present invention has the quadrangular cy-
lindrical shape, the bobbin 100 may be formed of one
component, two components as exemplified, for exam-
ple, in FIG. 3, or at least three components. Note that,
the bobbin 100 is shaped not with a sheet-like member
(for example, insulating member which is soft and easily
deformable, such as silicone rubber and paper) which is
soft and easily deformable to an extent that the sheet-
like member can be rolled around an outer periphery of
alaminated core portion as exemplified in Japanese Pat-
ent Application Laid-open No. 2006-13294, but with a
member for forming normal general bobbins, specifically,
a rigid member processed in advance into a predeter-
mined shape (such as insulating member formed of a
hard resin or the like). For example, the quadrangular
cylindrical part of the bobbin 100 is formed of a hard resin
having a thickness of from approximately 1 mm to 5 mm.
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Note that, examples of resins that can be utilized as such
hard resins include a phenol-formaldehyde (PF) resin, a
diallyl phthalate (DAP) resin, a polypropylene (PP) resin,
apolyvinyl chloride (PVC) resin, a polystyrene (PS) resin,
an acrylonitrile butadiene styrene (ABS) resin, and a lig-
uid crystal polymer (LCP) resin. Otherwise, shapes, siz-
es, dimensions, and raw materials of components of the
bobbin 100 are appropriately selected in accordance with
shapes, sizes, and dimensions of the laminated core por-
tion 130 including a laminated body obtained by laminat-
ing the plurality of plate-like magnetic bodies 132 so that
the laminated body has a quadrangular shape in cross-
section. Specifically, those properties are appropriately
selected so that the laminated body can be housed in
the bobbin 100 and held in press-contact with the inner
peripheral surface of the bobbin 100 on at least both the
top surface 130TP side and the bottom surface 130BTM
side in the lamination direction of the laminated core por-
tion 130 when the conductive wire is wound around the
outer peripheral surface 102.

[0049] For example, on a premise of the embodiment
illustrated in FIG. 6, the bobbin 100 could be formed also
by arranging four rectangular plate-like members having
substantially the same sizes as those of four surfaces
except both end surfaces in the direction of the two-way
arrow X of the laminated core portion 130 in a manner
that the four rectangular plate-like members are held in
close contact respectively with the four surfaces. How-
ever, in consideration, for example, of productivity of the
magnetic unit 30, the bobbin 100 formed of at least two
components of the first casing 110 and the second casing
120 as exemplified in FIGS. 3 and 4.

[0050] In this context, shapes other than those exem-
plified in FIGS. 3 and 4 may be appropriately employed
as the shape of the first casing 110 as long as one outer
peripheral surface of the four outer peripheral surfaces
of the quadrangular cylindrical body is formed to be the
opening portion 112. Further, shapes other than those
exemplified in FIGS. 3 and 4 may be appropriately em-
ployed as the shape of the second casing 120 as long
as the second casing 120 can be arranged to at least
close the opening portion 112 of the first casing 110.
[0051] FIG. 13 is a schematic view illustrating another
example of the first casing 110 and the second casing
120 which form the bobbin 100. A first casing 110C (110)
illustrated in FIG. 13 has substantially the same structure
as that of the first casing 110A illustrated in FIG. 3 except
that the step portions 116R and 116L are not provided
on the outer peripheral surfaces of the side surface por-
tions 114R and 114L. Further, a second casing 120C
(120) illustrated in FIG. 13 includes a rectangular plate-
like member having substantially the same size and
shape as those of the opening portion 112. Note that, the
flange portions as exemplified in FIG. 4 and the partition
plates for forming the gap portions 160 may be fixed also
to at least one of the first casing 110C and the second
casing 120C illustrated in FIG. 13.

[0052] FIG. 14 is a schematic view illustrating still an-
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other example of the first casing 110 and the second
casing 120 which form the bobbin 100. Specifically, FIG.
14 illustrates a modification of the first casing 110B and
the second casing 120Biillustrated in FIG. 4. Afirst casing
110D (110) illustrated in FIG. 14 has basically the same
structure as that of the first casing 110B illustrated in FIG.
4, and has a feature in that the side surface portion 114R
and the bottom surface portion 114B are provided to
project to the outside of an interval between the flange
portion 118A and the flange portion 118B. Further, a sec-
ond casing 120D (120) illustrated in FIG. 14 has basically
the same structure as that of the second casing 120B
illustrated in FIG. 4, and has a feature in that the top
surface portion 124T is provided to project to the outside
of an interval between the flange portion 128A and the
flange portion 128B.

[0053] When the parts of the laminated core portion
130 are projected from the opening portions at both the
ends of the bobbin 100 as exemplified in FIGS. 1 and 5,
it is preferred that the first casing 110D and the second
casing 120D illustrated in FIG. 14 be used for the bobbin
100. In this case, the projecting parts (projecting portions
114RP and 114BP) of the side surface portion 114R and
the bottom surface portion 114B, which are projected with
respect to the flange portions 118A and 118B, and the
projecting parts (projecting portions 124TP) of the top
surface portion 124T, which are projected with respect
to the flange portions 128A and 128B, can cover and
support surfaces except the end surfaces in the direction
of the two-way arrow X and surfaces (or parts) adjacent
to the connecting core portions 40 and 42 of the projecting
parts of the laminated core portion 130, which are pro-
jected from the opening portions at both the ends of the
bobbin 100. Further, as exemplified in FIG. 6, also when
the first connecting core portion 40B and the second con-
necting core portion 42B are arranged to respectively
close the opening portions at both the ends of the bobbin
100, itis preferred that the first casing 110D and the sec-
ond casing 120D illustrated in FIG. 14 be used for the
bobbin 100. In this case, projecting portions 114RP,
114BP, 124TP, and 124RP can cover and support both
end sides of the first connecting core portion 40B and
the second connecting core portion 42B.

[0054] Note that, the plate-like magnetic bodies 132
forming the laminated core portion 130 are not particu-
larly limited in thickness. However, when the magnetic
component 10 is utilized in use of being activated with
high frequency, the thickness is preferred to fall within a
range of from 30 pwm to 350 wm, and more preferred to
fall within a range of from 30 pm to 150 wm. When the
thickness of the plate-like magnetic bodies 132 is set to
fall within the above-mentioned ranges, the magnetic
component 10 can be easily utilized in use with high fre-
quency while preventing deformation of the plate-like
magnetic bodies 132 at the time of manufacture of the
magnetic component 10, in particular, at the time of per-
forming the coil portion forming step. Further, any mate-
rial appropriately selected from publicly known materials
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that can be used as a core member can be utilized as a
material for the plate-like magnetic bodies 132. However,
it is preferred to utilize silicon steel when the magnetic
component 10 is utilized in use of being activated with
high frequency. Note that, it is preferred that the same
thicknesses and materials as those of the plate-like mag-
netic bodies 132 be employed as those of the plate-like
magnetic bodies forming the first connecting core portion
40 and the second connecting core portion 42.

[0055] Note that, the magnetic component 10 accord-
ing to the embodiment of the present invention is desired
to be used in an inverter and a converter for automobile
devices, medical devices, industrial devices, domestic
power generators, solar photovoltaic power generators,
and the like, and the inverter and the converter are each
rated preferably at less than 50 kW, more preferably at
15 kW or less.

Claims

1. A magnetic component (10), comprising a magnetic
component body (20) comprising at least:

at least two magnetic units (30) each compris-
ing:

a bobbin (100) having a quadrangular cy-
lindrical shape;

a laminated core portion (130) arranged at
least in the bobbin (100) and comprising a
laminated body obtained by laminating a
plurality of plate-like magnetic bodies (132);
a coil portion (140) comprising a conductive
wire wound around an outer peripheral sur-
face (102) of the bobbin (100); and

a heat-resistant insulating sheet (150) cov-
ering an outer peripheral surface of the coil
portion (140);

a first connecting core portion (40) comprising
a magnetic body and connecting to each other
ends on one side of the laminated core portions
(130) respectively forming the at least two mag-
netic units (30) arranged parallel to each other;
and

a second connecting core portion (42) compris-
ing a magnetic body and connecting to each oth-
er ends on another side of the laminated core
portions (130) respectively forming the at least
two magnetic units (30) arranged parallel to
each other,

wherein an outer surface of the magnetic com-
ponent body (20) is entirely covered with a var-
nish layer, and

wherein, in each of the at least two magnetic
units (30), one surface of one plate-like magnetic
body (132A) and one surface of another plate-
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like magnetic body (132B) arranged adjacent to
the one plate-like magnetic body (132A) are sub-
stantially entirely held in direct contact with each
other in a region (CL) of the laminated body, the
region(CL) being positioned on an inner periph-
eral side of the coil portion (140), the one plate-
like magnetic body (132A) and the another plate-
like magnetic body (132B) forming the laminated
body,

characterized in that the bobbin (100) includes
a first casing (110) and a second casing (120)
and the first casing (110) and the second casing
(120) are combined with each other to form the
quadrangular cylindrical bobbin (100).

A magnetic component (10) according to claim 1,
wherein a thickness of each of the plurality of plate-
like magnetic bodies (132) falls within a range of from
30 pm to 350 pm.

Amagneticcomponent (10) according to claim 1 or 2,
wherein the ends on the one side of the laminated
core portions (130) respectively forming the at least
two magnetic units (30) and the ends on the another
side of the laminated core portions (130) respectively
forming the at least two magnetic units (30) are pro-
jected from the bobbin (100),

wherein the first connecting core portion (40) is pro-
vided at a part between the ends on the one side of
the laminated core portions (130) respectively form-
ing the at least two magnetic units (30), and
wherein the second connecting core portion (42) is
provided at a part between the ends on the another
side of the laminated core portions (130) respectively
forming the at least two magnetic units (30).

A magnetic component (10) according to any one of
claims 1 to 3,

wherein the laminated core portion (130) positioned
in the bobbin (100) comprises a gap portion (160)
provided to divide a longitudinal direction of the bob-
bin (100), and

wherein a partition plate for substantially perfectly
partitioning a space on an inner peripheral side of
the bobbin (100) in the longitudinal direction of the
bobbin (100) is provided at a position corresponding
to the gap portion (160) in the bobbin (100).

A magnetic component (10) according to any one of
claims 1 to 4, wherein a material for the each of the
plurality of plate-like magnetic bodies (132) compris-
es silicon steel.

A manufacturing method for magnetic component
(10), comprising:

a laminated body arranging step of arranging,
in a bobbin (100) having a quadrangular cylin-
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drical shape, and including a first casing (110)
and a second casing (120) the first casing (110)
and the second casing (120) being combined
with each other to form the quadrangular cylin-
drical bobbin (100), at least a laminated body
obtained by laminating a plurality of plate-like
magnetic bodies (132) in a manner that surfaces
of the plurality of plate-like magnetic bodies
(132) are held in direct contact with each other;
a coil portion forming step of forming a coil por-
tion (140) on an outer peripheral surface (102)
of the bobbin (100) by winding a conductive wire
around the outer peripheral surface (102) of the
bobbin (100) so that a pressing force is applied
atleastin alamination direction of the laminated
body arranged in the bobbin (100);

a coil portion covering step of covering an outer
peripheral surface of the coil portion (140) with
a heat-resistant insulating sheet (150),

the laminated body arranging step, the coil
portion forming step, and the coil portion
covering step being performed to prepare
at least two magnetic units (30);

a connecting core portion forming step of:

arranging the at least two magnetic units
(30) parallel to each other;

forming a first connecting core portion (40)
for connecting to each other ends on one
side of laminated core portions (130) re-
spectively forming the at least two magnetic
units (30) and each comprising the laminat-
ed body; and

forming a second connecting core portion
(42) for connecting to each other ends on
another side of the laminated core portions
(130) respectively forming the at least two
magnetic units (30) and each comprising
the laminated body,

the connecting core portion forming step be-
ing performed to prepare a magnetic com-
ponent body (20); and

avarnish layer forming step of forming a varnish
layer by applying varnish to an outer surface of
the magnetic component body (20),

the varnish layer forming step being per-
formed to obtain the magnetic component
(10).

A manufacturing method for a magnetic component
(10) according to claim 6,

wherein the laminated body arranging step compris-
es arranging the laminated body in the bobbin (100)
in a manner that both ends of the laminated body
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are projected from both end sides of the bobbin
(100).

A manufacturing method for a magnetic component
(10) according to claim 6 or 7,

wherein the laminated body comprises a gap portion
(160) provided to divide a longitudinal direction of
the bobbin (100), and

wherein a partition plate for substantially perfectly
partitioning a space on an inner peripheral side of
the bobbin (100) in the longitudinal direction of the
bobbin (100) is provided at a position corresponding
to the gap portion (160) in the bobbin (100).

A manufacturing method for a magnetic component
(10) according to any one of claims 6 to 8, wherein
a thickness of each of the plurality of plate-like mag-
netic bodies (132) falls within a range of from 30 um
to 350 pm.

A manufacturing method for a magnetic component
(10) according to any one of claims 6 to 9, wherein
the each of the plurality of plate-like magnetic bodies
(132) comprises a silicon steel plate.

Patentanspriiche

1.

Eine Magnetkomponente (10), die eine Magnetkor-
perkomponente (20) aufweist, die zumindest auf-
weist:

mindestens zwei Magneteinheiten (30) von de-
nen jede jeweils aufweist:

eine Spule (100) mit einer viereckigen zy-
lindrischen Form;

einen Laminatkernabschnitt (130), der zu-
mindest in der Spule (100) angeordnet ist
und einen Laminatkérper aufweist, der
durch Laminieren einer Vielzahl von plat-
tenartigen Magnetkdrpem (132) erhalten
wird;

einen Spulenabschnitt (140), der einen leit-
fahigen Draht aufweist, der um eine Auf3en-
umfangsflache (102) der Spule (100) ge-
wunden ist; und

eine hitzebestéandige Isolierfolie (150), die
eine AulRenumfangsflache des Spulenab-
schnitts (140) bedeckt;

einen ersten Verbindungskernabschnitt (40),
der einen Magnetkorper aufweist und mit jedem
der weiteren Enden auf einer Seite der Laminat-
kernabschnitte (130) verbunden ist, jeweils die
zumindest zwei Magneteinheiten (30) bildend,
die parallel zueinander angeordnet sind; und

einen zweiten Verbindungskernabschnitt (42),
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der einen Magnetkoérper aufweist und mit jedem
der weiteren Enden auf einer anderen Seite der
Laminatkemabschnitte (130) verbunden ist, je-
weils die zumindest zwei Magneteinheiten (30)
bildend, die parallel zueinander angeordnet
sind; und

wobei eine AuRenflache der Magnetkérperkom-
ponente (20) vollstandig mit einer Lackschicht
bedeckt ist, und

wobei in jeder der mindestens zwei Magnelein-
heiten (30) eine Oberflache eines plattenartigen
Magnetkorpers (132A) und eine Oberflache ei-
nes anderen plattenartigen Magnetkérpers
(132B), die benachbart zu dem einen plattenar-
tigen Magnetkoérper (132A) angeordnet sind, im
Wesentlichen vollstandig in direktem Kontakt
miteinander in einem Bereich (CL) des Laminat-
kérpers gehalten sind, wobei der Bereich (CL)
auf einer inneren Umfangsseite des Spulenab-
schnitts (140) angeordnet ist, wobei der eine
plattenartige Magnetkdrper (132A) und der an-
dere plattenartige Magnetkérper (132B) den La-
minatkdrper ausbilden,

dadurch gekennzeichnet, dass die Spule (100) ein
erstes Gehause (110) und ein zweites Gehause
(120) einschlieRt, und das erste Gehause (110) und
das zweite Gehause (120) miteinander kombiniert
sind, um die viereckige zylindrische Spule (100) zu
bilden,

Die Magnetkomponente (10) nach Anspruch 1, wo-
bei eine Dicke der mehreren plattenartigen Magnet-
kérper (132) in einem Bereich von 30 um bis 350
pm liegt.

Die Magnetkomponente (10) nach Anspruch 1 oder
2,

wobei die Enden auf der einen Seite der Laminatke-
mabschnitte (130), die jeweils zumindest die zwei
Magneteinheiten (30) ausbilden, und die Enden auf
der anderen Seite der Laminatkemabschnitte (130),
die jeweils zumindest die zwei Magneteinheiten (30)
ausbilden, von der Spule (100) hervorstehen,
wobei der erste Verbindungskernabschnitt (40) als
ein Teil zwischen den Enden auf der einen Seite der
Laminatkemabschnitte (130) vorgesehen ist, die je-
weils die zumindest zwei der Magneteinheiten (30)
ausbilden und

wobei der zweite Verbindungskernabschnitt (42) als
ein Teil zwischen den Enden auf der anderen Seite
der Laminatkernabschnitte (130) vorgesehen ist, die
jeweils die zumindest zwei der Magneteinheiten (30)
ausbilden.

Die Magnetkomponente (10) nach einem der An-
spriiche 1 bis 3,
wobei der in der Spule (100) angeordnete Laminat-
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kernabschnitt (130) einen Spaltabschnitt (160) auf-
weist, der zum Teilen in einer Langsrichtung der
Spule (100) vorgesehen ist, und

wobei eine Trennplatte zum im Wesentlichen per-
fekten Aufteilen eines Raums an einer Innenum-
fangsseite der Spule (100) in Langsrichtung der Spu-
le (100) an einer Position entsprechend dem Spalt-
abschnitt (160) in der Spule (100) vorgesehen ist.

Die Magnetkomponente (10) nach einem der An-
spriiche 1 bis 4, wobei ein Material firjeden der meh-
reren plattenartigen Magnetkérper (132) Silizium-
stahl aufweist.

Ein Herstellungsverfahren fur eine Magnetkompo-
nente (10), das folgendes aufweist:

einen Laminatkérper Anordnungsschritt zum
Anordnen zumindest einen Laminatkdrper, der
durch Laminieren einer Vielzahl von plattenarti-
gen Magnetkdrpern (132) in einer Weise erhal-
ten wird, dass Oberflachen der mehreren plat-
tenartigen Magnetkdrper (132) in direktem Kon-
takt miteinander gehalten werden, in einer Spule
(100) mit einer viereckigen zylindrischen Form
und einem ersten Gehause (110) und einem
zweiten Gehause (120), wobei das erste Ge-
hause (110) und das zweite Gehause (120) mit-
einander kombiniert sind, um die viereckige zy-
lindrische Spule (100) zu bilden;

einen Spulenabschnitt Ausbildungsschritt zum
Ausbilden eines Spulenabschnitts (140) mit ei-
nem leitfahigen Draht um eine AuBenumfangs-
flache (102) der Spule (100), so dass eine
Druckkraft zumindest in einer Laminierrichtung
desinder Spule (100) angeordneten laminierten
Korpers ausgeubt wird;

einen Spulenabschnitt Abdeckschritt zum Ab-
decken einer AuRenumfangsflache des Spulen-
abschnitts (140) mit einer hitzebestandigen Iso-
lierfolie (150),

wobei der Laminatkérper Anordnungsschritt,
der Spulenabschnitt Ausbildungsschritt und der
Spulenabschnitt Abdeckschritt durchgefihrt
werden, um zumindest zwei Magneteinheiten
(30) herzustellen;

einen Verbindungskernabschnitt Ausbildungs-
schritt mit:

Anordnen der zumindest zwei Magnetein-
heiten (30) parallel zueinander;

Ausbilden eines ersten Verbindungsker-
nahschnitts (40) zum Verbinden mit jedem
der weiteren Enden auf einer Seite der La-
minatkernabschnitte (130), die jeweils die
zumindest zwei Magneteinheiten (30) aus-
bilden und von denen jede den Laminatkor-
per aufweist; und

10

15

20

25

30

35

40

45

50

55

13

EP 2 618 345 B1

10.

24

Ausbilden eines zweiten Verbindungskern-
abschnitts (42) zum Verbinden mit jedem
der weiteren Enden auf einer anderen Seite
der Laminatkernabschnitte (130), die je-
weils die zumindest zwei Magneteinheiten
(30) ausbilden und von denen jede den La-
minatkdrper aufweist;

wobei der Verbindungskernabschnitt Aus-
bildungsschritt ausgefiihrt wird, um eine
Magnetkdrperkomponente (20) zur Verfi-
gung zu stellen; und

einen Lackschicht-Ausbildungsschritt zum Aus-
bilden einer Lackschicht durch Aufbringen von
Lack auf einer AulRenflache der Magnetkorper-
komponente (20),

wobei der Lackschicht-Ausbildungsschritt ausge-
fihrt wird, um die Magnetkomponente (10) zur Ver-
figung zu stellen.

Das Herstellungsverfahren fiir eine Magnetkompo-
nente (10) nach Anspruch 6, wobei der Laminatkor-
per Anordnungsschritt das Anordnen des Laminat-
kérpers in der Spule (100) in einer Weise aufweist,
dass die beiden Enden des laminierten Kérpers von
beiden Endseiten der Spule (100) hervorstehen.

Das Herstellungsverfahren fiir eine Magnetkompo-
nente (10) nach Anspruch 6 oder 7,

wobei der Laminatkdrper einen Spaltabschnitt (160)
zum Teilen in einer Langsrichtung der Spule (100)
aufweist, und

wobei eine Trennplatte, zum im Wesentlichen per-
fekten Aufteilen eines Raums an einer Innenum-
fangsseite der Spule (100) in Langsrichtung der Spu-
le (100) an einer Position entsprechend dem Spalt-
abschnitt (160) in der Spule (100) vorgesehen ist.

Das Herstellungsverfahren fiir eine Magnetkompo-
nente (10) nach einem der Anspriiche 6 oder 8, wo-
bei jeder der mehreren plattenartigen Magnetkorper
(132) eine Dicke in einem Bereich von 30 pwm bis
350 pm aufweist.

Das Herstellungsverfahren fiir eine Magnetkompo-
nente (10) nach einem der Anspriiche 6 bis 9,
wobei jeder der mehreren plattenartigen Magnetkor-
per (132) eine Siliziumstahlplatte aufweist.

Revendications

1.

Un composant magnétique (10) comprenant un
corps de composant magnétique (20) comprenant
au moins :

deux unités magnétiques (30), chacune d’entre
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elle comprenant :

une bobine (100) présentant une forme cy-
lindrique quadrangulaire ;

une section de noyau laminée (130) dispo-
sée au moins dans la bobine (100) et com-
prenant un corps laminé obtenu par la lami-
nation d’'une pluralité de corps magnétiques
semblables a des plaques (132) ;

une section spiralée (140) comprenant un
fil conducteur enroulé autour d’'une surface
périphérique externe (102) de la bobine
(100) ; et

une feuille isolante thermorésistante (150)
couvrant une surface périphérique externe
de la bobine (100) ;

une premiere section de noyau de connexion
(40) comprenant un corps magnétique et reliant
les deux autres extrémités a une face des sec-
tions de noyau laminées (130) respectivement,
formant au moins deux unités magnétiques (30)
disposées parallélement I'une par rapport a
'autre, et

une seconde section de noyau de connexion
(42) comprenant un corps magnétique et reliant
les deux autres extrémités a une face des sec-
tions de noyau laminées (130) respectivement,
formant au moins deux unités magnétiques (30)
disposées parallélement I'une par rapport a
'autre,

dans lequel une surface extérieure du corps de
composant magnétique (20) est entierement
couverte par une couche de vernis, et

dans lequel dans chacune des au moins deux
unités magnétiques (30), une surface d’un corps
magnétique semblable a une plaque (132A) et
une autre surface d’un corps magnétique sem-
blable a une plaque (132B) disposées de ma-
niére adjacente a une surface d’un corps ma-
gnétiqgue semblable a une plaque (132A) sont
sensiblement entierement placées en contact
direct les unes avec les autres dans une région
(CL) du corps laminé, la région (CL) étant posi-
tionnée sur une surface périphérique interne de
la section spiralée (140), une surface d’'un corps
magnétique semblable a une plaque (132A) et
une autre surface d’un corps magnétique sem-
blable a une plaque (132B) formant le corps la-
miné,

caractérisé en ce que la bobine (100) com-
prend une premier boitier (110) et un second
boitier (120), le premier boitier (110) etle second
boitier (120) étant combinés I'un avec l'autre de
sorte a former la bobine cylindrique quadrangu-
laire (100).

2. Uncomposant magnétique (10) selon la Revendica-
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tion 1, dans lequel une épaisseur de chacun des
corps magnétiques semblables a des plaques (132)
se situe entre 30pm et 350 pm.

Un composant magnétique (10) selon la Revendica-
tion 1 ou 2,

dans lequel les extrémités d’'un c6té des sections de
noyau laminées (130) respectivement, formant au
moins deux unités magnétiques (30) et les extrémi-
tés de l'autre c6té des sections de noyau laminées
(130) respectivement, formant au moins deux unités
magnétiques (30), s’étendent a partir de la bobine
(100),

dans lequel la premiére section de noyau de con-
nexion (40) est positionnée en un endroit entre les
extrémités d’'un c6té des sections de noyau laminées
(130) respectivement, formant au moins deux unités
magnétiques (30), et

dans lequel la seconde section de noyau de con-
nexion (42) est positionnée en un endroit entre les
extremités d’un autre cdté des sections de noyau
laminées (130) respectivement, formant au moins
deux unités magnétiques (30).

Un composant magnétique (10) selon 'une quelcon-
que des Revendications 1 a 3,

dans lequel la section de noyau laminée (130) posi-
tionnée dans la bobine (100) comprend une section
d’écartement (160) destinée a diviser une direction
longtudinale de la bobine (100), et

dans lequel une plaque de séparation pour séparer
de maniére sensiblement parfaite un espace surune
face périphérique interne de la bobine (100) dans la
direction longitudinale de la bobine (100) est posi-
tionnée en un endroit correspondant a la section
d’écartement (160) de la bobine (100).

Un composant magnétique (10) selon 'une quelcon-
que des Revendications 1 a 4, dans lequel un ma-
tériau pour chacun de la pluralité de corps magnéti-
ques semblables a des plaques (132) comprend de
I'acier au silicium.

Un procédé de fabrication pour la fabrication d’'un
composant magnétique (10) comprenant :

une étape d’agencement du corps laminé con-
sistant en 'agencement, dans une bobine (100)
présentant un forme cylindrique quadrangulaire
et comprenant un premier boitier (110) et un se-
cond boitier (120), le premier boitier (110) et le
second boitier (120) étant combinés I'un avec
I'autre de sorte a former la bobine cylindrique
quadrangulaire (100), d’au moins un corps la-
miné obtenu par la lamination d’'une pluralité de
corps magnétiques semblables a des plaques
(132) de sorte que les surfaces de la pluralité
de corps magnétiques semblables a des pla-
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ques (132) sont placées en contact direct les
unes avec les autres ;

une étape de création de la section spiralée con-
sistant en la création de la section spiralée (140)
sur une surface périphérique externe (102) de
la bobine (100) en enroulant un fil conducteur
autour de la surface périphérique externe (102)
de la bobine (100) de sorte qu’'une pression soit
appliquée au moins dans une direction de lami-
nation du corps laminé disposé dans la bobine
(100) ;

une étape de recouvrement de la section spira-
lée consistant en le recouvrement d’'une surface
périphérique externe de la section spiralée (140)
par une feuille isolante thermorésistante (150),
I'étape d’agencement du corps laminé, I'étape
de création de la section spiralée et I'étape de
recouvrement de la section spiralée étant effec-
tuées de sorte a préparer au moins deux unités
magnétiques (30) ;

une étape de réalisation des sections de noyau
de connexion consistant en :

'agencement paralléle des au moins deux
unités magnétiques (30) ;

la formation d’'une premiére section de
noyau de connexion (40) pour relier les ex-
trémités a une face des sections de noyau
laminées (130) respectivement, formant au
moins deux unités magnétiques (30) et
comprenant, chacune, le corps laminé ; et
la formation d’'une seconde section de
noyau de connexion (42) pour relier les ex-
trémités a une autre face des sections de
noyau laminées (130) respectivement, for-
mant au moins deux unités magnétiques
(30) et comprenant, chacune, le corps lami-
né,

I'étape de formation des sections de noyau
de connexion étantréalisée afin de préparer
un corps de composant magnétique (20) ;
et

une étape de formation de la couche de vernis
consistant en la formation d’'une couche de ver-
nis par I'application de vernis sur une surface
externe du corps de composant magnétique
(20),

I'étape de formation de la couche de vernis étant
réalisée afin d’obtenirle composant magnétique
(10).

Un procédé de fabrication pour la fabrication d’'un
composant magnétique (10) selon la Revendication
6, dans lequel I'étape d’agencement du corps laminé
comprend 'arrangement du corps laminé dans la bo-
bine (100) de sorte que les deux extrémités du corps
laminé s’étendent a partir des deux extrémités de la
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bobine (100).

Un procédé de fabrication pour la fabrication d’'un
composant magnétique (10) selon la Revendication
6ou7,

dans lequel le corps laminé comprend une section
d’écartement (160) destinée a diviser une direction
longitudinale de la bobine (100), et

dans lequel une plaque de séparation pour séparer
de maniére sensiblement parfaite un espace surune
face périphérique interne de la bobine (100) dans la
direction longitudinale de la bobine (100) est posi-
tionnée en un endroit correspondant a la section
d’écartement (160) de la bobine.

Un procédé de fabrication pour la fabrication d’'un
composant magnétique (10) selon 'une quelconque
des Revendications 6 a 8, dans lequel une épaisseur
de chacun des corps magnétiques semblables a des
plaques (132) se situe entre 30pum et 350 um.

Un procédé de fabrication pour la fabrication d’'un
composant magnétique (10) selon 'une quelconque
des Revendications 6 a 9 dans lequel un matériau
pour chacun de la pluralité de corps magnétiques
semblables a des plaques (132) comprend de 'acier
au silicium.
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