1 04/04/ 2007 ~ SPECI FI CATI ON ADHESI VE TAPE AND EDG NG METHOD Techni cal
Field Present invention relates to an adhesive tape for use in0dddify2a0d
an edgi ng nethod and, particularly, to an adhesive tape favorable for
edging of a lens provided with an antifouling |ayer and an edgi ng net hod.
Rel ated Art In order to suppress reflection of light or increase
transmttance of the light, a reflection reducing coating is ordinarily

formed on a surface of a |lens, sudEcagigagpentacle lens. There is a
problemin that, at the time of use, a stain derived from adherence of,

for exanple, dirt froma hand, a fingerprint, perspiration, or cosnetic is
conspicuous and it is hard to renove the stain. In coping with this

problem in order to magmdherstaipk kApbephand! yraghgred or facilitate
renoval of the stain whenever adhered, an antifouling |ayer has further

been provided on a surface of the reflectlon reduci ng coating. In regard to
a surface treating agent for providing the antifouling |ayer on the

spectacl e 4&18,;d Regfacle lens in which a surface treatnment is
subj ected by a:Léﬁugﬁing§contalnlng S|Iane conmpound which is described in

JP-A 2 04/ 04/ 20(%,} s'ékﬁt gn%%g(g tﬁs{l % ‘?f%?r;lil TE%S,«I ?ﬁaéi%esfq'z favorabl e

in an antlfoullng property.
in edging and an edging method and, particularly, to an adhesive

tape favorable for edging of a lens provided with an antifouling

layer and an edging method.

Related Art

In order to suppress reflection of light or increase _
transmittance of the light, a reflection reducing coating is
ordinarily formed on a surface of a lens, such as a spectacle
lens. There is a problem in that, at the time of use, a stain
derived from adherence of, for example, dirt,from a hand, a
fingerprint, perspiration, or cosmetic is conspicuous and it
:_'LS hard to remove the stain. In coping with this problem, in
order tomake the stain tobe hardly adheredor facilitate removal
of the stain whenever adhered, an antifouling layer has further
been provided on a surface of the reflection redﬁcing coating.

In regard to a surface treating agent for providing the
antifouling layer on the spectacle lens, the spectacle lens
in which a surface treatment is subjected by a

fluorine-containing silane compound which is described in JP-A



However, the lens in which the surface treatnent is subjected with the
fluorine-containing silane conpound as > descri bed in the above publg4L£ALDOIT
has an extrenely small friction coefficient conpared with that obtained by
using a conventional surface treating agent. Therefore, the surface of
the I ens has such a characteristic as being too slippery. Due to this
characteristic, a problem as described bel ow occurs when the lens is

subj ected 0. eglgl 5@p 0 Mt A rbehathe SRR @1 iSRLTLYELESs GRAGLAG &, rapnd
spectacle lens to be in a shape in which the lens can be inserted In a
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edging, firstly, a machining center of the sp ens I's su
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machi ni ng center of € spectac ens is ei ng app

pressure Trambatty siden ahol 9,618, 10,3 MEIReT A%, described above, an

edge of the spectacle I'ens i's oun y a gri
surface of the

spect acl e i.s_ held a. frictional force. Since the

lens hel d (%g);y&t-%beeégh%%kgg%angXSdpggﬁﬁﬁ@%ﬂﬁ@s?,asmﬁ@n %’%&%@H@f iSLegrlound by
a grinding.stone, the ns. i s slipped,, dye to such good _slipperiness on
the surfac r%é%% % ,lqﬁféi §PP§&F€& prébsthat %?g%h%e%r@¥uﬂﬁﬁdmkﬁbne
agai nst the chucks t%_be out of position, nanely, a so-called axial

m sal i gnneSEdd R arpus feggsbseat bag gedor Thepeébrem ihe thmfasiceci se
edgi ng can not be perfornmed. Under these circunstances, the present

i nventi on Hashsedgrs has such a characteristic as being too slippery.

Due to this characteristic, a problem as described below occurs
when the lens is subjected to edging. At a retail shop of
spectacles, grinding a round spectacle lens to be in a shape
in which the lens can be inserted in a spectacle frame, namely,
so—called edging has been performed. In the edging, firstly,
a machining center of the spectacle lens is sucked and held:
by chucks of’ an edge-machining apparatus. In another case,
the machining center of the spectacle lens is clamped while
being applied with pressure from both sides of the lens. In
a manner as described above, an edge of the spectacle lens is
ground by a grinding stone while the spectacle lens is held
by a frictional force. Since the surface of the lens held by
the chucks has good slipperiness, when the lens is ground by
a grinding stone, the lens is slipped, due to such good
slipperiness on the surface of the lens, by a grinding pressure
of the grinding stone against the chucks to be out of position,

namely, a so-called axial misalignment occurs. This causes



achi eved and has an object to provide a techni que capable of edging a |lens
on which an antifouling |ayer has been formed by using a 04/04/2007
fl uori ne-containing silane conmpound excellent in an antifouling effect.

Di scl osure of the Invention In order to attain the aforenentioned object,
the present inventors have exerted an intensive study and, as a result,
have found that an adhesi ve tape having an excell ent adhesive strength

agai nst anaapkbhouhi 19 LRYETp A RS UGy Uail dANDe Wellhoulegh chucks of
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an edge-machi ni ng apparatus are all owe e In contact. The present

i nventors have congiictdsa bieshnl¥aiglbag tEh[e %#@ééﬁ@gﬁvéﬁﬁfé? RLahs. 45 a test

pl ate defined in an adhesive strength tes an adhesive tape as

d i bed Lpn,; "aghesi t I heet test t hod"
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adhesi ve sgrq%%%h of lhe adhesivg taEe hayi ng an inferior adhesive
strength against"d e T&WS10F~GAPERITLRE ShE PREUFPRRC YRS 12 Il afded
provi ded. Therefore, the present inventors have studied a nethod 4
04/04/ZOOTﬂlf?ﬂt%ﬁ%ﬂ%%ﬂﬁn%ﬁﬁ%ﬁi'the adhesi ve tape having the excel |l ent
adhesi ve strength against the lens on which the antifouling layer is f
ormedby using the f |uorine-containing silane conpound

Disclosure of the Invention

Inorder to attain the aforementioned object, the present
inventors have exerted an intensive study and, as a result,
have found that an adhesive tape having an excellent adhesive
strength against an antifouling layer on a surface of a lens
with which chucks of an edge-machining apparatus are allowed
to be in contact.

The present inventors have conducted a test by using a
stainless steel plate as a test plate defined in an adhesive
strength test of an adhesive tape as described in JIS Z 0237
“adhesive tape/adhesive sheet test method”. However, as a
result, it has been found that there is no difference at all
between a measurement value of the adhesive strength of the
adhesive tape having an excellent adhesive strength and a
measurement value of the adhesive strength of the adhesive tape
having an inferior adhesive strength against the lens on which
the antifouling layer has been provided.

‘Therefore, the present inventors have studied a method



fromothers. Specifically, the present inventors have conducted a test of
t he adhesive strength of the adhesive t@pe by using a polyethyey@4/2007
terepht hal ate plate which has been subjected to a surface treatnent by
using a fluorine-nodified silicone parting agent as a test plate. As a
result, it has been found that, by using the latter plate rather than
using the stainless steel plate as a test plate, a difference appears

bet ween a FeasdreweR u&Qhﬂﬁgokhéh%cﬁfyﬁﬁﬁev%ép@g}]ahﬁmd“gt@é‘ e%gﬁiéf?@?

adhesive strength and that having an inferior adhesive strength agai nst
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Further, when the adhesive tape has an adhesive strengfh
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t hat the adhesive vorabl'y attache
whi ch the i f ' | ayer J.s.formed by using the fluorinpe-containin
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sil ane conpound.” %IE? fu%?ﬁgPil &g%?he¥%%hé° éﬂﬁhpénﬁﬁggﬂﬁs Hdhesi ve
strength of _4.9f, o re_is.interposed between %he chuck of the
edge-nachi%?%%ggﬁﬁiﬁgﬁﬁ§téﬂatgﬁéa TRIVG S8 9h8ent thsuAdhesavedidtfing can
be perforqﬁg mﬁthoutHggﬁ?r ting an axial msalignment. At the tine of
edgi ng, a TethivtHra it %@‘XW% e WP TR A rxémm Bias Reshuck of
t he edge- machj ni ng apparatus 5 04/04/2007 fromboth sides of the lens is
adopt ed. IH “hd8, it aqsy bgrassrps brMsipgcal L lugringynatifisd ng t he
adhesive tape to a concave face of the lens, it is not necessary to attach
silicone parting agent as a test plate. As a result, it has
been found that, by using the latter plate rather than using
the stainless steel plate as a test plate, a difference appears
between a measurement value of the adhesive tape having an
excellent adhesive strength and that havinganinferior adhesive
strength against the spectacle lens on which the antifouling
layer has been provided. Further, when the adhesive tape has
an adhesive strength of 4 gf or more in the adhesive strength
test using this test plate, it has been found that the adhesive
tape is favorably attached to the spectacle lens on which the
antifouling layer is formed by using the fluorine-containing
silane compound. Still further, when the adhesive tape having
an adhesive strength of 4 gf or more is interposed between the
chuck of the edge-machining apparatus and the lens, it has been
found that edging can be performed without dgenerating an axial
misalignment.

At the time of edging, a method of holding the lens by

applying pressure by the chuck of the edge-machining apparatus



t he adhesive tape on various types of |ayout marks which have been applied
on a convex face of the |lens. Accordingly, the edging can be peaf/orayzoo7
wi t hout any fear of removing the |ayout marks. Further, when the adhesive
tape is attached to the convex face of a progressing nultifocal spectacle
lens, in order to avoid a mark of a fitting point which has been applied,
it is preferable to provide a bored-through hole in a center portion of

the adhesiyeohansen Hieieadhasivg hape aecapdppgqt o frbgs@él?sﬁge,i nyention is
an adhesi ve tape which is provided between a lens and at | east one of a

pair of chueksrddy; - I1ni appar ' . esi ve
face for bei ngri%l?éénﬁglgteclvr;ﬁﬁ?lt %gglsénié? %ﬁ%?ﬁgﬁg%g@%dn%ﬁ%@eglt%g%of an
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pol yet hyl ene terephthalate invhi'ch™a surface

with a fl i_ne- ify silicone partin nt is used as a.test plate
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defined in JIS Z 3237 "adhesi ve t e/ad@e%gge sheet _ test nethod"héln one
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adhesi ve t ape accor%%ﬁg to the present invention. 6 04/04/2007 An edging
net hod acé%ﬁﬂfﬁhc?% eﬁf%%%ﬁ@“Fﬁ@@HFi%%Yé??édﬁ%§e§ﬁvééﬁégﬁ%éaﬁﬁﬁé on an

antifouling layer of a lens in which the antifouling |ayer is provided.
Then, the™&kS is held by

Further, when the adhesive tape is attached to the convex
face of a progressing multifocal spectacle lens, in order to
avoid a mark of a fitting point which has been applied, it is
preferable to provide a bored-through hole in a center portion
of the adhesive tape.

The adhesive tape according to the present Iinvention is
an adhesive tape which is provided between a lens and at least
one of a pair of chucks in an edge-machining apparatus and
comprises an adhesive face for being in contact with the lens.
And, ameasurement value of an adhesive strength of the adhesive
face is 4 gf (0.0392 N) ormore when a polyethylene terephthalate
plate in which a surface treatment is subjected with a
fluorine-modified siliconeparting agent is usedas a test plate
in an adhesive strength test method based on a 180°-peeling
method as defined in JIS Z 0237 “adhesive tape/adhesive sheet

‘test method”.

In one case, a bored-through hole is provided in a central

portionof the adhesive tape according to the present invention.



apair of chucks such that the adhesive tape is interposed between the |ens
and at | east one of the pair of chucks g n an edge-nmachining appaya®a52007

Thereafter, edging of the lens is performed by the edge-machining
apparatus. Preferably, the adhesive tape conprises an adhesive face for
bei ng contact with the Il ens. And, a neasurenent value of an adhesive
strength of the adhesive face is 4 gf (0.0392 N or nore when a

pol yet hyl eng d&jephrRARIEL apkal8ihg ¥R BreSUnkachvlh £aLMBN: S 30b) ect ed

with a fluorine-nodified silicone parting agent is used as a test plate in
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in JIS Z 0237 "adhesive 't ape/ adhesive sheet test nmetho re preferably,
o e SO BRI sy LOUERC, O el ESUNEEL P b,
CrooroCr2) S L LRI I Ctns) 61 F s GERp e (3R 4= Ipterpaseidesyetioc X
(1) 2 ORI, I OO 200 er it B Lopenanie 2
less car boariaparatus. Thereafter, edging of the lens is performed by the
edge-machining apparatus.

Preferably, the adhesive tape comprises an adhesive face
for being contact with the lens. And, a measurement value of
an adhesive strength of the adhesive face is 4 gf (0.0392 N)
or more when a polyethylene terephthalate plate in which a
surface treatment is subjected with a fluorine-modified
silicone parting agent is used as a test plate in an adhesive
strength test method based on a 180°-peeling method as defined
in JIS Z 0237 “adhesive tape/adhesive sheet test method”.

More preferably, the antifouling layer is formed by using
as a main component a fluorine-containing silane compound as

represented by the following general formula (1):
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atons; X represents iodine or hydrogen; Y represents hydrogen or a | ower

al kyl group; Z represents fluorine or atrifluoronmethyl group; CR¥04/2007
represents a hydrol ysabl e group; R2 represents hydrogen or an inactive
nonoval ent organic group; a, b, ¢, and d each individually represent an
integer of fromO or nore to 200 or less; e represents O or 1; mand n
each individually represent an integer of from O or nore to 2 or less; and

p represents an jnéegen OR frempleQenfBre 40 10:-954h8SSor | yAnpiles case,
t he edgi ng net hod conprises a step of attaching t%e adhesive tape to a

concave fage,pinbh§al 898 qrbip %ﬁ%ﬁo&r@?%@%@%é@d‘@ es tlgﬁggé

invention i1s an adhesive tape wnhich i s provi bet ween a s and at
| east one pf.a.pair of chucks in an edge-machi ning apparatus and
conprises an adhesive face for being in contact with the lens. And, when

an adhesive str f_an adhesi ve face is neasured based on a :
pr edet er m ned t?s]?}érloerg Soed?csa lr?edz'sisn réjﬁeﬁlty 298 70of an adhesive strength is

4 gf (0.0392 N) por_nore. However, the predeterm ned_test method is
basical |y sane ég Eﬁ?%ﬁﬁﬁﬂﬁ%ﬁiy Y§4FG4P3067 °¥FFeﬁé?Hlt8§Puﬂéthod based on a

180- peel ing nethod as defined_in JI'S 20237"adhesi ve tape/ adhesi ve sheet
test method". e é%ﬁpresents fluorine or a trifluorcmethyl group;

R' represents a hydrolysable group;

R2 represents hydrogen or an inactive monovalent organic
group;

a, b, ¢, and d each individually represent an integer
of from 0 or more to 200 or less;

e represents 0 or 1;

m and n each individually represent an integer of from
0 or more to 2 or less; and

p represents an integer of from 1 or more to 10 or less.

In another case, the edging method comprises a step of
attaching the adhesive tape to a concave face of the lens.

The adhesive tape according to the present invention is
anradhesive tape which is provided between a lens and at least
one of a pair of chucks in an edge-machining apparatus and
comprises an adhesive face for being in contact with the lens.
And, when an adhesive strength of an adhesive face is measured
based on a predetermined test method, a measurement value of
an adhesive strength is 4 gf (0.0392 N) or more. However, the

predetermined test method is basically same as an adhesive



for replacing a test plate used in the adhesive strength test nethod based
on a 180-peeling nmethod as defined in S Z 0237 "adhesive tapgAddies20e7
sheet test method" by a polyethylene terephthalate plate in which a
surface treatnent is subjected wth a fluorine-nodified silicone parting
agent. Brief Description of the Drawngs FIG 1 (a) is a cross-sectional

di agram showi ng an edgi ng nethod using an adhesive tape for edging

according E_@réﬂ&tlﬁ”@e%%nﬂtetfl@a%sie%obna a_L8%a§ge%fiﬂ\@im%ﬁato%e?gdc§]eﬁ§1jn\éa% t ape

for edging is attached to a convex face of ens; )

cross- sect{Q0ak £bagy ATUALONAE R RUHI vIBIdOd: st RA AR ANBRLYE. L ape

for edging according to the present I1nvention in case 1 n whi

adhesi ve t i i t h 0, on face of the l.ens; FIG
1(c) is a %?%sgsé-ﬂsle{%i?fggglﬁ%ﬁ%%rl%%%sﬁgﬁhnbga%eeégﬁgﬁlvﬁe? lcﬂ)%ln%]gki1 ntgesz:n
for edai ng a din

adhesive t to the present _invention in a _case in
whi chI ;/he rg%)"ﬁ%% VESEHHS faoﬁ%%@??l 1119 T%ﬁfr*gt%éa é%fllﬁkﬁv% 1F‘Ia€é§|%f02'(3ﬁe Ielns;
FIG 2 is . plan view of enbodi ment of a formof an adhesive tape for
edgi ng; FI &HSUT° t%3p§(§?ﬂ3i3év§cﬁlé{ﬁ% i e 5@&%‘9995%@ rPé’lY@rt&’éfsl-eél@Eti onal
configurat, ons .of adhesiye tapes. for edging; 9 04/04/2007 FIG 4 is a
sche:]g'tji c t:ﬁraed?'}grﬂ ]Iﬁ abf ﬁh&%&%t%ﬂzg Ghireperentiss é%f?@ﬁ?ﬁlﬁl c

di agram showi_ n n edgi ng net hod.
9 w1th.%_%luor%negmodified silicone parting agent.

Brief Description of the Drawings

FIG. 1(a) is a cross-sectional diagram showing an edging
methodusing an adhesive tape for edging according to the present
invention in a case in which the adhesive tape for edging is
attached to a convex face of a lens;

FIG 1(b) is a cross—sectional diagram showing an edging
methodusinganadhesivetapeforedgingaccordingtothepresent
invention in a case in which the adhesive tape for edging is
attached to a concave face of the lens;

FIG; 1{c) is a cross—-sectional diagranlshowing'an.edging
methodﬁsinganadhesivetapeforedgingaccordingtothepresent
invention in a case in which the adhesive tape for edging is
attached to both faces of the lens;

FIG. 2 is a plan view of an embodiment of a form of an
adhesive tape for edging;

| FIGS. 3(l) to 3(3) are schematic diagrams showing

cross-sectional configurations of adhesive tapes for edging;



Best Mbde for Carrying Qut the Invention "JI'S Handbook 29 Adhesi on";
Japanese Standards Association, Jan. 31, 2002, and "JI S Handbook/oa /2007
Steel "; Japanese Standards Association, Apr. 12, 1989 are incorporated
herein by reference in their entirety. Enbodi nents of an adhesive tape for
edgi ng and an edging nethod according to the present invention are

descri bed below, but the present invention is by no neans |limted thereto.

Edgi ng of a spectms) @ Lens dcheaddq TBEALPLAGHMNIGTY 9hi 88§indMh ;0f a
round spectacle lens by a grinding stone such that™ the Spectacle l'ens is
inserted ign@ spectacle frane. For this -account, the edging is also called
as edge nmachining. The spectacle lens is a neniscus |ens which has a

convex face on #he side oL arakiiech; ncave face on the,side of an
eye ball. FIG 5 shows an gg’gfnngl?re?h%@g%@ Sgﬁﬁw(ei%lgg?% %gg:blg? %néa‘%rlrlé)&i‘ by
usi ng an edge-nmachi ning apparatus. In the edging nethod, firstly, the |lens
Lis applied with pressure such that the lens L is sandw ched from both

si des of tical axis, of the lens, . by_chucks 2, 3 of an edge-nachining
appar at us. Fﬁ%%*é%%a??&&ylng P@ﬁstPSCEDFSBElﬁniS ordinarily attached to

a convex face siy 10_04/ 04/ 2007, _of the lens L for the purpose of scar
prevention and ngiﬁimﬁ%?ééﬁégti%%in@dgﬁﬁl%pchucQaEaBﬁsﬁheS@@ﬁ@é%dﬁace si de
of the |lens L§£é§sses against_a surface of the lens L via the |ens |ock
tape 4. |ASFOSHEEEC8r KR -yt £ REE 85 Wd Sdhandpok ormStenpd” edgpanese

Standards Association, Apr. 12, 1989 are incorporated herein
by reference in their entirety.

Embodiments of an adhesive tape for edging and an edging
method according to the present invention are described below,
but the present invention is by no means limited thereté.

Edging of a spectacle lens is edgemachining which grinds
an edge of a round spectacle lens by a grinding stone such that
the spectacle lens is inserted in a spectacle frame. For this
account, .the edging is also called as edge machining. The
spectacle lens is a meniscus lens which has a convex face on
the side of an object and a concave face on the side of an eye
ball.

FIG. 5 shows an edging method of a lens to be performed
by using an edge-machining apparatus. In the edging method,
firstly, the lens L is applied with pressure such that the lens
L is sandwiched from both sides of an optical axis of the lens
bychucks 2, 30f an edge~machining apparatus. Onthisoccasion,

a lens lock tape 4 is ordinarily attached to a convex face side



machining is perforned by using the grinding stone 5 based on franme data.
On the other hand, the spectacle lens i which a surface treatgantod 2007
subjected with a fluorine-containing silane conpound as described in the
aforenmenti oned publication has a small friction coefficient conmpared with
that treated with a conventional surface treating agent and, accordingly,
has a characteristic of being too slippery. At the tine of edging, due to

(he characherdrd hengly i SHEMACE M LECs LN Dl A o inbE: GitES; 2, 3

being too slippery, there is a problemin t en the gr ound

by a grindpng; 8{ Q@ addg Egﬂék 3 cjnsgﬁ%ieg%ﬁfjew #41.d e3ReCh 19, 4 e chucks 2,

3 by a grinding pressure and cones t of position,” namely, "an axi al

cal i inal i dai b
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the prese [ hyention | ttached to_the spectacle lens at the tjnme of
edgi ng. SB%%I%? i"cal #If/,a %g%gd%ggie\}élgt gbéegcg%r%ﬁ?ien@hu‘?]ést%Te%rQ%%ﬁtdgienventi on
is used such.that it is inter ed bhetween the chucks, which hold the
spect acl e TEAE IR tlﬁepeﬁg‘@’émgfgi?ﬁ NiShg Jabpardt i gt sitweespdrasrd €M ens.
FIGS. 1 s\r/\%ws an_enbodi rent of an edgi ng net hod which 11 04/04/ 2007 uses
an adhesi at“b?péiafaf°or edgi ng. Further, the adhesive tape 1 for edging of

the present enbodi ment corresponds to the adhesive tape according to the
present inventi 8R. the odhesnhpgdr diivorpastardanl ¢ms EnGrhich)a suldagehesi ve

treatment 1is subjected with a fluorine-containing silane
compound as described in the aforementioned publication has
a small friction coefficient compared with that treated wifh
a conventional surface treating agent and, accordingly, has
a characteristic of being toc slippery. At the time of edging,
due to the characteristic of the surface of the lens L held
by the chucks 2, 3 being too slippery, there is a problem in
that, when the lens L is ground by a grinding stone 5, the lens
Lis slippedwith respect to the chucks 2,3by a grindingpressure
and comes to be out of position, namely, aﬁ axial misalignment
occurs and, accordingly, a precise edging can not be perfbrf-med.
Inorder to solve theproblem, the adhesive tape according
to the present invention is attached to the spectacle lens at
the time of edging. Specifically, the adhesive tape according
to the present invention is used such that it is interposed
between the chucks, which hold the spectacle lens, ofi the
edge-machining apparatus and the spectacle lens.

FIGS. 1 shows an embodiment of an edging method which



tape 1 for edging is positioned on a convex face of the spectacle Ilens L.
And, a lens lock tape 4 is positioned pn the adhesive tape 1 fo4/edHngo7
Further, a | ens holding nmenber (not shown) is positioned on the |ens |ock
tape 4. On this occasion, the adhesive tape 1 for edging, the lens |ock
tape 4, and the lens holding nenber cover an machining center of the
spectacle lens L. And, a chuck 2 presses against the lens lock tape 4 to

the side ofeaghualeivd @a%@q kSﬁ%@gg.ngFﬁggﬁg}gh gye' ggﬁ?gmiﬁﬁpa presses

agai nst the spectacle |ens to the si of t n such™a manner
the chucks: 2 Cand 5 ML Ehe pPLebHE, pTBSELRERS) LEBEerpbiet o Shitks 2 and
or ti on of he s e S e Lol Ther B RGP AV ERBLBF bsont enbodi ment.

edgi ng the spectlich e PERLET By Ot iy SPRE B 1 Gur btfon 16 SABRALFA FIG

1(a) is as described below. Firstly, the adhesive tape 1 for edging is
attached ir?pteh]g LOBRASING 48 POsH tipaesr e e hace ofyke FREFEAELBOvVer s an
machi ning . central_ portion. Then, the lens |lock tape 4 is attached on 12
04/ 04/ 2007e5he - adHihi veleBpelock srpeddiiiyPoriéioardern thisearBasifel di ng
menber is attached on the lens |ock tape 4. Subsequently, the |l ens L which
i s provi dé@Pi t Hathedgdnasi VRt /1 af benedgilisgng neebeenidtoskovape 4 and

the tens holding nmenber is inserted '
1s positioned on the lens lock tape 4. On this occasion, the

adhesive tape 1 for edging, the lens lock tape 4, and the lens
holding member cover an machining center of the spectacle lens
L. And, a chuck 2 pressés against the lens lock tape 4 to the
side of a chuck 3 via the lens holding member while a chuck
3 presses against the spectacle lens L to the side of the chuck
2. In such a manner as described above, a position of the
spectacle lens L is fixed against the chucks 2, and 3. Further,
respective .central positions of chucks 2 and 3 of the
edge-machining apparatus correspond to an maéhining central
portion of the spectacle lens L.

Still further, in the present embodimeﬁt, the chucks 2
and 3 are also expressed as “lens fixing deviée”.

A method of edging the spectacle lens L by using the
configuration as shown in FIG. l1l(a) is as described below.
Firstly, the adhesive tape 1 for edging is attached on the convex
face of the spectacle lens L such that it covers an machining

central portion. Then, the lens lock tape 4 is attached on



bet ween the chucks 2 and 3 of the edge-nachining apparatus. Then, by
clamping the | ens holding nenber, the fens |ock tape 4, the adpegiove/2@09
1 for edging, and the lens L by the chucks 2 and 3, a position of the |ens
L is fixed. On this occasion, the chucks 2 and 3 and the spectacle lens L
are allowed to be in positioned with one another such that respective
central positions of the chucks 2 and 3 correspond to the nmachining

central pothéomdsithnerapect addrecbgifgl. THEFrEM{S, A Féﬁéil’{'&gldigf. ndi ng

stone 5 is allowed to be in contact with the spectacle ens L to perform

t he edgin L i Fl G,
configgra??%%b%ggéigggé?ﬁéﬁf%feﬁe(%?ﬁﬁigﬁ%pgﬁggérvgguggﬁégiﬁgg ’J@& ng is

posi ti oned t:he,.conc ’ : ect.ac | ens. L ereas the | ens
ook tape 1% ari PR oAl vi R, LBRREMRE o Rabent P L.
chuck 3 i el JEE RS RRe S HREUE CASE BROMFORGTORT o IPREIGREK 3
resses agai,nst t adhesi ve . ta for edgi to the side of the chuck 2
Fo t her eb%%"@?etrhe%peoﬁhﬁ%ﬁ 6t agﬁe%s‘bg&%‘%?‘%&%%@.mﬁﬁ BT NS -adhesi ve
tape 1 for_edgi %, ihe | ens 1 ock 13 04/ 04/ 2007 tape 4 _and the |ens hol ding
nenber CO\;’Féjrent’hg’ nECATRT Y EnteaE DRLEERS ML athe tfeten? | 0Tl #g@PE, The

rotating grinding stone 5is allowed to be in contact with the spectacle

lens L thds theIdihes Per £apm bdgngdeing nerpébeakees [lehy the chucks

2 and,3, a position of the lens L is fixed. On this occasion,
the chucks 2 and 3 and the spectacle lens I, are allowed to be
in positioned with one another such that respective central
positions of the chucks 2 and 3 correspond to the machining
central portionof the spectacle lensL. Thereafter, arotating
grinding stone 5 is allowed to be in contact with the spectacle
lens L to perform the edging of the spectacle lens L as shown
in FIG. 4.

In the configuration as shown in FIG. 1(b), the adhesive
tape 1 for edging is positioned on the concave face of the
spectacle lens L, whereas the lens lock tape 4 is positioned
on the.convex face of the spectacle lens L. Then, the chuck
2 presses agalnst the lens lock tape 4 to the side of the chuck
3 via the lens holding member (not shown) and, also, the chuck
3 presses against the adhesive tape 1 for edging to the side
of the chuck 2.to thereby fix the position of the spectacle
lens L.

Further, the adhesive tape 1 for edging, the lens lock



In the configuration as showmn in FIG 1 (c) , the adhesive tape 1 for
edging is positioned on each of the copyex and concave faces oD4ylei/ 2007
spectacle lens L. Then, the lens lock tape 4 is positioned on the adhesive
tape 1 for edging on the convex face, and the |ens hol ding nmenber (not
shown) is provided on the lens |ock tape 4. And, the chuck 2 presses
against the lens lock tape 4 to the side of the chuck 3 via the |ens

hol di ng neahpee 4 and, t1d e BRI G FRenddec6hYek 13 B ' t he
adhesive tape 1 for edging of t%egconcavecsideK¥§Et%gﬁzﬁggag%h?%%ﬂbhuck 2

to therebypbixishe Peskt é[?é‘c@ici@Qe}ﬁeﬁt. aChEs lr%r{':%tling]:ﬁf%{i@%%% du adhesive

tapes 1 for edging cover the nmachining central portio speéﬁacle

20 L PG4 W LD 00 SHORG 5 s LLOUCH L el contac

with the spectacle | ens n a mannér as descr

perform edgi f eg | e | L._1ln. Fl a) and 1(c), the

adhesi ve ﬁg%%gltcfogé%gﬁgge&qa%ggtotf:c%héed Sgﬁcttﬁé:?sorlli%'élf f%ace of the spectacle
|l ens L. Further, e lens. lock tape 4 is attached _on the adhesive tape 1
for edging to p&r %g?rﬁqr{%%@ .npg?ﬁl'fo“frhrlfl%g'\?ﬂé:ﬁ't%e 1PERES VEek t ape
4 is not used th urpose of positioning, it _is possible to omt the

| ens | ock aébeef[%ors‘?‘i?ﬁ‘fnq r}rstl?‘ﬂa'srl,t]x/SHI‘:-r“rTE 93 G@E%O‘Zﬁ SHeTORHRE aRAESNFE@ Ifayer | s
formed on a face ogﬁosite to the lens face of the adhesive tape 1 for

edgi ng, si § PIchhe ctrraet IEnshé - usBeerorthend epgr peck P dsiisi oni ng,

it is possible to omt the |lens |ock tape 4.
positioned on the adhesive tape 1 for edging on the convex face,

and the lens holding member (not shown) is provided on the lens
lock tape 4. And, the chuck 2 presses against the lens lock
tape 4 to the side of the chuck 3 via the lens holding member
and, at the same time, the chuck 3 presses against the adhesive
tape 1 for edging of the concave side to the side of the chuck
2 to thereby fix the position of the spectacle lens L. Further,
two adhesive tapes 1 for edging cover the machining central
portion of the spectacle lens L. 2nd, then, a rotating grinding
stone 5 is allowed to be in contact with the spectacle lens
1 which is held in a manner as described above to perform edging
of the spectacle lens L.

In FIGS 1(a) and 1{c), the adhesive tape 1 for edging
is attachedon the convex face of the spectacle lens L. Further,
the lens lock tape 4 is attached on the adhesive tape 1 for
edging to perform the edging. Still further, when the lens
lock tape 4 is not used for the purpose of positioning, it is

possible to omit the lens lock tape 4. Still further, when



Further, the | ens hol ding nenber of the present enbodi nment has a biting
tooth on.the side which is in contact ywth the Ilens |ock tape 844/94£2007
this biting tooth bites into the lens |ock tape 4, the lens L can be
assuredly held at the tinme of the |Iens machining. However, the biting
tooth of the lens holding nmenber may be omtted or the | ens hol di ng nmenber
itself may be omtted, depending on a rotation speed of the lens L or

strength ofnéosqmes e besganaratedfy anf ki %gi:enog}f%tyﬁg@lté %&QLM ng

stone 5 (see FIG 4) and the lens L at the tine ens machi ni ng.

Furt her , Sfé@@okhﬁlégﬁféééﬂ}gt%[aetlhf?rle% . nﬁ‘?'t%ﬂ% f?%gﬁrccifc\grgﬁeg{#lgﬁ?si n

detail in JP-U No. 6-24852, an explanatio ereon is omtt

[ . ' j 5 dipg. to th t .
enhodi nent 1 Seee e R EPrBec Soue SR nhE 1 BeESEpBATRE I, only

the concavg, { acg, Oﬂ#é’k t@a Lonvex face, or both of the concave and convex
faces of the spectacle |lens wHich is subjected to an antifouling treatnent

"L 10" ntor posed BeTUEern N hE" T HBLKLRGRSE S0t GbS RE CSpBEERAKIRERS, of i he
Cnouni ch U FeRe R out0sf: BBSFRPOR: SN PLEN (He Ehushtadmeties 1B
04/ 04/ 2007 an_axial msalignment, can be prevented. Therefore, the
adhesi ve t55¢ 10F6rtaRRyithg Pincedtes by tingi heeth pditpst kyterdda deaght hal at e
plate in which a surface treatnment is subjected with a fluorine-nodified
silicone lock tape 4, the lens L can be assuredly held at the time of

the lens machining. However, the biting tooth of the lens

holding mémber may be omitted or the lens holding member itself

may be omitted, depending on a rotation speed of the lens L

or strength of torque to be generated by a friction between

the grinding stone 5 (see FIG. 4) and the lens L at the time

of the lens machining. Further, since the structure of the

lens holding member is described in detail in JP-U No. 6-24852,

an explanation thereon i1s omitted on this occasion.

The adhesive tape 1 for edging according to the present

embodiment is used, as descrribed above, such that it is attached

to only the concave face, only the convex face, or both of the

concave and convex faces of the spectacle lenswhich is subjected

toanantifouling treatment at the timeof edging. Specifically,

the adhesive tape 1 is used such that it is interposed between

the chuck, whichholds the spectacle lens, of the edge-machining

apparatus and the spectacle lens. As a result, a phenomenon

in which the lens is out of position against the chuck, namely,



parting agent as a test plate in an adhesive test nethod based on
180-peel ing nethod as defined in JIS Z;9€237 "adhesi ve tape/adhedi/ el shget
test method" ("JI'S Handbook 29 Adhesion"; Japanese Standards Associ ati on,
Jan. 31, 2002) . The adhesive strength of the adhesive tape 1 for edging
which is neasured at that tinme is 4 gf (0.0392 N) or nore. An outline of
t he adhesive strength test nethod based on the 180-peeling nethod as

defined i nad|$x7a D28l 4 ARt dAPe/AdHesicre cgheet test nethod” is
described below. A test 1Is perforned under a standard condition in mhlch a

tenperature in @hdeshorR aRel SaR3L e b A 1 L3t éﬂghﬂgqg'éé@ ?5%

sanple nmust be left for 2 hours or nore in an atnos andard

condi tion.,d re}ﬁ{ tae%tol e%ﬁ‘frl'ea CEEFEQEQthEV\E f%# n}?épe 1Ycuishdfagssgrt ﬁlSﬁm;SO;nﬂ

nore or a sh havi

w de, the Tol S ri |naI th. . Three .t es each

havi ng sué% (ﬁﬁ?&lfgdgg%bgggaaaB%Ve andfgngﬁa?hm8?l§b8ﬁ Sigd “HCar e

sel ect ed. Elen%estlng nE e as defiped.in %IS B 7721 k§ used. As
for a tes dn"sds 504°% %62 3t eﬁllé[tee REVITRDPY PREERNess of
froml.5to 2 0 nn1as defined in JIS G 4305 is' selected, cut into a width
of 50 nm &%d £°cREERIBE Reshamh asd, del%ﬂ”(ﬁﬁ' Oy 280Y Zt RBR7 UsebesAve

hand- oper ted r er to be used as ress‘ln%h apparatus, which is covered
of a surf ﬁé’ﬁlééflvﬁn $heet rt&ﬁf&elfletla% Handepe kmf AheRass”of 805 Hs

and a thlckness of about 6 mMmmas defined in JIS K 6301, has a width of
about 45 Japanese Standards Association, Jan. 31, 2002). The adhesive

strength of the adhesive tape 1 for edging which is measured
at that time is 4 gf (0.0392 N) or more.

An outline of the adhesive strength test method based
on the 180°-peeling method as defined in JIS Z 0237 “adhesive
tape/adhesive sheet test method” is described below. A test
is performed under a standard condition in which a temperature
in a test place is 23+2°C; and a relative humidity is 65+5%.
A sample must be left for 2 hours or more in an atmosphere of
the standardcondition. The testpieceiscut into atape having
a width of 25 mm or more or a sheet having a width of 25 mm
when the tape is less than 25 mm wide, the tape is used in its
original width. Three test pieces each having such width as
described above and a length of about 250 mm are selected. A
tensile testing machine as defined in JIS B 7721 is used. As
for a test plate, an SUS 304 or SUS 302 steel plate having a
thickness of from 1.5 to 2.0 mm as defined in JIS G 4305 is’

selected, cut into a width of 50 mm and a length of 125 mm and,



nmm a di aneter of about 83 mm and a nmass of 200050 g. Test pieces are

pl aced on a previously cleaned test plate such that adhesive fga¢g94heoeqf
face downward, they are aligned with one another at one end thereof with a
remai ning portion of 125 mmin length being set free and the adhesive face
of the remaining portion is applied with talc in powder formor attached
wth paper. Aroller is reciprocated one tine thereon at a speed of about

300 ml m Nenbl, AILSS. CRCHERALoBEEAES ANLRLy SUCR. BEESSLOG LAEJiGAI Ni ng

portion of each of the test pieces is 0 t an ang gr ees

conSUT g 50 200,49, A0c DUIESox80flo L 1Ehy (3RO 25 MR N L i ece

is peeled o and, thereafter, the test piece is C y an upper chuck
lLlate iis cla chuck and, subsequently, the

while the st ed by a | ower

test pi ece1%§6%£ﬁvé§goﬁ SRf 3 S'S%E%n‘?ﬁs %ﬁ“L i ﬁl?dE?ret'r@lc}%Per%g &bout 20
mrof the t [ [ Led.off, r th thereof . is read. Such reading
is conduct%@%gue’?%ﬁ %%sag‘%ﬁ%egejs? qgé I%%%c?ﬂct &5of Ql@ﬁ}éto‘gimq n
average val ue of the resultant 12 nmeasurenents on the 3 test pieces is

det er m ned@nd, LRBRTET 1k aRAHaFS vay uends2 anRreofed 008180 va udesér 10 nm
in width based on a proportional calculation. A test nethod for

det er mi ni AY- 99 28RS 3F S CReR RURVGOUPL Y04 vano@ s t Réakahwaslyshespe for
edgi ng of the present enbodinment is set in accordance with the

af or enent i3HEF Fgndsree shpergfnieestdompwdedl Hdwst aore @lligMedewlithg net hod
as defined in JIS Z 0237 "adhesive tape/adhesive sheet test nethod".
However, &ne another at one end thereof with a remaining portion of 125

mm in lengthbeing set free and the adhesive face of the remaining
portion is applied with tale in powder form or attached with
paper. A roller is reciprocated one time thereon at a speed
of about 300 mm/min. to press the test pieces. After such
pressing, the remaining portion of each of the test pieces is
folded at an angle of 180 degrees consuming from 20 to 40 minutes
and, then, about 25 mm of the test piece is peeled off and,
thereafter, the test piece is clamped by an upper chuck while
the test plate is clamped by a lower chuck and, subsequently,
the test piece is peeled off at a speed of 300430 mm/min. Every
time about 20mm of the test piece ispeeledoff, strength thereof
is read. Such reading is conducted four times. The test is
conducted on 3 test pieces. An average value of the resultant
12 measurements on the 3 test pieces is determined and, then,
the average value is converted to a value pel.~ 10 mm in width
based on a proportional calculation.

A test method for determining the adhesive strength of



pol yet hyl ene terephthal ate plate having a thickness of 3 mMm in which a
surface treatnent is subjected with a {4l uorine-nodified silicomépartjnhgyo7
agent is used as a test plate. A specific production nethod of the test
plate in the test nethod of the present enbodi ment is described bel ow
Firstly, a fluorine-nodified silicone parting agent is wuniformy applied
on a surface of a polyethylene terephthalate plate having sizes of 3 mm

thick, 50 amewWdlR ARt 2Ryl Aty Y off Ofic b ﬁbp%%mgﬂﬁti din an
to 0.§ g

anount in the range of from0.3 g/n2 or nore or nore. Then,

the  pol yethyleng derephihal ehe platg snated it he, Lygrinemdified

silicone parting agent is heated out Seconds.
cover od wiTE A ThES oot e SR or 661 F Fiaioel phr tr M Hhem Ur8 boardd wih
Then, the it | ERBRLERNqFkEa Berth,rEFE: Setatire, © Bavetsuen
i mes. ant O TR PSR e 5P EA0Bee PRFAehFELEB | THBGND DO CIol by a
visual inspection. Further, ~as a fluorine-nodified silicone parting agent,
X-70-20 18T04/'0¥F072 nERGEACEUr dd B ISHItn- Brsu TReIPeERd Covlthd. & s
utilized in the present enbodinent. In the present enbodi nent, the
pol yet hyl didotdPepReREILAEe s ifligioaamn i iaad ek i s tesdas ateat phate.
fluorine-nodified silicone ‘

A specific productionmethod of the test plate in the test method

of the present embodiment is described below.

Firstly, a fluorine-modified silicone parting agent is

uniformly applied on a surface of a polyethylene terephthalate

plate having sizes of 3 mm thick, 50 mm wide and 125 mm long

by, for example, a bar coat method in an amount in the range

of from 0.3 g/m* or more to 0.6 g/m? or more. Then, the

polyethylene terephthalate plate coated with the

Fluorine-modified silicone parting agent is heated at about

150°C for about 60 seconds. After such heating is terminated,

a side of the polyethylene terephthalate plate covered with

the fluorine-modified silicone parting agent is coated with

any one of ethanol, isopropyl alcohol and acetone as a cleaning

liquid. Then, the cleaning liquid iswiped off by, for example,

gauze. Such coating of the cleaning liquid and wiping off are

repeated at least three times until the surface of the test

plate is confirmed tobe cleanbyavisual inspection. Further,

as a fluorine-modified silicone parting agent, X~70-20



parti ng agent and, then, heated is expressed also as "polyethylene
terephthal ate test plate" for convenieﬁge. An adhesive tape in g/ Ahe07
adhesive strength nmeasured by such adhesive strength test nethod as
descri bed above is 4 gf (0. 0392 N) or nore at mninmmand, preferably, 6
gf (0. 0588 N) or nore is strongly attached to a spectacle | ens on which
an antifouling layer is fornmed by using the fluorine-containing silane

conpound ag;g@85E+REE] Iy ERen Ak PLS FRRLI1ed 899]60?3{1%3{%161&3%‘&’ iD%ne

i nterposi ng the adhesive tape between the chuck o e-machini ng

appar at us gpd-the Lens -ﬁgﬁﬁaxial m sal i gnment at the time of edging can
be prevent%d. It 1s pr%&era le that the adhesive strength is 400 gf or

| ess at maxi mum is.n limted theretq. However, en dhesi ve
strength of the:Hg%%%éFsgg?BS@g?%lﬂﬁagr} %ﬁ%ﬁ%gﬁﬁﬁﬁ@ﬁﬁéﬁfﬁﬁgﬁgl % hat a
reflectio reduci.ng .coating or the lik j.ch i.s fornmed. on the surface of
the |ens irbslapt:eer’g%coﬁafs %Iggaﬁgga\}“elttbag%g?%rrlé‘&gf“ﬁ 1hagds Lt ure in
which, in a sane manner as .in an ordinary adhesive tape, an adhesive

layer is pgrovidel G9°R%suBBElr atePeupe &S SDr i8nt ¥PREESEdr 23 @fbstrate

t ape, illq5tra2§g}are pol yol efin-type resins such as polyethylene, and
pol ypr opyl éife-YSidi¥edierisraptihad ate G2p64P3007" poryseyventenand

pol yet hyl ene terephthal ate; thernoplastic resins such as pol yvinyl
acetate, ABS, afporyeasbomases i whdlohvthgladdislsdriedet resgth naapolredni de, a
pol yi m de, an acetate, and 4-fluoroethyl ene; thernosetting resins such as
an epoxy b»y such adhesive strength test method as described above is
4 gf (0.0392N) or more at minimum and, preferably, 6 gf (0.0588
N) or more is strongly attached to a spectacle lens on which
an antifouling layer is formed by using the fluorine-containing
silane compound as described in the aforementioned publication.
And, by interposing the adhesive tape between the chuck of the
edge-machining apparatus and the lens, the axial misalignment
at the time of edging can be prevented. It is preferable that
the adhesive strength is 400 ¢gf or less at maximum but is not
limited thereto. However, when the adhesive strength of the
adhesive tape isundulylarge, thereisariskinthatareflection
reducing coating or the like which is formed on the surface
of the lens is peeled off.
The adhesive tape 1 for edging has a structure in which,
in a samé manner as in an ordinary adhesive tape, an adhesive
layer is provided on a substrate tape. As for materials for

the substrate tape, illustrated arepolyolefin-type resins such

as polyethylene, and polypropylene; polyesters such as



resin; rubber-type resins such as soft rubber, and hard rubber; and
materials for reinforcing these materialgs, for exanple, a resiQ4¢aQwy 2oiOTgY
fibrous material. Further, as foradhesives, illustrated are rubber-type
adhesi ves such as natural rubber (polyisoprene), styrene-butadi ene rubber,
butyl rubber, and polyisobutylene; acrylic adhesives; silicone-type

adhesi ves; and vinyl acetate-type adhesives. In order to prevent the axial

m sal | gnMeRb1gk thient] MBndoboedatAgichl k8rABAEASELY.! NaheHiGy AOlERLVE tape

is strongly attached to a curvature of the Spectac | ens a

sustain arpkgessi or.Ge LR 4 dn er_t i.sfy such
rBseasi RYHorG ﬂHT%@ﬂhgi‘HBéﬁ§te Ader, é%fiéﬁf% Ny Aed on

necessity, it is preferable that "the substrate t'ape ecte

raction. ooy ST BRr e P At GRS ot BOLY AP hSe e S7Tta T

preferable ap_ ile str th as .defined i.n JI S 7127 "plastic
fiInisheetaﬁgnéi%ES?%éggﬁﬁééﬂﬁf' IS dBo K €SFRSsFiE "?SJ%%dﬂ§§§Y

St andar ds @gsoclat%&p,_ r. 12,,1989) is 1 kgf/mm2 (9.8 N m2) or nore.
Further, as for’ tHECEIAsYPE THodt 04ChaS FAEE iToWbst /1 #d BabStFHIRe iape, it
i's preferab%ﬁ that, a val ue of the elastic nodulus of traction Em as

defi ned 20? /%7%’(??15i 4 FELRLOrEABAt FBREE DRERIFADT TN stamp X9, ml sheet

tensile test method" is in the range of from1 kgf/m® or nore to 450
kgf / nm2 or? F8E8" CPFBRL 5189 ARKRUSMARGTd alo 4B10tNeMMESdorastissivesthe

el astic nmodul us of traction refers to a region that is a
illustrated are rubber-type adhesives such as natural rubber

(polyisoprene), styrene-butadiene rubber, butyl rubber, and
polyisobutylene; acrylic adhesives; silicone-type adhesives;
and vinyl acetate-type adhesives.

In order to prevent the axial misalignment at the time
of edging, it is necessary that the adhesive tape is strongly
attachedtx)acurvaturecﬂfthespectaclelensand,alsd,sustain
a pressing force from the chuck. In order to satisfy such
necessity,ji:ispreferablethat1juasubstratetapejjsselected
basedonkineticpropertiessuchastensilestréngth,andelastic
modulus of traction.

- As for the tensile strength of the substrate tape, it
is preferable that the tensile strength as defined in JIS K
7127 “plastic film/sheet tensile test method” (“JIS Handbook
on Steel”; Japanese Standards Association, Apr. 12, 1989) is
1 kgf/mm?® (9.8 N/mm?) or more. Further, as for the elastic
modulus of traction of the substrate tape, it is preferable

- that a value of the elastic modulus of traction Em as defined



portion in which stress and strain are in proportion conforms to a Hooke's
| aw. When the value of the elastic nodphus of traction of the Gupsr/t@o7
tape is unduly small, a large elongation is generated by a snall |oad. As
aresult, there is a possibility of generating an axial msalignnent. On

the other hand, when the value of the elastic nodulus of traction of the
substrate tape is unduly large, there is a possibility of being incapable

of tracingiglong s&drenenshapeq frshic geﬁnip%sft*ﬂgefggﬁég%&p%%ﬁ% 10 pm

or nore, preferably 20 pmor nore, an St pre m or nor e.

Fahoaer ., | Bt eRYR B8 0T che ARRILUSTBESLY] Wil LILEKIESS, (3 (he

adhesive layer is preferably int range o nore t6 100 pm

or |ess. i 2U r a of the,ad i syrface of the
adhesi ve ?%%%h?%r6% S%ﬁb?%Fﬁﬁo?g%Pﬁx o Selln'é Fﬁéﬂﬁéiéggg?jﬁégﬁééﬁve
strength | acle. lens,.it is preferable to secure 700 nmZ or
nore when t e%igﬁgggnéﬁﬁﬁgﬁgdogdqﬁaﬁ%o%trr h tPsaf Foft A %13('@.163392 N) or
nore to | sst}han.S f.éﬁ.gé%ﬁ h% nd 400 m¥Z or nore when it is 8 df
(0.0784 NF“6r oy &2 ‘%“r M 51 %th ngu%%lf%ﬂ ElapB ORIt RN CradPgRpy
limted so Io% s ,it_has the afgrenentioned area. For exanple, a round,
21 04/ 04/ %é’o? gﬂiﬁp?i dal: ey EHalre 9% ther milesitiice modBlevepf as
shown in FIGS, |1 (a)_and 1 (c) , when the spectacle lens is a progressive
mul ti f ocalt*PEALCBNP & hehadkedisteatapdans ais avhdulyo smaddnvex lhage

thereof, it is preferable that it is shaped such that it
elongation is generated by a small load. As a result, there

is a possibility of generating an axial misalignment. On the
other hand, when the value of the elastic modulus of traction
of the substrate tape is unduly large, there is arpossibility
of being incapable of tracing along a lens shape.

A thickness of the substrate tape is 10 um or more,
preferably 20 um or more, and most preferably 30 pum or more.
Further, the maximum thereof is approximately 1 mm. Athickness
of the adhesive layer is preferably in the range of from 1 um
or more to 100 pum or less. Still further, as for an area of
the adhesive surface of the adhesive tape for edging, in order
to secure the necessary adhesive strength against the Spectacle
lens, it 1is preferable to secure 700 mm® or more when the
aforementioned adhesive strength is from 4 gf (0.0392 N) or
more to less than 8 gf (0.0784 N) and 400 mm? or morel when it
is 8 gf (0.0784 N} or more.

A form of the substrate tape is not particularly limited

so long as it has the aforementioned area. For example, a round,



does not overlap an |ayout pattern which has been printed on the convex
face of the progressive nultifocal lens; As shown in FIG 2, ingtlie4onyex
face of the progressive nultifocal |ens, various types of |ayout patterns
are marked with solvent-renovable ink. These |ayout patterns are |ayout
mar ki ngs of, for exanple, a horizontal reference |ine 101 showing a

hori zontal direction of the spectacle |l ens, a distance power mneasuring

posti1on 102 showi0 805l 0Bnabe Y Bl BOIET 0! el sl S ROt 1 o8 |
i Gt or -1 AT RS ORI v 1 Rl PEE E  thciad REE 1 o B Rs
i ch shodb P Fo AERS ahd & RBerdrRi HEPoris A PaDott Shat LERTEPr i nt od
Femved. - RaTS RPETPBASoht Aiher SERE-BaReCITE 1aie SEPBPO Bidh rdiate 14t  achbd
adnes ve (e BotoRVRRLFRGE AP GRHERDL HBi 6Nl 525 haask A PEREL OBhe
| ayout pattern is elimnated fromthe surface of the spectacle lens L. It
i s necessdff CONYeX04R08 2607 hekpEpITRES LBy ot l phfeerh $t is even after
the edging is performed. For this account, in the adhesive tape 1 for
edgi ng, as showfis Py &n PIG aZhotrdhchcouyex Helae of tite proyirdedive a
central portion thereof such that it does not overlap the fitting point
multifocal lens, various types of layout patterns are marked
with so.lvent—removable ink. These layout patterns are layout
markingsof, forexample, ahorizontal reference linel101 showing
a horizontal direction of the spectacle lens, a distance power
measuring position 102 showing a position at which a power of
a distance portion is measured, a near power measuring position
103 showing a position at which a power of a near portion is
measured, a fitting point 104, and a right-or-left recognition
mark 105.

The adhesive tape 1 for edging according to the present
invention is attached on the fitting point 104 which shows an
optical center. The marking of the laybut pattern printed on
the spectacle lens in which an antifouling layer is formed is
easily removed. For this reason, when the adhesive tape 1 for
edging is attached on the layout pattern, ink of the layout
pattern is attached to the adhesive tape 1 for edging. As a

result, there is a risk in that the layout pattern is eliminated

from the surface of the spectacle lens L. It is necessary to



104 and an outer configuration is formed to be round, elliptical or oblong
such that the adhesive tape does not oyegrlap the distance powe(4pees/i200g
position 102 provided on the fitting point 104. As shown in FIG 1 (b) ,
when the adhesive tape 1 for edging is attached to the concave side of the
spectacle lens L, since nothing is printed on the concave side of the
spectacle lens L, no restrictionis put on the formthereof. In order to

enhance t H@eﬁ@h@iia%u%t%aeﬂgéﬂh a @0t 388 &f 2 Fher Eﬂ@ %apggﬁ'eig%éf&%doe

enl arged. For exanple, the adhesive tape 1 can be at “to an entire
cdgi ng and 2 Iene S aRE Fapsr a5 uiSea L saBE g rRERE e B uhest ve
2 Subst rar o oRan g retedierelen bEls TR PRSI e G Kecond
| ayer 1 a BeRoi EherERE G ThERRh X fp b d SFRe Tatntis AT Bt gt
Caver 1 a0 104 R8% 1 RF v RRONERD ] badgl BarPes £0 ke YOBDOBSAy R o i n-
the test neth of the present enbodi nent. 23 04/04/2007 Further, the
adhesi ve I%éﬁbﬁoélgprsd\ﬂrﬁé@a&n Ahesihrs g dapsr dogis BRith @ verd ardési ve
| ayer la tg be in contact with the lens L in the adhesive tape 1 for
edgi ng. O tHENGEBPWARHE2 S Hel 1B R SEGE RNt Hpe PFoxs dsidoan tilre FLGEing

'point 104,

As shown in FIG. 1{b), when the adhesive tape 1 for edging
is attached to the concave side of the spectacle lens L, since
nothing is printed on the concave side of the spectacle lens
L, norestrictionisput onthe formthereof. Inorder toenhance
the adhesive strength, an area of the adhesive lens 1 can be
enlarged. For example, the adhesive tape 1 can be attached
to an entire concavekface of the spectacle lens.

Structures of the adhesive tape 1 for edging and a lens

~lock tape 4 are described in detail below.

The adhesive tape 1 for edging as shown iﬁ FIG. 3{a)
comprises an adhesive layer la and a substrate tape 1b. The
substrate tape 1lb has a first face and a second face which face
different directions from each other. 2and, the adhesive layer
la is positioned én the first face of the substrate tape 1b.
According to the present embodiment, a measurement value of

the adhesive layer la in the adhesive tape 1 for edging is 4

gf (0.0392N) ormoreinthe testmethodof thepresent embodiment.



3(a) conprises an adhesive |ayer 4a, a substrate tape 4b and an adhesive
| ayer 4c. The substrate tape 4b has a f$4rst face and a second Ga¢eaMich7
face different directions fromeach other. And, the adhesive layer 4a is
positioned on the first face of the substrate tape 4b. Further, the
adhesive layer 4b is positioned on the second face of the substrate tape
4b. Since the adhesive portions (adhesive |ayers 4a and 4c) are provided

on bot h fap@ﬁtl&éﬂattﬂesadhieg%eamgyéﬁcgl%aﬂo%%%)s gBda%}gﬁﬁfyg%g@et g Lape 4b,

the lens | ock tape 4 has a function o so-cal l'e e-faced adhesi ve

t ape. V%enafuéﬁgﬁblyﬁ%hgahggiwgrfa§%ﬁg_a§otg :ﬁgg%RQaE% Qfgﬁgﬁﬂgqu a lens

hol di ng nmenber (not shown) Is atta on the adhesive yer 4c. ind, t he

adhesi ve tapg, 1f0r, 490G | rqv%%%deﬁuch that the adhesive layer la and
it t

the lens L are in contact w each other "YFurther, the lens |ock tape 4
second face_of the

is provided suc t the adhesi | ayer -4a.and th

substrate tapeQFb£§$éﬂ#ﬁﬁ%%ﬁP ctgﬁffﬁégh&ﬁCStﬂ%PeéﬁaF e héIfens

hol di ng neher, on the adhesive | ayer 4c and the chuck 2 are in contact

wi th each otHeF ™ PR&ReSHI aph ST hiF priedurte 1 & aupF ekt ddiarserdd #RE chuck 2

and the chuckdg gseeOEIG. 1), the lens L can be held between the chuck 2
and the cKHItRE3eS2HC0ud 0T 2507 ThReSWP Ot cEntiamfedll bas adiidistgfasaber of

t he present enbodi ment has a biting tooth on the side which contacts the
adhesi ve BRfep dgcorfntacenehbrh i frre obiffasiands direstilons ddhmsewehl ayer
4c, the lens L is nore securely held at the tine
other. And, the adhesive layer 4a is positioned on the first
face qf the substrate tape 4b. Further, the adhesive layer
4b is positioned on the second face of the substrate tape 4b.
Since the adhesive portions (adhesive layers 4a and 4c¢) are
provided on both faces (that is, first and second faces) of
the substrate tape 4b, the lens lock tape 4 has a function of
a so-called double-faced adhesive tape.
When a lens machining work such as the edging is performed,
a lens holding member (not shown) is attached on the adhesive
layerj4c. And, the adhesive tape 1 for edging is provided such
that the adhesive layer la and the lens L are in contact with
each other. Further, the lens lock tape 4 is provided such ‘
that the adhesive layer 4a and the second face of the substrate
tape1bareincontactwitheachotherand,also,thelensholding
member on the adhesive layer 4c and the chuck 2 are in contact
with each other. Then, by applying pressure to a place between

the chuck 2 and the chuck 3 (see FIG. 1), the lens L can be

held between the chuck 2 and the chuck 3.



of | ens machining. However, the biting tooth of the | ens holding nenber
may be omitted or the lens holding nenper itself may be om ttegl4/dapenclpng
on a rotation speed of the lens Lor strength of torque to be generated by
a friction between the grinding stone 5 (see FIG 4) and the lens L at the
time of machining. A feature in which the biting tooth of the |ens hol ding
menber or the |ens holding nmenber itself can be omtted is sane as that

in the confi guraitﬂeorésfo%%:r?g%‘yg bR FLES hgl&ﬁ)égarfsﬂ%r&g’elg s ttgnfe ?)Efe%)éplltai s

bel ow. Further, as descri ove, since t ructure he I'ens
hol di ng megh&ry i bed. e ' In.dP-U.No. 6-24852 an explanation
thereon is omc%%tnfae er%lesi % BJI'ESHQd (gdsili}}/é) g%mg %l&%rw%ﬁ%}? ncgoriécsacrs)thso?mglei n FI G
3(b) conprises .an esiye | ayer | a substrate pe.lLb and _an, . adhesive
| ayer 1c. %?é%ﬁ%ﬂig %5t%%é I l%%%a%h?i?%gl?%c O%ﬁﬁ géLgécbﬂﬁofEBE whi ch
face different directions fromeach other. And, the adhesive layer la is
posi ti oned OIF NE ??V%F cdccif?lefeﬁ‘%é‘ Js%ﬁ?trrea%c?ﬁf)gylrt?qe@najt é}te %ﬁ@esame
time, the %ggesive ﬁg%er lc_ is positioned on the second face of the
subst r at e Yape§ BAChaR_ 89 di APy e by BEbhRY érpEBIGFEHe lanseaddigdent

val ue of the adhesive strength of the adhesive |layer la in the adhesive
tape 1 foMSBR§ingersPs griteedaor Wye oremprividinhaembsy fEsrsd B8y
04/ 04/ 2007 of the present enbodi ment. However, the neasurenent val ue of
t he adhesiPeCmsitttasyt Fergnd g adResited loaymreddtof hhedenadhessteengthe 1 for
edging is not necessarily 4 gf or nore in the test nethod according to the
present edBodbnene. tdFure Emersitedeby a friction between the grinding

stone 5 (see FIG. 4) and the lens L at the time of machining.

A feature in which the biting tooth of the lens holding member

or the lens holding member itself can be omitted is same as

that in the configurations as shown in FIGS. 3(b) and 3(c) to

be explained below. Further, as described above, since the

structure of.the lens holding member is described in detail

in JP~-U No. 6—24852‘, an explanation thereon is omitted herein.

The adhesive tape 1 for edging as shown in FIG. 3(b)
corhprises an adhesive layer la, a substrate tape 1b and an
adhesive layer lc. The substrate tape 1lb has a first face and
a second face which face different directions from each other,

And, the adhesive layer la is positioned on the first face of
the substrate tape 1b and, at the same time, the adhesive layer
lc is positioned on the second face of the substrate tape 1b.
According to the present embodiment, a measurement value of

the adhesive strength of the adhesive layer la in the adhesive

tape 1 for edging is 4 gf (0.0392 N) or more in the test method



t he adhesive portions (that is, adhesive |ayers |la and 1c) are provided on
both faces (that is, first and second fgces) of the substrate 04g@4 b200he
adhesive tape 1 for edging has a function of a doubl e-faced tape. Further,
since the adhesive Ilayer |a provides an adhesive face for being in contact
with the lens L in the adhesive tape 1 for edging. Wen a | ens machining
work such as edging is perfornmed, the |ens holding nmenber (not shown) is

adher ed onothehaghesiene ehisy@indde. Andwetle adhe Sy @agﬁé‘ die lens

L are in contact with each other and, at the same tine, the adhesive tape

L for edgl fie liidiaR08 s by kbl Aty 10l e0r TBIDEA. IR dRd on the

adhesive layer Ic and the surface o C are in contact with each

other. Th j r l.ace,b en the.chuck .2 and chuck
3 (see Flgfa% ﬁ'?ﬁgjgpggggLﬁ?gﬁﬁgng%ggﬁgéggtﬁéiéﬁﬁi?ofeaﬁ%n#ﬁ%t% ck 3.

Si nce thelﬁggg § r_ i rovi ded not on on the first face of the
sLbstrate tapéﬁ?gﬁﬁﬁﬁ%gflo%gﬁt %;g§§€835 ngédﬁﬂgP of,ﬁuﬁﬁhqﬁirﬁﬁpq@ecessary
to provide.the lens_|ock tape 4 between he chuck 2 and the | ens L.

Narrgl Y, tﬁtehet A58°T S Pt (5?‘ I%%h@éﬁ"ﬁ%}"i‘?aiaﬁe?ﬁrﬂﬁ PBA bF) ©F€ | ens

| ock tape 4. Th dhe i%%‘tape 1 for edging_as shown in FIG 3(c) 26
04/ 04/ 200PT Torf5id £8s PribadRessvéthafetSt al 155t iard sapsnd de€esdpeti b, an

adhesi ve Igyer | c, a second substrate tape Ib' , and an adhesive |ayer |d.

The first Subsitdatepéaprs hhs hhei pdheshve were h Huceswingcdashiach face

to different directions fromeach other.
function of a double-faced tape. Further, since the adhesive

layer la provides an adhesive face for being in contact with
the lens L in the adhesive tape 1 for edging.

When a lens machining work such as edging is performed,
the lens holding member (not shown) is adhered on the adhesive
layer lc. And, the adhesive layer la and the lens I are in
contact with each other and, at the same time, the adhesive
tape 1 for edging is arranged such that the lens holding member
provided on the adhesive layer 1c and the surface of the chuck
2 are in contact with each other. Then, by applying pressure
to a place between the chuck 2 and chuck 3 (see FIG. 1), the

| lens L is held between the chuck 2 and the chuck 3.

Since the adhesive layer is provided not only on the first
face of the substrate tape 1bbut also on the second face thereof,
it is not necessary to provide the lens lock tape 4 between
the chuck 2 and the lens L. Namely, the tape 1 for edging
simultaneously has a funétion of the lens lock tape 4.

The adhesive tape 1 for edging as shown in FIG. 3(c)



And, the adhesive layer la is positioned on the first face of the first
substrate tape Ib and, at the sane ti the adhesive l|ayer |cQagQd/2007
positioned on the second face of the first substrate tape Ib. The second
substrate tape Ib' has a first face and a second face which face to
different directions fromeach other. The first face of the second
substrate tape is in contact with the adhesive layer Ic. Nanely, the first

bstrat il trat ; i t ith
Subst o A, e Sroang s 1 SAPEL LB el FyEOTypC

each other by the ad y I"c. "On"the ot adhesive | ayer

0 is posijdienad.on.the second baces ghsLhe seqgad substrate, hage Lo

According to the present e nment, a neasure 0 ddhesi ve

| ayer la i e .adhesj ve-1tape 1 .far edging i 4qgf (0..039 or nore in the
test met hol?ila}fer}t r@'pr@%ée/n]glrgsr%o%%br%nlia?teq%%&;? h%@a%uféﬁéﬁ%@&?u@@f t he
adhesive strength_of the hesi ve.layers | ¢ and.1d in the adhesive tape 1
for edgi ngsga Seacrcgné]ng?c%ggégg‘}%iqeytqlgbff%%m%rdérrleﬁ%tlﬂﬁstfééjﬁn FREhBERSE - t he

pr esent ”tc)iOd;EHEnt Fur t hjmra, t he adhesive |ayer |a provides an adhesive
face for ngtiR UM dWeYRTt he Temeal GipnerecndHes ifie Stage ce1of or

edgi ng. 27, 04/04/ 2007 Wen a |lens processing work such as edging is
per f or med FRENEL ThSURSEERRE RRifheP Indt adhbhmsame biher édeoadhpainehesi ve
| ayer 1d. And, the adhesive layer la and the lens L are in contact with
each ot het2¥fd 1Gisiweiddmped ore thehrecrit pve of the first substrate

tape 1b.

The second substrate tape 1b’ has a first face and a second
face which face to different directions from each other. The
first face of the second substrate tape is in contact with the
adhesive layer lc. Namely, the first substrate tape 1b and
the second substrate tape 1b’are in contact with each other
bytheédhesivelayerlc. On the other hand, the adhesive layer
ld is positioned on the second face of the secoﬁd substrate
tape 1b*.

Accordingtx>thepreséntembodiment,anmasurementvalue
of the adhesive layer la in the adhesive tape 1 for edging is
49f (0.0392N) ormoreinthe testmethodof the present embodiment.
However, measurement value of the adhesive strength of the
adhesive layers lc and 1d in the adhesive tape 1 for edging
are not necessarily 4 gf or more in the test method of the pr.esent '
embodiment. Further, theadhesive layerlaprovidesanadhesive
face for being in.contact with the lens L in the adhesive tape

1 for edging.



tape 1 for edging is arranged such that the | ens hol ding nenber provided

on the adhesive layer Id and the surfage of the chuck 2 are in0&4g04aR007
wi th each other. Then, by applying pressure to a place between the chuck 2
and chuck 3 (see FIG 1), the Ilens L is fixed between the chuck 2 and the

chuck 3. The edgi ng nmethod using the adhesive tape for edging according to
the present invention does not generate the axial msalignnent when the

spectacl e | ens iwhathacltedheraabstouli werk kayarad Ry 08¢t Aredr f ace of
the spectacle lens (nanely, a slippery spectacle l'ens) is machined. It

goes Wi t hothe 3@¥isNgolded mmpRAgi AL BIRAD Ysidthd:hey adhest enlansef or

edging according to the present enbodi nent does not generate the axial

m sal | gnendyey ey whed) henbeaanulich £ans: not Dy a1 AU LT Qi g Tayer

and, accordingly, is hardly slipped s Tachined. A material ftor

o ast | o, Gonricaned e BEEP G r R, 1L 3 Vel Sl a2k e eidls)
L L et LR
20 041041 000, HLOLI SROLE, 050, Lt A0 SOTOVIG WAeh bag, begn. o o
(1) is prﬁfSESQLYC%%E%C Sw%tgaé£c§?3 %ﬂﬁntfheggmg§ﬁ£§gl§¥ng pressure

to a place between the chuck 2 and chuck 3 (see FIG. 1), the

lens L is fixed between the chuck 2 and the chuck 3.

The edging method using the adhesive tape for edging

according to the present invention does not generate the axial
misalignment when the spectacle lens in which the antifouling
layer is provided on a surface of the spectacle lens (namely,
a slippery spectacle lens) is machined. It goes without saying
that an edging method using the adhesive tape for edging
according to the present embodiment does not generate the axial
misalignment even when the lens which does not have an
antifouling layer and, accordingly, is hardly slipped is
machined.

Amaterial for the spectacle lens may either be inorganic
glass or plastic. As for such plastics, mentioned are a
diethylene glycol. ©bisallylcarbonate (CR-39) resin, a
polyurethane resin, a thiourethane resin, apolycarbonate resin,

an acrylic resin and the like.

As for the antifouling layer, for example, a



*Rf - (OCF2CF2CF2) a- ( OCFCF2) b- (OCF2) c- (OCF2CF2)d-* CF3 Y *-OCF(CF2)e CH2C X
(1) Z(CHR2)mSH R )3 n (R2), p whereingRfrepresent a straight oud/lwanzbeqg
perfl uoroal kyl group having from1 or nore to 16 or |ess carbon atons and
preferably CF3-, C2F5-, or C3F7_; Rl represents a hydrol ysable group and
preferably, for exanple, a halogen, -OR3, -OCOR3, -OC (R3) =C (R9) 2,
-ON=C. (R3) 2, or -ON=CR5 and nore preferably chlorine, -0OCH3, -O0OC2H5; R3

repr esent sfaio alhPhadn€a iy @GANROR BoRYBUAE W cRHAERLELEL Y OFOGarkon
group; R4 represents hydrogen or a |lower aliphatic hydrocarbon group; R5

r epr esent stabdia) et & t@aab'&ﬁg%@é@ﬁ%é@ﬁ&i@%he%&h%ﬁ@e&@r%ﬂl more to

6 or |less carbon atons; R2 représents hydrogen or an iInacti nonoval ent
organi c ge:pBNd Py efer Ye BN I y ar roup having from 1
or nore to 4 or Iegsis?’ car b;g% at ons,; %5%82%%4/@2%@% gggﬁ?ggglﬂénd d each

i ndi vi dual [y &epreseqt an integer of fromO or nore to 200 or less, and
preferably from1l or nore to 50 or less; e represents 0 or 1;

*R;—-(OCFZCFZCFg)a—(O?FCFz)b“(OCFz)c—(OCFZCFg)d—*

CF;
(Y )
*—ocI:F(ch)e—-CHZ(:: X -« - (1)
Z (CHz)m~Si~(R"3-n
\ (F’iz)n Jo

whereianrepresentastraightorbraﬁchedperfluoroalkyl
group having from 1 or more to 16 or less carbon atoms and
preferably CF;-, CyFs—, of CsF5_;

R' represents a hydrolysable group and preferably, for
example, a halogen, -OR’, -OCOR®, -0C(R®)=C(R%),, -ON=C (R%),,
or -ON=CR® and more preferably chlorine, -OCHs;, -OC,Hs;

R’ represents an aliphatic hydrocarbon group or an
aromatic hydrocarbon group;
| R? represents hydrogen or a lower aliphatic hydrdcarbon
group;

R® represents a divalent aliphatic hydrocarbon group
having from 3 or more to 6 or less carbon atoms;

Rzrepresentshydrogencnraninactivenmnovalentorganic
group and preferably amonovalent hydrocarbon group having from

1 or more to 4 or less carbon atoms;



m and n each individually represents an integer of from O or nore to 2 or
| ess, and preferably 0; P represents apginteger of 1 or nore, apd/04/2007
preferably an integer of from1l or nore to 10 or less. Further, a

nmol ecul ar weight is from5x102 to 1x105, and preferably from 5x102 to
1x109. Further, as one of preferable structure of the fluorine-containing
sil ane conpound represented by the aforenentioned general fornula (1),

ti di ' 2):
Chom cal 4] v 1 G G a el o Mot b o Y (%)

wherein Y §eprsent Sy 088 @f o2 | ouer ﬂld‘%% oge2uB}y ¢ o SPEETRMLS @

hydrol ysabl e group; q represents an i nteger nore
less; mrepresents; ansinteger of fromO or nore to 2 or less; and 30
04/ 04/ 2007 r represent’s an integer of from1 or less to 10 or nore. In

order to formt l.ing |ayer. in the spectacle I|ens by using the
af orenenti oned f f%ﬁ%%ﬁ%é&#tgln%ng “silane conpound, a nethod in which the

conpound is dissolved in an r.ga ol vent and, then, applied on a
su??ace of the spggga%l%?c 1n8 g B liy represents an 1nte§gr of from

0 or more to 2 or less, and preferably 0;

P represents an integer of 1 or more, and preferably an
integer of from 1 or more to 10 or less. Further, a meolecular
weight is from 5x10% to 1x10°, and preferably from 5x10% to 1x10%.

- Further, as one of preferable structure of the
fluorine~containing silane compound represented by the
aforementioned general formula (1), mentioned is a compound

represented by the following general formula (2):

[Chemical 4]
( \lr )
CgF'[_(OCFzCFQCFz)q“‘O(CFz)z“CHz? H
(CHp)m=Si~(RY);
\ /r
(2)

wherein Y represents hydrogen or a lower alkyl group;
R' represents a hydrolysable group;

q represents an integer of from 1 or more to 50 or less;
m represents an integer of from 0 or more to 2 or less;

and



| ens can be adopted. As for application nethods, nentioned are a dipping
met hod, a spin coat nethod, a spray netfpod, a flowrethod, a dogtgQ4y2qgie7
nmet hod, a roll coat coating, a gravure coat coating, a curtain flow
coating and the like. As for such organic solvents, nentioned are

perfl uorohexane, perfluoronethylcycl ohexane,
perfl uoro-1, 3-di net hyl cycl ohexane and the |Iike. When diluted with the

organi c solvent,r aeg@@g@ﬂtéaéﬂ QAhtfer! Be FH4ONT BE-GUY RN B, Sidaie
conpound is preferably in the range of fromO0.03 or nore ww%to 1 wt % or

|89 wen the 1G0BEEBELI &S :AnPknbenCLAROLIL 13 MU VAWML L 1S

difficult to formthe antifouling |ayer ving a“sufficient I ckness,

R ; , ¢ i.ned. . ther hand,
a1 St act Aehdy LRUbGNgne! LT oRaNNRLDS PIIAI AR oL (G OLNTG Rand,

when the concentratio e conmpound i ere s

t hat fil | ; Lf ' I t t hi.ck. For thi
ason,  aftaP O P B m R e I R P G TR Y BagPng o

reason, e
work | oa that _a rinse eration,is conducted for elimnating a
coati ng u(r%l)erseﬁlllr%ecs%’iﬁﬂq ﬁBé: g nf’o‘?‘p%gb?‘ié’gtq ﬁHr%@?ﬁG th¢ spretagle

04/ 04/ 2007 __f| uori pe- cant Ei gi n%}ﬁs:%l ane conpound, a vacuum evaporation

met hod i n WRiScroPh8St PEGPFRS: ¢ W PR YT CCo RS hRE S sTeRtighed to be
evaporated in a _vacuumtank and, then, deposited on a surface of the

spect acl e 3t&ng EARPANE BELAd0M e3P 11 rrodthasidedumievagevatieshodet Aod, a

mat eri al conpound can be used
flowmethod,adoctorblademethod,arollcoatcoating,agravure

coat coating, a curtain flow coating and the like. As for such
organic solvents, mentioned are perfluorochexane,
perfluoromethylcyclohexane,

perfluoro-1, 3-dimethylcyclohexane and the like.

When diluted with the organic solvent, a concentration
of the fluorine-containing silane compound is preferably in
the range of from 0.03 or more wt% to 1 wt® or less. When the
concentration of the compound is unduly low, since it is
difficult to form the antifouling layer having a sufficient
thickness, asatisfactoryantifoulingeffect cannot be obtained.
On the other hand, when the concentration of the compound is
unduly high, there is a risk in that a film thickness of the
antifouling layer becomes too thick. For this reason, after
the compound is applied, there is a risk of increasing a work
load such that a rinse operation is conducted for eliminating
a coating unevenness.

Further, as for application methods of  the



in a high concentration or without using a diluent solvent. A thickness of

the antifouling layer is not particulagly limted, but is frongQ/0&Y poogr
nore to 0.5 pmor less and, preferably, from0.001 pmor nore to 0.03 pm

or less. Wien the filmthickness of the antifouling layer is unduly small

the antifouling effect becones scarce, whereas when the thickness thereof

is unduly large, the surface becones sticky; such feature is not

favorabl e. fFus i fres-comten ey agtideal E88poh Y ET al SraRueW A8 R 2 1Sy f ace of
a reflection reducing coating, thickness of the antifouling Iayer of 0.03

pm or nor ene €l EriONat £ akel F BEdd QL RANCIRd & fsﬁclta;nes;é%%ﬁ%%ghurig I's also
ennodi

not favorable. The edging nethod according to the presen ment is

appl | ed {0, {1\ SPEEUALICR RS ich YhILLDaLNE AN QUi ng L2y Sl comp Si ng

the fluorine- containing sSilane conpound represen y aforement i oned

| f ' ' 1eh B8 Adhes] Lol edgl
general foqumy a, (), 23S g MRlN o, Nadeh Y, | gg%d‘grg %fls%ﬁt?%,a%&époﬁ{%g 'ggg only

according to the present invention 1S a 0
a concave c bQih of these faces at the tine of edging. Then, the
adhesi ve tga}geegaf:‘g‘r”ﬁseg’té"ﬁor}: aeFJsCina{“%t%? bél ﬂatFﬁ%@}lp%%ﬂ‘é‘?f"dEfgéB% Héeahuck,
whi ch 32 q4/04 2007 hoIdE tFe spectacl e | ens,, of the edge-nmachining

appar at us "Ahd A& sHREFEEFEAF&AR. A HhULyUsinhe Ldilaent saLvgRkent in

whi ch the | ens ﬁquS out of position against the chuck can be prevented.
Exanpl e thickness of the antifollling layer is not particularly

limited, but is from 0.001 um or more to 0.5 pm or less and,
preferably, from 0.001 um or more to 0.03 um or less. When
the film thickness of the antifouling layer is unduly small,
the antifouling effect becomes scarce, whereas when the
thickness thereof is unduly large, the surface becomes sticky;
such feature is not favorable. Further, when the antifouling
layer is provided on a surface of a reflection reducing coating,
thickness of the antifouling layer of 0.03 pm or more
deteriorates a reflection reducing effect; such feature is also
not favorable.

The edging method according to the present embodiment
is applied to the spectacle lens in which the antifouling layer
comprising the fluorine~containing silane compound represented
by the aforementioned general formula (1) as a main . Namely,
the adhesive tape for edging according to the present invention
is attached to only a convex face, only a concave face, or both
of these faces at the time of edging. Then, the adhesive tape

is used in a state of being interposed between the chuck, which



An enbodi ment according to the present invention will be described bel ow.
Four types of adhesive tapes for edgingz were used as follows: @diesi 2007
tape A for edging: Adhesive tape EXP 403-10 manufactured by Sun A Kaken Co.
, Ltd. (substrate sheet: polyethyl ene having a thickness of 60 pnm and
adhesive: acrylic type having a thickness of 20 m was prepared as an
adhesi ve tape A for edging. Wien adhesive strength of the adhesive tape A

for edgi nghayas rte 8pBETaclBOl & hylrefre tal AP gt s e%ﬁaﬁabﬁyié?ﬂja
t hi ckness of 3 mm which has been treated wth X-70-201 (manufactured by

Shi n-Et su tkhespeatade 1444l ) avas peasuredehl 26001 m@r&%@; 5 hesive

test nethod based on a 180-peeling nethod as defined in Jl

"adhesi ve f@nel adhesicns shget § R fﬁéngggﬁ?eiont%ﬁa%f the WAcE dln () 0392

N). This adhesive tape A for e s cut iptic orm-having a
vertical wydth,ofo25 nmand a horizontal width of 40 mm provided with a
bored-t hrough hole having a dianeter of about 6 nmin the center (adhesive
ar ea: 757)('12%l ) and, then, put in use. Adhesive tape B for edging: 33
04/ 04/ 2007E esive tape 731A manufactured by Sun A Kaken Co., Ltd. (PE

sheet substrate_havi a_thickness . of 60 m. and acrylic adhesive _of 10 m
was prepar ed asAgneg'g)ﬁgs}f“\‘?gtt aheo BRIty %%g?kh‘ag.pr?ﬁ?éﬁ AATE s Hidrgt h of

t he adhesive tape.B fo d%i ngFa ainst a PET plate having a thickness of 3
mm whi ch ﬁ)fsdﬁéé:ﬁl leéia @30 . o types of adhesive tapes Tor edging

were used as follows:
Adhesive tape A for edging:

Adhesive tape EXP 403-10 manufactured by Sun A Kaken Co.,
Ltd. (substrate sheet: polyethylene having a thickness of 60
um; and adhesive: acrylic type having a thickness of 20 pm)
was prepared as an adhesive tape A for edging. When adhesive
strength of the adhesive tape A for edging against a PET
(polyethylene terephthalate) plate having a thickneés of 3 mm
which has been treatedwith X-70-201 (manufacturedby Shin-Etsu
Chemical Co., Ltd.) was meésured in accordance with an adhesive
test method based on a 180°-peeling method as defined in JIS
Z 0237 “adhesive tape/adhesive sheet test method”, the result
was 4 gf (0.0392 N). This adhesive tape A for edging was cut
in elliptical form having a vertical width of 25 mm and a
horizontal width of 40 mm, provided with a bofed—through hole
having a diameter of about 6 mm in the center (adhesive area:
757.12 mm*) and, then, put in use.

Adhesive tape B for edging:



Wi th X-70-201 (manufactured by Shin-Etsu Chem cal Co., Ltd.) was neasured
in accordance with an adhesive test neghod based on a 180-peel pag oneihod7
as defined in JIS Z 0237 "adhesive tape/adhesive sheet test nethod", the
result was 8 gf (0.0784 N) . This adhesive tape B for edging was cut in

round formhaving a dianmeter of 25 nm provided with a bored-through hole
having a dianmeter of 6 nmin the center (adhesive area: 462.60 mMm®) and,

then, put in useadiiesd vapkape Cnbah radaings By Bohn kaged adhesie seal
conprising a substrate sheet containing neoprene foam having a thickness

of 1 mmandan S iGwadhes! veviayer ol 3,duaas Rrepar ed, }pcg.%&%?cgresi ve

tape C for edging. Wien adhesive Streng hest ve

Chicknese oS b A RRLEG R AT BTN s e B0k aR P Refded by

t hi ckness

Shin-EtsuD@Q%gg 0., . syred _ip_accordance.w th an adhesive
test nethod asggggr@g 11}845%8%8},}?%5%?% T0¢ vaesgﬁ%?;énéoor ?ﬁgﬁ?%afad%

t neth sul t was Thi s

t . - d'_ the. f
ot ve thitlcBEaEe N PNE S L EThePs Pouhdut ST ChoOR h o s of 25

adhesi ve tape

mm provided,34 04/04/2007 wth a bqred-through hol e having a_di aneter of
6 Mmin tﬁqelq:éje%(t 2@ %Adﬁ%%%ﬁg%%?ﬁéﬁ@ew Ughgemt feh Chut Ltd-dse.
Adhesi ve tape D for g‘dgi ng (Conpari son): Adhesive tape EXP 403-30
manuf act ured By28HRR Kasrossdance v§th @y pshesideshest mefdiambbayedne

having a thickness of 60
on a 180°-peeling method as defined in JIS Z 0237 “adhesive

tape/adhesive sheet test method”, the result was 8 gf (0.0784
N) . This adhesive tape B for edging was cut in round formhaving
a dliameter of 25 mm, provided with a bored-through hole having
a diameter of 6 mm in the center (adhesive area: 462.60 mm?)
and, then, put in use.

Adhesgive tape C for edging:

A both-faced adhesive seal comprising a substrate sheet
contalningneoprene foamhavinga thi cknesé of lmmandanacrylic
adhesive layer of 20 um was prepared as an adhesive tape C for
edging. Whenadhesivestrengthof the adhesive tapeC for edging
against a PET (polyethylene terephthalate) plate. having a
thickness of 3 mm which has been treated with X-70-201
(manﬁfactured by Shin-Etsu Chemical Co., Ltd.) was measured
ih accordance withanadhesive testmethodbasedona 180°-peeling
method as defined in JIS Z 0237 “adhesive tape/adhesive sheet
test method”, the result was 10 gf. This adhesive tape C for

edging was cut in round form having a diameter of 25 mm, provided



pm and adhesive: acrylic type of 10 pn) was prepared as an adhesive tape
D for edging. When adhesive strength o4t he adhesive tape D fop4edm nR007
agai nst a PET (polyethylene terephthalate) plate having a thickness of 3

nm whi ch has been treated with X-70-201 (nmanufactured by Shin-Etsu

Chem cal Co., Ltd.) was neasured in accordance wi th an adhesive test

nmet hod based on a 180-peeling nethod as defined in JIS Z 0237 "adhesi ve

t ape/ adhesin ehsheetedesHrdBi8d" e HNE AELS WikmbRS 2 96 mul Ph § a@{}@%r\/e tape
D for edging was cut in eclmla? ptical for r%ehavli ]rflﬂg g vertHimeaI vh\nedt of 25 mm

and a hori zeahakiwedihe0f A6 Ndn RrAvided +wehh or ed-t.hr ough hol e havi ng
a dianeter of about 6 mMmmin the céﬁtgr aghesfvgugrég:u%g7.12 m?) and,

t hen, put hgh i = p faouyr, types of adhesive tapes
for edging, egg?ﬁ%%%%l%sﬁ]\?\fe%%eec%%?&t{e |r?asrcr)glﬁﬁer as descri bed bel ow.
However, since t Sl t3Re, 6= 1 i.n sinmuyl taneausly h a
function of the}Pgﬁ%gsg%tgfgpe 4?g?e§§ggg%fﬁ%&?§eagpégBBﬁﬁEé%@H%%%Vhout
i vi dual 15T apiatg Fianeerbe papietRy Tt Gadng o £Btckhgthg bitta convex
face of 35 04/ 04%20%; the lens L, respective axial msalignnent tests were
conduct ed. MYeAnd 2dResdNEwN ALK YRILG tYPB) 0Tby0 gith YWardingeRatdd agppinyi ng

adhesi ve tapes Aé B, C and D for edging on a concave face of the lens L,
respect i vee G H ViSRS dhrdtht 83519 wefBedorgilieedye strength of the

adhesive tape D for edging against a PET {polyethylene
terephthalate) plate having a thickness of 3 mm which has been
treatedwithx—70—201(manufactur@dbyShin—EtsuChemicalCo.,
Ltd.) was measured in accordance with an adhesive test method
based on a 180°-peeling method as defined in JIS Z 0237 “adhesive
tape/adhesive sheet test method”, the result was 2 gf. This
adhesive tape D for edging was cut inrélliptical form having
averticalwidthof25mmandafxnizontalwidthof40mm,provided
with a bored-through hole having a diameter of about 6 mm in
the center (adhesive area: 757.12 mm?) and, then, put in use;

By using the thus-prepared four types of adhesive tapes
for edging, edging tests were conducted in a manner as described
below. However, since the adhesive tape C for edging
simultaneously has a function of the lens lock tape 4, tests
1 and 3 were conducted without using the lens lock tape 4.
Test 1:

As shown in FIG. 1(a), by each individually applying

adhesive tapes A, B, C, and D for edging on a convex face of



Test 3: As shown in FIG 1(c), by each individually applying adhesive
tapes A, B, C, and D for edging on bothsfaces of a convex facegapd4s 2007
concave face of the lens L, respective axial msalignnent tests were
conducted. Further, as for the lens, a spectacle plastic |ens (Seiko

Super- Soverei gn Raku Care coat, being manufactured by Seiko Epson
Corporation, in which an antifouling | ayer has been forned by perforning a
surface treat rens )i t&spdet {velakiReGHIAIGHIRG t 54 ANGCRMRANE 12

described in the aforenentioned publication) having powers of S—-7 00D and
C=-3.00D wasstised. Axial m salignment evaluation tests were conducted on

t hese adhesi ve tapes for edging as described bel ow. Test nethod The

present eval uat in@n sWaHnCaRAduSied 1by,)0bsy s;on] 9£ﬁ§%ﬂ%%l E%gﬁ of axia

m sal i gnment generation to be derlved slipprng

portion (pREddion tQ whi gh Istah%_Bmg E¥ﬁ%%&_%XI§ gfng§§hﬁp|n998 N

apparatus) and a sur Pace | ens ens i $H%Gtou

predet erm n i appar at us

041 04/ 2007 T 75 g = c%lQ?eeﬁéi.?mﬁPsgéﬁaaeaﬁ& YR Beap Shelans
fixing ji t thIS tlne, the lens having astigmatismis fixed such that a

cylinder axis i's set to be in a predeterm ned direction (for exanple,

180). Further, é hens havkgg n? a§ti%natisn1_mas ruled with a direct line
whi ch passes t htBugh®%h opt el y each individually applying

adhesive tapes A, B, C, and D for edging on both faces of a
convex face and a concave face of the lens L, respective axial
misalignment tests were conducted.

Further, as for the lens, a spectacle plastic lens (Seiko
Super-Sovereign Raku Care coat, being manufactured by Seiko
EpsonCorporation,inwhiéhanantifoulinglayerhasbeenformed
byperformingaisurfacetreatmentwithfﬂuafluorine-containing
silanecompoundfnsdescribedjiltheaforementionedpublication)
having powers of S=-7.00D and C=-3.00D was used.

Axial misalignment evaluation tests were conducted on
these adhesive tapes for edging as described below.

Test method:

The present evaluation was conducted by observing
presence or absence of axial misalignment generation to be
derived from slippingbetween a chuck portion (position inwhich
lens is fixed to an axis of machining apparatus) and a surface
of a lens, when the lehs Lis gfound into a predetermined frame

shape by using an edge-machining apparatus.



center of the lens. Then, the lens is fixed such that the direct line is
set to be in a predeterm ned directionzéfor exanple, 180). A ha4¥oxye208pe
frame having a |large aspect ratio is prepared to thereby be a reference
frame. Optionally, an adhesive tape for edging is attached to a convex or
concave face of the lens. Alens lock tape is attached to the convex face
of the lens. The resultant lens is fixed to an edge-machi ning apparatus
("LE-8080" manufmictduled byt DEKnsQs pribdrbdaiich, then, £49¢.npahini ng was
perfornmed based on previous frame data. The | ens subjected to the edge
machi ni ng £isingdgept edat vh st Hitnd LEBEENGE hEITRGHWL 1 Jrl8s S AL O @
measur enment of msalignnment of the cylinder axiS by uUsing a ens neter.

Wien {he div@ctnhiBe ihie assess LBERUIR 106 anLleal seRLaT of Lhe | ens

was rul ed, a msalignnment angle et ween suc I'ne ‘and a horizonta

meacur oo YRR PERnpe 8ot BRELARE . e 1Bt R uE R G A A R o i n
whi ch t he j i.salign f_is qut of,an. all owabl range was  cal cul at ed.
Furt her, tﬁﬁg gbﬁ%&a Fggréﬁﬁkf%ﬁtiyﬁganPéFh RFS3F 7 griMemitd §8F1F8Ebe 2 or

l ess. 37 0 /.20 The eval uati test results of the axial msalignnment
of the adﬁ%%&égh gggeﬂé¥“%dg#ﬁ§na3§“%ﬁ% LSt s 8ueh that Hee dirg6kurrence
of the axi,al nisaligﬁgeg%ﬁw@s 100% when the edging was perfornmed in a

convent i otaP*enefhdai tth s Pt eRet alhbRed el iname qhor( fedgrhigpLe,
180°}. A half-eye type frame having a large aspect ratio is
prepared to thereby be a reference frame.

Optionally, an adhesive tape for edging is attached to
aconvexorconcavefaceofthelens. Alens lock tapeisattached
to the convex face of the lens. The resultant lens is fixed
toanedge—machiningapparatus(“LE—8080”manufacturedbyNIDEK
Co., Ltd.) and, then, edge machining was performed based on
previous frame data. The lens subjected to the edge machining
is inserted into the reference frame and, then, was put to a
measurement of misalignment of the cylinder axis by using a
lens meter. When the direct line which passes through the
optical center of the lens was ruled, a misalignment angle
between such ruled line and a horizontal line which passes
through an optical axis of the reference frame was measured.

Ten lenses were subjected to the edge machining and a
ratio in which the axial misalignment is out of an allowable

rangewas calculated. Further, the allowable range of the axial

misalignment was set to be £2° or less.



Table 1 Evaluation test result of axial msalignnment of tape for edging
Adhesi ve tape Adhesive tape Adhesive g$ape Adhesive tape D for @ddgiodg 2007
for edging B for edging C for edging (Conparison) Adhesive strength (gf) 4
8 10 2 Adhesive area (mmR) 757.12 462.60 462.60 757.12 Test | (convex 0 O
0 100 face used) Occurrence of Test 2 (concave axial 0 0 0 100 face used)
m salignment (% Test 3 (both 0 O O 80 faces used) The adhesive tape 1 for
edgi ng accor di ngrie eiviag uprtesentesenbedi:Mest o Magh @td:aicd1echit 10Qheak t he
convex and concave faces of the spectacle |lens and the resultant spectacle
lens was o¢nteepogessbal waps ehbeksioly dhe adas-1melbny. apRaitakys. As a
result, as seen fromTable 1, it was recogni zed that the adhesive 38

04/ 04/ 2007 ccurrence of the axial misalignment was 100% when the edging
wasperformedinaconventionalmethodwithout using the adhesive

tape for edging.

Table 1

Evaluation test result of axial misalignment of tape for edging

Adhesive fape
Adhesive tape | Adhesive tape | Adhesive tape
D for edging
A for edging B for edging C for edging
{Comparison)
Adhesive strength (gf) 4 8 10 2
Adhesive area (mm2) 757.12 462.60 462.60 767.12
Test 1 (convex
0 0 0 100
face used)
Occurrence of
Test 2 {concave
axial 0 0 0 100
face used)
misalignment (%)
Test 3 (both
0 0 0 80
faces used)

The adhesive tape 1 for edging according to the present
embodiment was attached to both of thé convex and concave faces
of the spectacle lens and the resultant spectacle lens was
interposed between chucks of the edge-machining apparatus. As

aresult, asseenfromTablel, itwas recognizedthat the adhesive



tape 1 allows the edge nmachining to be perfornmed without generating an
axi al m salignnent even agai nst an extggnely slippery spectacl@4l/edsy 2m07
whi ch an antifouling | ayer was formed by perform ng a surface treatnent by
using the fluorine-containing silane conpound. The adhesive tape 1 for
edgi ng according to the present enbodinent is attached to a spectacle |ens
at the tine of edging and, then, used such that it is interposed between a

chuck, whtape hol ddlbhe spectatde hedsindiq the BIY@FECHRIANG @RRARAL US
and the spectacle lens. By taking such configuration, even when a slippery

anti foul i ngetéyetings drord¥eith OM B S rath tofevdnh @ RREHACLE d:871%nea) axi al
m sal i gnnment does not occur between the adhesive tape 1 and the Iéns, and,

as a resuld1igdghngo&afhcbe 1R8I MRA-n gHratnr%e_'er'outiyLn]"é.si L s %?h@? met hod

according to the present enbodi nent, even when a sI'i ppery antifouling

layer s #pr mpd,eBohifgSPegt acledfls. edabpg.ARN b, Perforpd whihout

causing the axial msalignnent. rther, I'n thé presen odi nent ,

an exanplqﬂﬁkug&%F%%gQagggn%r%ﬁﬁgheiggﬁg%hg@éto edgi ng of the spectacle

| ens is explaline however, °t e "presen rnvéntion is not limted to the
T o PR R UL 5 Lo PGBl AT A 0
047047 200 %y A @Y 1 19t LY PR SRS L AP S a1 1 88 2SR 110 R g g &

and, then, used such that it is interposed between a chuck,

whichholdsthespectaclelens,oftheedge—machiningapparatus

and the spectacle lens. By taking such configuration, even

when a slippery antifouling layer is formed on a surface of

the spectacle lens, anaxial misaligmment does not occur between

the adhesive tape 1 and the lens, and, as a resuit, edging can

be performed.

Further, by using the edging method according to the
present embodiment, even when a slippery antifouling layer is
formed on the spectacle lens, edging can be performed without
causing the axial misalignment. Still further,rintﬁnapresent
embodiment, an example of applying the present invention to
edging of the spectacle lens is explained; however, the present

inventionisnotlimitedtothespectaclelens,butcanbeapplied

to edging of an ordinary lens.

Industrial Applicability

The present . invention <can be applied to an



t hereto. 40 04/04/2007 CLAIMS 1. An adhesive tape which is provided
between a lens and at |east one of a pair of chucks in an edge94ﬂﬂﬂ/12097
apparatus, being characterized in that the adhesive tape conprises an
adhesive face for being in contact wwth the lens, with a mneasurenment val ue
of an adhesive strength of the adhesive face bei ng 4 gf (0.0392 N) or nore
when a pol yet hyl ene terephthalate plate in which a surface treatnent is
subj ect ed anthfaul fhgrot yme-gmstifd ik SidnisGoBatPAE! bHdnaarddnd Sl iksadps a
test plate in an adhesive strength test nethod based on a 180-peeling

met hod as tleéiaes. in JIS Z 0237 "adhesi ve tape/ adhesi ve sheet test

nmet hod". 2. The adhesive tape as set forth in daim1l, bei ng characterized
in that a bored-through hole is provided in a central portion.



10 04/04/2007

CLATMS

1. Vﬁnladhesive tape which is provided between a lens
andatleasténébfapairofchucksinanedgé~machiningapparétus,
being characterized in that the adhesive tape compriées.an
adhesive face for being in contact with the lens,'with a
measurement value of an adhesive strength of the adhesive face
being 4 gf (0.0392 N} or more whén a polyethylene terephthalate
plate in which a surface treatment is subjected with-a
fluorine—modifiedsiliconepartingagentisusedasaitestplate
in an adhesive‘stfength test method based on a 180°—peeliﬁ§
method as defined in JIS Z 0237 “adhesive tape/adhesive sheet
Vtest method” .

2. The adhesive tape as set forth in Claim 1, being
characterized in that a bored-through hole is prdvided in a

central portion.



