10

15

20

25

WO 96/17721 _ o PCT/IP95/02519

B oA F
5 I x— MROBET B LUREEE

B -

ARBEZS § X— MEOREH LS K UNESEERICET 5, S5RBLR.
M U7 SRR BT IS 7 £ VAL EE - MELTS $ %— MIERET
BHES X UT OHEARIT 2R EIHT 5,

BEREH o
R4ITRTEIIC, B 0 1 ZBFTHNE L. TOEEICH PRI
240410 22 BREN—HOS5Ix—-bp—=V103, 104 (=v7D

=)L) THEL. SER10 10HMTT (VAL 0 2 0—HAREE LENOSE

10 1ICBEMETIS IR PARRINEELDAATHS (&R 4HFE
4 —20123 78 LGELEMAE) , JOLIUF I X~ PHEICE TR,

ERIR1 0 1 DInBRE, MBFHLSSIX—bo—N103, 104ZFTOE

B, BOEE, 740410 20MET LOERGLETICBIRTE o LICLD
S TAaNVA10 20BMENIEX (ANVMNEOE) (. £BHR1 0 1 NOEX
A EEHIBERAELS 3,

BREROF L, X EESIFRTEI K. T4 VAKERELET 518
BES Ix—bT2488. SIx—bo—1103, 104 (B42R) THE
Th3t. REOSEBR101H574 0410245 BLTERBDOS IX—bo
-1 0 3iIcBbUED B, ELTEDRIZEY T 4 VL1 02ICANPELOSD
DRI hB LT, £BR101E7 404102 EOMER & YTAENES
8n%°%LTQE&IOI#?&%-FD—WIOS\104%ﬁﬁbt&ﬁ
MEADIELLIDT. 7 4 VABEHSHINLL LD, SBIEOBLY 4 )L
LEBIZRU7 4+ VAOERE 1 0 6 ORABELTONS, Litdi->TEBR



. Wo9s/17721  PCT/IP9S/02519

1

15

20

25

" 101&74NVA10 20BDHEENELRSEE, FIX—bo=INILI35H
&S BB, EAEORMEEEET 3 SBROEEE TS
N ST, EORDICEROFETIE. BETS I x— MITT20REHT
sz, - | 5 |
Hoti. WREES LIS 4L MEAKETHHRELT, £BKR1010
MBBEERS TE NI 6D, L LEORERT Ix—bo—litk
LREERHTA T LD T 4 IVAREKIT AL NESIEAD 7 4 U LIRED
BIEbND, ERHER UL T ¢ VAN, REEEONTEICHESNSBE
(i, PE TSP BT, SHEAS DEITH LT T 4 L ABEND
T, HERIBESNDT NS LW HENS S, |
AR LRERKOHEOMEEMN L. FLAREIEL . RETLELLE
AWEES B LNTESS L4 — MEOSER LA RT3 2 L3581 ORI
BEELTNS, SOIARBREOL I NBEHEICAVIEEBERHET IS
LEE2OEHFEL LTS,

FEA DR .
ARADS I x— MROBEHER, ERTIHROLBREEZM#HL. TP
754 & b—Eic, BREEHEIET s VLEZEN. BEX—HDOFT IR~ b=V

BICBLTHEL, WR7 4 VAESEIICBRMEIE35 I x— MROES

®TH T WE—HDS I x— ho—IEHSHTLE 35 3 %~ MEARHE
ICHETZ I EickD. CORGHAE—FHDS I %~ bo—LORA~FFSE
BIEEBMELTVD, T, ARYTIR, 5 IR~ MR 7 4 VL ENET
35 Ix— Fo— AL HE O3,

ERFDSF I x— MEOREERIZ. SBEEMBS S HpOMBERE, 10
B LU SBROPIEL & b—HOTICERIMINT NV LEHRTET 1 VL
BERE, SERREMIET 4 VAL EMET 2RHO—HDF I x— bo—sL



10

15

20

%5

WO 96/17721 PCT/JP95/02519
-3 - '

5 1E—hD—HSHT 35 I X— MEAKSHICRELT, ZOEAH
BZE—HDS I%— hO— VORI A FSEIDDF IV S o—NEEET
B EEHMELTS,

CDEIUEBITH T WEFIVI S 0—Nick-THESShAS 3
*— MEDEITARE. bLORBEOETFAIIRTIDON S KO-/ ES
SILBA TS bOLAEPTE 3,

XSITHEF 7 L2 S 0—Ndt 5 33— MEORITARICH LTRERICH
ERGEECRI SOTHILOBFNTH 5, |

ELT. ARPORRICHVTIE. FIX—bo—AhSHTLB35 3%~}
BE—FHDT IR bo—IMUICFFoEIRIT. SIx—bo—iES IX-
MEDEMAERD S BIEELD— VARSI L bEBTH S,

FIX—-IPO=-HholHiTL B35 I X~ MRE—HDF I Xx— bo—/LORC
FHOEBE. 5 1k— MEREODS $ %~ hD—LOBEICH S AEL I BE
M Eirt3, ELTEOAERBELERT M. 5 %— MEOENICE

D&, —HDFIX- PO EHIBEEONTHELBHENDS, £OINHY]

WOSBEEELR T8 ENTE. COMITAN MNELES 35 5 EH5aHE
LB, TLEOMOWEICLY, ~BL 1D LEATNBZ LITN B,
ARUOKETIE. 531 %— Fo—IHSHTL 35 15— MIOETHE%
RA/FSVBZTFIVI790-RH50T, 32— MiOEFTIZERESZX 3
LIS, EEHHERFOES - ENTES, BTSHERTLHON A Ko—
VERT B DT REDT I %— MEOBHES 1 VIcEBITESAL S &S
TEB, XSIFT LY D— L OWFAOLEBRIATIEL bOTIE, FHO
BEPEOEEITECT b & SHEE A FEOEX 2B 2 ENTE, 74
I ADESH DR L3 XUNEOMHIELERLS 5.

B O B /X BREA



10

15

20

25

WO 96/17721 : PCT/JP95/02519

B1it. ZRBOS5 3 x— MIONEEEO—EHAERTEBEER TS 3,
B2, B1 08 ANERTH2, B3 akLURS bk, ThEhiRY
OREHEITEHD S I 32— ho—IL EOEMIERE AN NEOES, BITA
WIEEDEX LT 4 NVABEN EOBRETRTS S 7TH3, B4L, #EKO5
I %x— MEOREEBO—AETTEREAR TS 5. B5id. B4 088X
WERTH 2. B6id. AREDT I 3— MIOBEEE OMOIEHH %R E
BEARTH 5.

R\ EEWNT 372D ORBOERE ‘

ST RELER LENSERBOS : x— MIOKE S L UBEEEY
S ICHMICHET 3.

B 1 AR ORSEFEO—K AL R TERERR. © 238 1 omsak
WEE. 23 akLUE3blRENTNARAOREHKIBHSS IX— o
— I EDERIEME AL FNEOES, BLUAN MNEOEE &7 4 VLEED (
I 4 VLOMTEEN) EOREERTSS57TH5, B6id. =RADHES
HOMOERMEFRTHMBREAR TS 3, | |

B1isRTS $ 2 — MIOBEEBRAICHNT, 3 1320HEBBHRO
SRR 2 Ao E > FIZIMLTL ABOMBETH D ZOMBIE 1 DFHI
I3, I 1 S SHTS 3RBIE2iCT 4 VA 3 EMELTHEET 5:00—3
D5 Ix—bo—4., 5HRFONTNS, ELTSix—buo—i4, 50
FTHOVL SHENREEEIC. F7V2 70— 6 KEEBTEIC. HDOREIP 1
. P2HMicEEGEEICRIIohTNS, ESIKEDTFIVIFO—-L6D
FHicit. 4 Fo—i T HEEEECE) ShT 5. ZAEADT I R— b
D=4, 5. FILs 5 O—6BEUHA KO—iL 7 OEES NI IDNNE
R THB. HA Fo—NTOTHICIR. 720 FRBEERELLI V55
VI 8HRRIFSh TS, |



10

15

20

25

WO 96/17721 : , PCT/IP95/02519

6D :x— MIOBEREA' 3. H105 14— MAOKERBAI,

S5 ix—MRE10%5 Ik~ bO—4icHREZ DI B BOBMIZ o~ 8%

MR- %BTHS, COHIZ—NBREEALETHY. FIx—bo—il4
i LEATIRBRT 5h T3, . |

WENRF 1 & UTRBREMMEL &, EEARDbOIRAEND, Tk
n#dm 1 ISR T, o -5, BBM#BIAG L, OLBIR 2 ZiMkd 3
FBTH-ThEL, BIES I %~ ho—Ld. 5REOMEBIEER2 B
U7 4L 3ERET B2 y 70— LOBE LS RRALOLOTH S, B
BEHMHDS 15— bo—Il4, 5ERBSEENS, 53%— ML 0TS
RREBLSIEEE (RIS 1. S 2HA) KEERBEET S, ELAMHDS

Ix— PO AEORMIIEGTZ o TR, BEEE DBHNTETH 3.

T7V7 40—V 6REOWEIrEIE (BRIATVWEWY LD EEEE
KXFENTEH, BHAOBMFIFRIT—2) y¥F—ig&ickh, RALTER
P1. P 275@&:3!&%%5]'#5& LT3, BRIJOMER. BFEREHREDS I

R— MRBICIEUTHES L TEONBICEE TS, 5 1%x— FEEFICBET

£3L5ITLTHEN, TRMZHIS I 2 — MROEIH LTEAFAICEE
BEBHAMEL T34, A ERELOMOETFFICTE (FRRER) CRES
NBWLQEH D ICEBTIEE U, BERTRT LS CMIRCBBTIEEL TS
ZEbTES, |

H4 Fo—iL 72 oRmmEs (RRINTLLLY) THHSO, £hd
OHZFET U — ML SICER I TS, EOMBIZ—HOT I %—ho—
4. 5 DLBEGN CETIHBICSHITVS, ABERLTOEWLNIZUF
Uy 8HSEMENES I 2— ME1 0iMBD= y PO -z & O FHMIC
M TEBINTNB0T, 53 %— ME1 0iCiRBhtddh-TH Y. Zhic
DS IR—bo—N4, 5EHL KO- T LOMOF I x— ME1 01 b&
BRBEALEESh T3,



10

15

20

25

WO 96/17721 PCT/IP95/02519

RO LRI h I NEEBARUTOXSICERT S, 2 TMEYE1 %

BUEHROSER 2 OMET. BUR LIS HARES SE D U 2HDT 1

V&2, 3ZEREDE. EhoD3EHEET IX—tr—4, SHITET. 2
WTBSNIS Lk — ME1 0ASEERBND SHELTEMIT >4 FT L
7 50— B DEMICEL, &SITHA KO-V T OEWELBLT, b OB
FHICET. T7V79u—N6%T o2 RI3Z. MIEEREIZL HBYITHE
EBIRT 3, X6I25 14— M1 ORTAHRRSNTIZUF 527 SAIH
B, |

EROXSIS5 $h—bo—bd, SHSHTIBS 12— MEL 0, L'b
BT LTV BT, B2 ICBMITRT LI, 53X~ M1 0—HDF I
= FO—N4 I UTHEDESYA (BMA) 0 TSETIZLITNS, £
LToOBEDHE I, FIU IS D—L6HE 1 OEMBHTS sk 4
. BMCBETE LNE (D, TRTOHN 0] I055E, REERALES
T2 > T CTRISEA S, BOFARII0RITE 3,

CDXSIE5 3k~ ME1 0 EBEDOEHE 6 T—HDS L 5 — ho—)l4
RSEEHBCEITED, T4 AL3 ELER2OMIC, 53— ME1 0DE
NS CAREANMD D, ZRUCE DS 5~ MIERET ZRMNEL KD
o o, BOIRLANSZ 0~ L8 £ BT B BACE. X D—ESHENE
BB LNTE, BIEHEALEED ENTED,

7535 C DORHEER DAL, 74/VA3 EEEIR2OMOFREAHDLRIZES
{bDTHBDT. HRR—FHDF IX~bo—~4 LMETIT74NVL3ETT
u{\ B2ICBRRTRTRED 7 4 V48 ail TS, EAEBEORRR
. FEHOKRE XOEM. 5 I %— DL~ DEMEMHEL \E LHKT S,
2 UTHHBHORAICE UT. SREOMEREER{ T EXTIRESD
B2 LML T BEIC B ANME]L OB SwEAEL TES, &
D5 I k= ho—JL4 LOEMIEMt &ALV MNEL 1 DESwEOBFIR, X3



10

15

20

25

WO 96/17721 : PCT/IIP95/02519

LJJ‘TJ: 21 lilfﬁtﬁlﬂﬁﬁﬂﬁﬁl-ﬁ > Tl 3,

LU 1 DK B & BHEDT £ VL3 ESER 2 £ OMTEE A
Whkd2, COBMBED. 72EAITES bICFRT LS I BZHAMTE ST -
T3, LAV NEORMDIEN, 74 NVA3 LEEBIR] EHXRESHSEY
MHEWT ESHERMICERT &K, BEHR—BEKT S, _

FEEBHTIRS 3 x— MEEEREERA LI LEBEIT 4 VAT ES
NS 3 = S AR LA, BIVLILC OBEHHRE LBETI 0TS
UL, BRI L THETS 3 52— MITHTEB S &I B, £725 35— b
D—ABDFBZEiCkD, 53%— MEKDS I x—ME10ES I R—F
D=L 4 LOBMBEMMES D, 5 32— bo—M X ZRHERIEHCEH
o ZOHEEE 2 OMBFH St & OBREARL LTHNTHT 4 VA
3 DA AN M BEENS L SMIITAN F LEVBHRERICRE NS,
LDt TRAETS S x— MITAfF>Th. ALVME] 1 5FHHELLD, 7
4 VADMTEENE~BEASES Z EHTED, LBEAN P LIRS
EAMET U ERMEEE > T3, ANMNEL 1 HERARE L 2 ORI,
HEOPHRETER T IOEE (BRLEL) tAEShE, |

SFIC RGN ERNE L CHEHE ST TERBOSEOHREBAT 3,
(S 1 ~3) ERMFHALSCNZEX0. 2mD2 0 X — MUEME (T
FS) OREICEX 25 un O-WERRY) ZXFURIET 4 VLEZRE 1ITRT

HEEBOTREMEILD T R Ui, SO I X~ ho—ICASER

DEE#H225CTHY . BRERTRHINGS I X~ Fo—LORER ]
50CEETH-. 7 3I%— MEDOEHMEIZ, EHM1, 2, 3iITDTE
hE€hl100, 200, 400m min. &L, SIX— b= DEDITAE -
BhiFhb 208 &L, , .
Bohl:SIx—MiE. BROIBBRBICEKVERESG S5m, FEX10 Omnd 7
vy TRICEB LI EZ A, WThOEBHORATH7 1 VLORNDES S



10

15

20

WO 96/17721 PCTAP95/02519

EHIEL, T4 IVLDFIERILDHIT4. 0~5. 6N/1 0mDH (T 4V

_A@MI%%ﬂ)ﬁﬁ%?batoitt&m74wA®RmEu\ﬁEﬁ$m

LBRTHERTO. 0 IBETH-7cdt. AN MNEREEHEN0. 01 TEX
#5~15 ¢ mBE, ERAMILEREND. 05 3BETHEEH10~20
kmBETH -7, BEARBIMERBH0. 01~0. 05T, FIH 3
umBETH -7, | .
(EBH1) SIX—MREZ > TS THESICEAS LTEDITAZHSTWES
RSP SR UAHT. KEBH1, 2, 3035 IX—MIT (531%— MiZD
HEOENEN100, 200, 400m/nin) £f7-k, HEH 3 ORES
BIZEDBONLT IR— MRCERERLY y TERBILIES S, — 874
WLDHNNE U, FHBM1, 2TR7 4 VADHNMETEZ &ML H
9 PRICHEETRETH » 1287 4 WLBIEHULICET 3T (7 4 VLADMIES
1) . ZhEh4. ON/10m, 2. 9N/ 10mTHote ESIAL b
BIEETENRO. 01 THEIN0~5 umBE, ERABIEBHIENO0. 0
5 8BETHEIN20~25 umBETH . BHARBIWBHFENO0. 0
1~0. 05T, E&3H3 umBETH-1.

(ERs) - .

SAVEE ANMEORS ERMEOCESA T4V LOMIERN
1 100m/min 15 10w 5. 6N/10mm
2 200m/min. .- 9 um 16um 4. 8N/10mn
3 40 On/min. 5 um 20um 4. ON/10m



WO 96/17721 ' PCT/AIPISI02519

() | .
SA4VRE ANMEOES EABORA T4 NAOMIEEH

1 10 On/min. 5um - 20 un ' 4. ON/10mm
5 2 200n/min. 2. 5um 22. 5um 2. 9N/1 Omm
'8 40 0n/min. 0 um 25 um 0. 5N/10mm

D EDERD S, ARBOMEHEIZ LML, 10 0~4 0 0m /nin. OFE
TS 14— MEERELTH. 74V AOMIFEENHFFICH S MIFICT
£ VADHAUZ T TR — MRERS S EXTES  Ltb B,
| 10
B ORB T

BLEDE 512, RREOREHEIC LT, 7 4 L ADRBAITH T BEHS
FEEL. BETHREET->TH. BEHMMET LIV, FREFOBLEREICX
hif., LERSEHEEERITEETS o LNTES,



10

15

20

WO 96/17721 PCT/JP95/02519
- 10 -

R o #® H

1. BEETSHROSBEEMML, EOPU & b—THIC. RTBEMIET 1
JvaEER, MEE—RHOS X~ bo—VEICELUTHEL. WET 1 VA%
SEEUCAMBES LS5 k- MIOREHETH T

WE—H0DS I x— bo—AES SBT3 5 I - MRERAEICPET 5
Likh. EORFTHME—HDS I x— bO—LORHFSEES %~k
RO S | |

2. 5 3i—MEET 4 NLESET DS i bo— MUK E S E SRR
1 BROBESE, | - o |
3. RREMBTILHOMBFERE, M LLSBROVE &S—FHOE
I$5 X~ M BMIET A LLEBHAT BT 4 VABKBTRE, SBRLMIED
AL EEMETB72HO—HDF IX—bo—/vE, FIX—bo—ibholi
T35 14— MRERBAISRELT, EORTHNE—FOT I %— ho—

ORI EBORBEBDFI LI Y O—LEEETE5 L 5~ FEE.

4. WERFIVZ 50—k ->THFSSNES I 2~ MEOEFFAE. b
EDEBROETHEIRET PO FO~AEXSItBA TV AMRESR
BOS I x— MEE,

5. WEFILZyu—Lh, 5%~ MIOETHRIoH L TREMICEER
HAEICHISNTVAHRES T4 EROS I % — MEE.

6. WS IX—hbD—IHSHT 35 I X~ MIA—HDT I % — bo—J

TR FSEBIBIT. FIX—bo—IbET I R— MROEMAZRDH I DI

BEZo—NERABHEREI~S5DOOThHIERDOT I x— MEE,

* c L M s *



WO 96/17721

PCT/IP95/02519
1/6
= 1
MMIF 1 - |
TN\ /\A MNERE
J4A4 3 _
o-—)v
—\/10 53 %—hE
Pi-?{ / ——— P2
Sm- - 6 FILVY TN
(3
N\ —”” ~N
6 (S
(- 7
Q
|8
yIYFIVY




WO 96/17721 ' . PCT/IP95/02519
- 2/6

112A1+0H



WO 96/17721

PCT/IP95/02519
3/6
X 3-
(a)
} 4\
y.”
oo 20
M
D
i 10 _
x _
— 5 200kmsec
an : >
~— 30 60asec
SIFx—pu—o
Eﬂﬁl‘-ﬂ (sec)
(b)
> T
1 18
N
'
i) o s
P 5 bocmcmme == :
A :
~ :
N/10m : !
R 1O ;
~ : H .
i i
1

3 0
ANFEOESE (un)



WO 96/17721 oo PCT/IP95/02519

4/6

102 }'

103 104




WO 96/17721 PCT/IP95/02519

5/6

102

| ' 101
103 g |

1056




WO 96/17721 ' PCT/IP95/02519

6/6
K 6
mrIF 1
’—\\*- K/\xumﬁu
L ENN 5
" J74 WAL 3B
53—} 4w S:)Q,, 673~ to—~p

o/, @
73%—FE 107 , 8 WMSxo—N
PL~C%( P2 |
N

/\_/8'

LS



)?CY [ﬂqs/ _°>Sq e FCY | Z 7 OE /,F jT/

METHOD AND APPARATUS FOR PRODUCING LAMINATE SHEET |,

Technical field

The present invention relates to a manufacturing method
for a laminate sheet and manufacturing apparatus therefore, and
more particularly to a mahu_fa_cturing method for a laminated sheet,
in which a thermoplastic resin film is made to contact and pressed
to a heated metal sheet, and a manufacturing apparatus for carrying

out the manufacturing method.

Background technology

As shown in Figure 4, there is a well known laminating
method in which metal sheet 101, heated in an oven, is then made to
contact thermoplastic resin film 102, and metal sheet 101 and resin
film 102 are both pressed by a couple of laminating rolls (nip
rolls) 103 and 104 while film 102 is part_ially meli:ed by the heat of
metal sheet 101 to adhere to metal sheet 101 (see Laid-Open Japanese

Patent Hei 4-201237, for example). in such a laminating method,
thickness of the melted portion of film 102 (thickness of a melted
layer), and adhering strength of film 102 to metal sheet 101 can be
controlled to some extent by selecting conditions such as heating
temperature of metal sheet 101, distance from the oven to
1éminating rolls 103 and 104, traveling speed of metal sheet 101,
and melting temperature of film 102 .

In the conventional metliod mentioned above, as shown
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in Figure 5, for example, in a case of laminating an oriented resin
film whén £film 2 is pressed to metal sheet 101 by laminating rolls
103 and 104 (see Figure 4), a high‘temperature of metal sheet 101 is
transfered to laminating i:'o'll 103 of a low temperature through £ilm
102. while the high temperature causes film 102 to form a melted '
layer 5, the pressed metal sheet 101 and film 102 adhere to each
other. After passing through between laminating rolls 103 and 104,
metal sheet 101 is free from pressure', and the film surface is not
more cooled, and then the temperature from the metal sheet is
transfered to the whole film, t_«rhich controls the orientation of
oriented layer 106 of the -film.. Therefore, as the traveling speed
of metal sheet 101 and film 102 increase, the temperature of the
metal sheet should be lowered in order to control the orientation of
the oriented layer because the cooling effect by fhe laminating
rolls is not sufficient. For this reason, it is difficult to
perform high speed lamination by the conventional Ilaminating -
method. |
On the other hand as a method to increase the melted layer
by high speed lamination, heating metal sheet 101 to a higher
temperature may be applied. But in this case, cooling by the
laminating rolls does not fully effect so that the melted layer may
be formed in the whole film, thus reducing the strength of the £ilm.
In addition, in a case where suéh wholly melted film is located
inside of a formed can, and when content is packed and storaged in

it. the film is easily cracked by outer impact, which often causes

"




.the packed content to be rotten.

It is the first object of the present invention to solve
the problem in the cbnventional method and to i)rovide a
manufacturing method for a laminated sheet in which the laminated
sheet has its adhesion increased, and the sufficiently increased.
adhesion can be obtained even by the high speed lamination. The
second object of the present invention is to provide a

manufacturing apparatus for such a manufacturing method.

Disclosure of the Invention

The manufacturing method for a laminate sheet of the
present invention is characterized by the steps of : heating a
continuous metal sheet ; making a thermoplastic resin film contact
at least one surface of it ; and passing both the metal sheet.and the
thermoplastic resin film through between é couple of laminate rolls
and preésing them, thus thermally bonding the thermoplastic resin
film to the metal sheet. It is further characterized by bressing
-the laminate sheet which has passed through between the laminate
.rolls, in a traverse direction so as to deviate the traveling
dire.ction to either one of the laminate rolls, Furthermore, the
method of the present invention is characterized by deviating the
traveling direction of the laminate sheet to the one laminating
roll which contacts the thermoplastic resin film.

The manufacturing apparatus fo; a laminate sheet of the

present invention is characterized by a heating device for heating
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a metal sheet, a supplying devicé for supplying a thermoplastic
resin film to be laminated onto at least one side of the heated metal
sheet, a couple of laminate rolls for pressing the metal sheet and
the thermoplastic resin film, and a deflector roll for deviating
traveling direction of the laminate sheét which has passed through
‘between the couple of laminate rolls to a direction traverse to the
original traveling direction by pushing it aside to one of the
laminate rolls.

The apparatus of the present invention may further
comprise a guide roll for making the travelling direction of
1aminate sheet, which is deviated by the deflector roll, back to the
original travelling direction.

The apparatus may aléo comprise a deflector roll movably
arranged in a direction traverse to the traveling direction of the
laminate sheet.

Furthemofe, the apparatus may effectively comprise a
pressure roll for increasing the contact force of the laminate roll
and the laminate sheet when the laminate sheet which has passed
through between the laminate rolls is pushed aside to one of the
laminate rolls.

When pushing the laminate sheet which has passed through
between the laminate rolls asidé to one of the laminate rolls, the
laminate sheet winds round the one laminate roll by a certain angle.

During tréveling the distance corresponding to that angle, the

laminate sheet contacts that laminate roll with some holding
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strength due to its own tension and meantime the laminate sheet is
cooled. Therefore, the metal sheet can have its initial
temprerature higher selected, which p_ermits a melted layef to be
thicker during that traveling périod.' Thus, the thermoplastic
resin film and the metal sheet can be more reliably adhered to each
other by the pressing force also dﬁring that traveling period.

Since the manufacturing apparatus is provided whith. a
deflector roll to deviate the traveling direction of the laminate
sheet which has passed through between the couple of laminate
~rolls, it is possible to deviate the traveiing direction without
causing any resistance to the traveling of the laminate sheet. The
manufacturing apparatus provided with the guide roll to make the
deviated travelling direction back to the original direction can
easily be combined with a conventional manufacturinc_j line for a
laminate sheet. Further, the apparatus provided with the
deflector roll movably a_rranqed' in a direction traverse to the
original traveling direction of the laminate sheet, it is possible
to obtain the most preferable thickness of the melted layer of the
film depending on the kind of raw material and the traveling speed
of the laminate sheet so that the adhesive strength of the film can

be improved to thereby prevent the peeling-off of it.

Brief explanation of the drawings

Figure 1 is a schematic front view showing one example of

the manufacturing apparatus for a laminate sheet of the present



invention.
" Figure 2 is a partial cross section of Figure 1.

Figure 3(a) is a graph showing the relationship between
the period of time during which the film contacts the laminate roll
according to the present invention and the thickness of its melted |
layer, and Figure 3(b) is a graph showing the relationship between
the thickness of the melted layer and the adhesive strength of the
film. |

Figufe 4 is a schematic front view showing one example of
the conventional manufacturing apparatus.

Figure 5 is a partial cross section of Figure 4.

Figure 6 is a schematic front view showing another

example of the manufacturing appératus of the present invention.

The best mode for carrvinq out the invention

Next, the manufacturing method and the manufacturing
apparatus for a laminate sheet of the present invention will be
explained more in detail referring to each Figure.

Figure 1 is a schematic front view showing one example of
'the manufacturing apparatus of the present invention. Figure 2 is
a partial cross section of Figure 1. Figure 3(a) is a graph showing
the relationship between the period of time during which the f£ilm
contacts the laminate roll accérdiné to the present invention and
the thickness of its melted layer, and Figure 3(b) is a graph

showing the relationship between the thickness of the melted layer
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and the adhesive strength of the film (after forming). Figure 6 is
a schematic front v‘ic-;w showing .another example of the manufacturing
apparatus oflthe present invention. |

In manufacturing apparatus A for a laminate sheet shown
in Figure 1, the denoted figure 1 is an oven in which metal sheet 2
passes and is heated continuously, and a couple of laminate rolls 4
and 5 arranged below oven 1 to press and adhere film 3 to metal sheet
2 coming out from oven 2. At a short distance below laminate rolls 4 -
and 5 is arranged deflector roll. 6 roﬁatébly and movably in a
directins as shown by arrows Pl aﬁd P2. Further below deflector
roll 6 is arranged guide roll 7 rotatably. The rotation axes of
laminate rolls 4 and 5, deflector roll 6 and guiding roll 7 are
parallel to each other. Quenching tank 8 containing a quenching
liquid is arranged below guide roll 7.

Manufacturing apparatus A’ is the one provided whith hold
down roll 9 for pressing laminate sheet'lolagainst laminate roll 4
additionally to manufacturing apparatus A. Pressure roll 8 is
rotatable and arranged parallel to laminate roll 4.

As oven 1, conventionally known one such as dielectric
heating oven can be applied. Another heating device such as a
heating roll or an induction heating coil can also be applied
instead of oven 1. A couple of laminate rolls 4 and 5 are prior
known ones that acts as nip r;)lls for pin¢hing and pressing metal
sheet 2 and film 3 running through between them. Normally, laminate

rolls 4 and 5 are each synchronously rotated in the opposite

This Sheet Has Been Reﬂlaced .
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direction (arrow S1 and S2) so as to move laminate sheet 10
downward. The distance between both iaminate rolls is adjustable
and rotation speed can also be controiled. : |

Deflector roll 6 has its both ends rotatably supported by
bearings (not shown), and the bearings are each synchronously
movable in the dirctions of arrow Pl and P2 using a control cylinder
or the like. The positions of the bearings are normally adjusted
according to a predetermined laminating condition, but they may be
adjustable during the laminating operation. The bearings are
arranged to move straight and reciprocatively in a direction
perpendicular to the surface of the laminate sheet. They can also
be arranged to rotate about an axis Q which is positioned below (or
above) their axes and parailel to them. that is, the bearings may
be circularly movable as shown by'the imaginary line.

Guidie roll 7 has its both ends supported by bearings
(not shown), and the bearinge are each fixed to a frame or the like.

Guide roll is arranged at such a position as to contact a

tangential line N of laminate rolls 4 and 5. Not shown, but
laminate sheet 10 taken out from quenching tank 8 is driven downward
by another nip roll. Therefore, there causes tention on laminate
sﬁeet 10, and thus a proper tension works on laminate sheet 10
located between laminate rolls 4 and 5 and guide roll 7.

The manufacturing apparatus constructed as mentioned
above is used as follows. At first, tﬁo film 3 and 3 taken oui: from a

suppling device which is not shown are made to contact both sides of
_ s
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the metal sheet that has passed through §Ven 1, and then the three
members are passed through between laminate rolls 4 and 5.
Subsequently, thus laminate sheet 10 is passed on the left side of
deflector roll 6 which is deviated to the left side from tangential
line N shown ;i.n Figure 1, and then it is passed on the right side of
qguide roll 7, to thereby make the travelling direction back to the
original travelling direction. The deviation distance of
deflector roll is suitably adjusted according to forming
conditions and so on. Further, laminate sheet 10 is guided
downward into quenching tank 8.

As mentioned above, since laminate sheet 10 coming out
from laminate rolls 4 and 5 travels in a zigzag line, laminate sheet
10 winds round one laminate roll 4 by a predetermined winding angle
(contacting angle) € . Contacting angle £ becomes lérger when
deflector roll 6 is deviated to the left side in Figure' 1, while it
becomes smaller when deflector roll 6 is deviated to the right side.
When the deviation becomes “ 0" , the laminate sheet is guided
downwérd straight as conventional, and windihg angle becomes 0.

Thus, a pressing force due to the tension of laminate
sheet 10 is worked between film 3 and metal sheet 2 by making
- laminate sheet ;0' contact one laminate roll 4 by a pred'etermined.
winding angle to thereby increase a period 'fbr cooling the laminate
sheet. Further in the case where the presser rolll shown in Figure 6
is provided, a greater pressing force can be worked, whiéh can

improve cooling effect.
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Since the increase of the cooling period is due to the
increase of the pressing force worked between film 3 and metal sheet
2, it affects not only film 3 whiéh contacts one laminate roll 4 but
also film 3a contacting the other side of metal sheet 2 shown by the
imaginary line in Figure 2. The greater the pressing force and the
longer the period for contacting the laminate roll, the more the
total mass of thermal conduction increases. Therefore, an initial
temperature of metal sheet 2 can be raised due to the increase of the
cooling period, and thickness W of melted layer 11 on the sidé
contacting metal sheet 2 can be increased. The relationship
betweeﬁ the contacting period “t” of film 3 to laminate roll 4
and thickness W bf melted layer 11 is substantially in direct
propdri:ion as shown in Figure 3a. |

As melted layer 11 increases, adhesion of f£ilm 3 to metal
sheet 2 during forming increases aftei' being cooled. The
relationship between them is also substantially in direct
' proportion as shown in Figure 3b. In addition 1;0 the increase of
the melted layer, the increase of the period during which film 3 is
pressed to metal sheet 2 multiplicably affects film 3 and its
adhesion is more improved. |

In the above-mentioned example, the increase of adhesion
of film during forming is explained on condition that the
laminating speed is same as that applied in the conventional
method. Conversely speaking, if the adhesion is as fair enough as

that obtained by the conventional manufacturing method, the
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laminating can be carried out at a higher speed than conventional.
Furthermore, winding the fillﬁ round the laminate roll makes the
.contacting period of laminate sheet 10 to laminate roll 4 longer
immediately after the 1aminétion, and the cooling effect by the
laminate roll can be fully obtained. Therefore, film 3 does not
wholly melt even when metal sheet 2 coming out from the oven is
héated td a higher temperatui:'e, and the unmelted layer can reliably
remain outside.. Accordingly, even when the laminating is carried
out at a high speed, melted layer 11 having thickness can be
obtained, thus increasing the film adhesion during. forming. 1In
this case,. the orientation of the film in the unmelted layer is
reduced. Between melted lalyerl 11 and slightly oriented layer 12,
the layer whose orientation gradually decreases is intervened.

Next, concrete examples and comparison examples are
given and the effect of the manufacturing method of the present
invention is explained.

(Examples 1 to 3)

A biaxially oriented polyester thermoplastic resin film
having thickness of 25 £ m was heat laminated on one side of a strip
of electrolytically chlomated steel (TFS) having thickness of 0.2
mm used for can stock using the manufacturing apparatus as shown in
"Figure 1. The temperarure of the sfeel strip just before coming
~ into a couple of laminate rolls was about 225 ° C, and that of the
laminate roll spontaneously cooled was about 150° C. The

traveling speed of the laminate sheet were 100, 200 and 400m/min in
R
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Example 1, 2 and 3, respectively. Winding angle for the laminate

sheet round the laminate roll was 20 ° in ali the examples.

When the laminates thus obtained were formed into a éup
having a diameter of 65 mm and a height of 100 mm using a drawability
taster, no film crack'wés caused in all the examples and 4.0 to 5.6
N/10 mm of stripping force of the film (adhering strength during
forming) was required to strip the film -in each example. The
original orientation of the film measured by birefringence rate was
about 0.09, while in the laimated film, the melted layer had the
birefringence rate of 0.01 and the thickness of about 5 to 15 u m,
slighfly oriented layer had the birefringence rate of about 0.058
and the thickness of about 10 to 20 u m, and the intervening layer
had the bireffingence rate of 0.01 to 0.05 and the thickness of
" about 3 ¢ m.

(Comparative examples 1 to 3)

The laminating operation for Comparative examples 1, 2
and 3 were performed on the same conditions (the traveling speed of
the laminate sheet were 100, 200 and 400 m/min, respectively) as in
Examples exept that the laminate sheet was not made to wind round
the laminate roll but traveled downward straight. When the
1am:i__nate sheet of Comparative example 3 was forﬁted into a cup
substantiélly the same as Example, film crack was partially caused.

In case of Comparative examples 2 and 3, no film craék was caused,
but stripping force of the film (adhering stren_gth during forming)

were 4.0 and 2.9 N/10 mm, respectively. The melted layer had the

This Sheet Has Been Re[ilaced
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birefringence rate of 0.01 and the thickness of about 0 to 5 y m,
the slighf_iy oriented layer had the birefringence rate of about
0.058 and the thickness of about 20 to 25' ¢ m, and the intervening
layer had the birefringence rate of 0.01 to 0.05 and the .thickness

of about 3 1 m. The results are shown in Tables 1 and 2.



- 14 -

Table 1
Example
No | traveling thickness of thickness of adhering
speed melted layer oriented layer strength
1 100 m/min 15 u m 10 £ m 5.6 N/10 mm
2 200 m/min 9 um 16 um 4.8 N/10 mm
3 400 m/min 5 4 m 20 4 m 4.0 N/10 mm
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Table 2

Comparative example

No | traveling thickness of thickness of adhering
speed melted layer oriented layér strength

1 100 m/min 5 4 m 20 u..m' 4.0 N/10 mm

2 200 m/min 2.5 4 m 22.5 4 m 2.9 N/10 mm

3 400 m/min 0 4 m 25 um 0.5 N/10 mm
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From the resuits shown above, it is apparent that
according to the manufacturing method of the present in\}ention, a
laminate sheet having excellent adhering strength of the film to a
_matailic sheet and hardly to be peeled off during forming can be
obfained, even when the 1aminaté sheet is manufactured at a high

speed of 100 ~ 400m/min.

Industrial utility

As mentioned above, according to the manufacturing
method of the present invention, the adhering strength of the film
to a matallic sheet can be impfoved and it is not reduced even when
the laminating oparation is performed at a high speed. According to
the manufacfuring apparatus of the present invention, the

. above-mentioned manufacturing method can easily be carried out.

Summary

A method of producin§ a laminate sheet (10) comprises the
steps of heating a continuous belt-like metal sheet (2) by a heating
furnace (1), laminating a thermoplastic resin film (3) on at least
one of the surfaces of the metal sheet, pressing and passing bdth of
them between a pair of laminate rolls (4 and 5), and thermally
bonding the film (3) to the metal sheet (2), wherein the laminate
sheet (10) coming out from between the pair of laminaté rolls (4 and
5) is pushed by a deflector roll (6) in a transverse direction so as

to bias the traveling direction towards the laminate roll (4) which
[
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contacts the film (3). The invention also discloses an apparatus

(A) used for this method.
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Claims

1. & 'manufacfuring method for a laminate. sheet
comprising the steps of:

heating a continuous metal sheet;

_1aminating'a thermoplastic resin film at least on one of
the surfaces of the metal sheet; and

passing both of them through between a couple of laminate
rolls, pressing them, and thermally bonding said film to said metal
sheet, |

wherein said laminate sheet coming out from between said
couple of laminate rolls is pushed aside in a traverse direction so
as to bias its traveling direction to either one of said laminate
rolls.

2. Amanufacturing method according to claim 1,

wherein said laminate sheet is pushed aside to one of
said laminate roll that contacts said film.

3. Amanufacturing apparatus comprising :

means for heating a metal sheet ;

means for supplying a thermoplastic resin film to be
laminated at least on one- surface of said heated metal sheet;

a couple of laminate rolls for pressing said.metal sheet
and said thermoplastic resin film ; and

a deflector roll for pushing a laminate sheet, which has
come out through the couple of laminate rolls, in a traverse

direction so as to bias the traveling direction of the laminate

I
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sheet to one of-the laminate rolls.

4. The manufacturing apparatus according to claim 3

further comprising a guide roll for making said
“travelling direction of said laminate sheet which is biassed by
said deflector roll back to the original travelling direction of
said laminate sheet.

5. 'fhe manufacturing apparatus .according to claims 3 or
4, wherein said deflector roll is movably arranged in a direction
traverse to said original traveling direction of séid laminate
sheet.

| ‘6. The manufacturing apparatus according to any of

claims 3 to 5,

comprising a pressure roll for ihcfeasing céntacting
force of said. laminate roll and said 1aﬁinate sheet when said
laminate sheet which has come out through said laminate rolls is

pushed aside to one of said laminate rolls.

A
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Summaxr Y

A method of producing a laminate sheet (10) comprises

the steps of heating a continuous belt-like met.al sheet (2) by a

heating oven (1), laminating a thermoplastic resin film _(3) on at

least one of the surfaces of the metal sheet (2), pressing and
paésing both of them between a pair of laminate rolls (4 and 5) , and
thermally bonding the fiim (3) to the metal sheet (2), wherein the
laminate _sheet (10)_ coming out from between the pair of laminate

rolls (4 and 5) is pushed by a deflector roll (6) in a transverse

direction so as to bias the traveling direction towards the

laminate roll (4) which contacts the £ilm (3). The invention also

discloses an apparatus (a) used for this method.
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in Figure 5, for example, in a case of laminating an oriented resin

film when £ilm 2 is pressed to metal sheet 101 by laminating rolls
103 and 104 (see Figure 4), a high temperature éf metal sheet 101 is
tfansfered to laminating roll 103 of a low temperature through £ilm
102. while the high témperature causes film 102 to form a melted
layer 105, the pressed metal sheet 101 and £ilm 102 adhere to each
other. After passing through between laminating rolls 103 and 104,
metal sheet 101 is free from pressure, and the film surface is not
more cooled, and then the temperature from the metal sheet is
transfered to the whole film, which controls the orientation of
oriented layer 106 of the film. Therefore, as the traveling speed
of metal sheet 101 and film 102 increase, the temper_:ature of the
metal sheet should be lowered in order to control the orientation of
the oriented layer because the cooling effect by the laminating
rolls is 'not sufficient. For this reason, it is difficult to
»
perform high speed lamination by the conventional 1laminating
method. |
| On the other hand as a method to increase the melted layc;n_:.
by high speed lamination, heating meta; sheet 101 to a higher
temperature may be applied. But in this casé, éooling by the
laminating rolls does not fully effect so that the melted layer may
be formed in the whole £ilm, thus reducing the strength of the film.
In addition, in a case where such wholly melted film is located

inside of a formed can, and when content is packed and storaged in

it. the film is easily cracked by outer impact, which often causes

This Sheet Has Been Rzilaced . | THIS SHEET HAS BEEN -
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and the .adhesive stre"'ngth of the film (after forming). Figure 6 is
a schematic front viéw showing another example of the manufacturing
apparatus of the present invent:_i_.on.
In manufacturing apparatus A for a laminate sheet sho@
in Figure 1, the denoted figure 1 is an oven in which metal sheet 2
passes and is heated continuously, and a couple of laminate rolls 4
and 5 arranged below oven 1 to press and adhere £ilm 3 to metal sheet
2 coming out fromoven 1. At a short distance below laminate rolls 4
and 5 is arranged deflector roll 6 rotatably and movably in a
directins as shown by arrows Pl and P2. Further below deflector
roll 6 is arranged guide roll 7 rotatably. The rotation axes of
laminate rolls 4 and 5, deflector roll 6 and guiding roll 7 é.re
parallel to each other. Quenching tank 8 coptaining a guenching
liquid is arranged below guide roll 7.
IManufacturing apparatus A’ is the one proirided Whith hold
down roll 9 for pressing laminate sheet 10 again_st laminate roll 4

additionally to manufacturing apparatus A. Pressure roll 2 is

J.totatable ahd arranged parallel to laminate roll 4.

As oven 1, conventionally known one such as dielectric
heating oven. can be applied. Another"heating device such as a
heating roll or an induction heating coil can élso be applied-
instead of oven 1. A couple of_ laminate rolls 4 and 5 are prior
known ones that acts as nip rolls for pinching and pressing metal
sheet 2 and film 3 running through between them. Normally, iaminate

rolls 4 and 5 are. e;ch synchronously rotated in the opposite
REPLACEMENT SHEET
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laminating can be car;:ie'd out at a higher speed than conventional.

Furthermore, winding the film round the léﬁinaﬁe roll makes the
contacting period of laminate ;heet 10 to laminate roll 4 longer
immediately after fhe lamination, and the cooling effect by the
laminate roll can be fully obtained. Therefore, film 3 does not
wholly melt even when metal sheet 2 coming out from the oven is
heated to a higher tempéiéfure, and the unmelted layer can reliably
remain outside. Accordingly, even whén ':the laminating is carried

out at a high speed, melted layer 11 'having enough thickness
~can be obtained, thus increasing the film adhesion during

'forming. In this case, the orientation-of t,hé film in the
unfnelted l_ayerl is reduced. Between the melted layer 11 and
. the co-orientation-reduced layer 12, the layer having the
intermediate orientation between those of both layers is-

intervened. _
Next, concrete examples and comparison examples are

given and’the effect of the manufacturing method of the present
invention is explained.

(Examples 1 to 3)

A biaxially oriente'd polyester .thermoplastic resin f£ilm
having thickness of 25 1 m was heat l.aminaiged on one side of a strip
of electrbly_t_ically chlomated steel (TFS). having thickness of 0.2
mm used for can stock using the manufacturing apparatus as showﬁ in
Figure 1. The temperarure of the steei strip just before coming
into a couple of laminate rolls was about 225 ° C, and that of the

laminate roll spontaneously cooled was about 150° C. The

traveling speed of the laminate sheet were 100, 200 and 400m/min in

REPLACEMENT SHEET . - : This Sheet Has Been Replaced
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Example 1, 2 and 3, i'espectively. Winding angle for the laminate
sheet round the laminate roll was 20 ° in all the examples.

When the laminates thus obtained were formed into a cup
having a diameter of 65 mm and a :height of 100 mm using a drawability
taster, no film crack was caused in all the examples and 4.0 to 5.6
N/10 mm of stripping force of the film (adhering strength during

forming) was required to strip the film in each example. The

original orientation of the film, determined by measuring -
the birefringence index was about 0.09, while in the
laminated £film, the me]:ted layer had the birefringence
index of 0.01 and the thickness of about 5 to 15 um,
slightly oriented layer had the birefringence index of’
about 0.058 and the thickness of about 10 to 20 um, and the.
. intervening layer had the birefringence index of 0.01 to |

/0.05 and the thickness of about 3 um.

(Compérative examples 1 to 3)

»

The laniinating operation for Comparative examples 1, 2
and 3 were performed on the same conditions -('t-‘he traveling speed of
the laminate sheet were 100, 200 and 400 m/min, respectively) as ;1.
Exémples exept that the laminate sheet was not made to wind round
the laminate roll but traveled downward straight. When the
laminate sheet of Comparative exampie 3 was formed into a cup
substantially tﬁe same as E':xample.l £ilm crack was partially caused.

In case of Comparative. exampleé 2 and 3, no film crack was caused,

but stripping force of the film (adhering strength during forming)

were 4.0 and 2.9 N/10 mm, respectively. The melted layer had the

REPLACEMENT SHEET
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From the Tresults shown above, it is apparent that
according to the manufacturing method of thé: present invention, a

laminate sheet having excellent adhering strength of the £ilm to a

metallic sheet and almost free from peeling-off of the film
during forming can be obtained, even when the laminate

sheet is manufactured at a high speed of 100 ~ 400m/min.

Industrial utility

As mentioned above, according to the manufacturing
method of the present invention, the adhering strength of the film
to a mata]_.lic sheet can be improved and it is not reduced even when
the laminating 'oparétion is performed at a high speed. According to
the _manufacturing apparatus of the present invention, the

above-mentioned manufacturing method can easily be carried out.

Summary | -

A metfxc_:d of prq@ﬁcing a laminaite sheet (10) comprises the
steps of ﬁeating a continuous belt-like metal sheet (2) by a heatinjg--
furnace (1), laminating a thermoplastic resin film (3) on at least
one of the su;faces of 1.;.he metal sheet, pressing and passing both of
them between a pair of laminate rolis (4 and 5), and thermally
bonding the film (3) to the metal sheet (2), wherein the lémiriate
sheet (10) coming out from between the pair lof laminate rolls (4 and

S5) is pushed by a deflector roll (6) in a transverse direction so as

to bias the ti:aveling direction towards the laminate roll (4) which
S e
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in Figure S, for example, in a case of laminating an oriented resin

£film when £ilm 2 is pressed to metal sheet 101 by laminating rolls
103 and 104 (see Figure &), a_hiqh temperature of metal sheet 101 is
transfered to laminating roll 103 of a low temperaturs t'nrqugh £ilm
102. while the high temperatures causes £ilm 102 to form a melted._.
layer 105, the pressed metal sheet 101 and film 102 adhers to each

other. Aftar passing through between laminating rolls 103 and 104,

metal sheet 101 is free from prassurs, and the £ilm surface is not
morse ciooled, and then the temperaturs from the-metal sheat is

transfered to the whole film, which controls the orisntation of

orisnted layer 106 of the £ilm. Therefore, as the travelir peed

h

of metal sheet 10l and £ilm 102 increase, the temperaturs of the

metal sheet should be lowerad in order to control the orientation of

the oriented layer because the cooling effect by the laminating

rolls is not -sufficient. For this reason, it is difficult to

perform high speed lamination by the conventional laminating

method.

On the other hand as a method to incrsase the melted layer

by high speed lamination, heating metal sheet 101 to a higher

temperaturs may be applied.

But in this case, cooling by the laminating rolls does
not fully effect cooling of the film 102 on the side near
the métal sheet 101 so Ehat the melted .layer 105 may be
formed throughout the whole film thickness,

the strength of the film.

thus reducing

In addition, in a case where such

wholly melted film is located inside of a formed can, and

when content is packed and storaged in it. The £film is

easily cracked by outer impact, which often causes
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direction (arrow S1 and S2) so as to move laminate sheet 10
downward. The distance between both laminaée rolls is.adjustable
and rotation speed can also be contfolled. |

Deflector roll 6 has its both ends rotatably‘supported by
bearings (not shown), and the bearings are each synchronously
movable in the dirctions of arrow Pi and P2 using a contfol cylinder
or the like. The positions of the bearings are normally adjusted
according to a pfedetermined laminating condition, but they may be
adjustable during the laminating operation. The bearings are
arranged to move straight and reciprocatively in a direction
pgfpendicular to the surface of the laminate sheet. They can also
be arranged to rotate about an'. axis Q which is positioned below (or
above) their axes and parallel to them. that is, the bearings may
be circularly movable as shown 5y the imaginary line.

Guidie roll 7 has its both ends supported by bearings
(not shown), and the bearings are each fixed to a'framé or the like.
Guide roll is arranged at such a position as to éontact a
tangential line N of laminate rolls 4 and S. Not shown,

"is an additional drive or nip roll to drive the laminate
sheet 10 into and out from quenching tank 8. This causes
tension on the laminate sheet 10, and thus a proper tension
works on laminate sheet 10 located between laminate rolls 4

and 5 and guide roll 7.
The manufacturing apparatus constructed as mentioned
above is used as follows. At first, two film 3 and 3 taken out from a

suppling.device which is not shown are made to contact both sides of
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laminating can be car:ried' out at a higher speed than conventional.

Eurthemore, winding the film round the laminate roll makes the
contacting period of laminate sheet 10 to laminate roll 4 longer
immediately after the lamination, and the cooling effect by the
laminate roll can be fully obtained. Therefore, f£ilm 3 does npt
‘wholly melt even when metal sheet 2 coming out from the oven is
heatec.l to a higher temperature, and the unmelted layer can reliably
remain outside. Accordingly, even wheﬁ the laminating is carried

out at a high speed, melted layer 11 having encugh thickness
_can be obtained, thus increasing the film adhesion during
| forming. In this case, the orientation of the film in the -
unmelted laver is raduced. Between melted layer 11 and

slightly oriented layer 12, there exists a thickness zone or
layer (not shown) where the degree of orientation gradually

» decreases from the élightly oriented layer to the melted

1ay§r 11l.

Next, concrste examples and comparisén examples are
given and the effect of the manufacturing method of the present
invention is explaired. |

(Examples 1 to 3)

A biaxially oriented polyester thermoplastic resin film

having thickness of 25 u« m was heat- laminated on one side of a strip

4 ..

of electrolytic;lly chromatéd steel (TFS) having thickness of 0.2
mm used for éan stock using the manufacturing apéaratus as shown in
‘Figure 1. Tﬁe temperarure of the steel strip just before coming
" into a couple of laminate rolls was about 225 ° C, and thaﬁ: of the
laminate roll spon-taneously cooleé ~was about 150 ' C. The

traveling speed of the laminate sheet wers 100, 200 and 400m/min in
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From the x;.:esulcts shown above, it is apparent that
according to the ~manufacturing method of the present
invention, a laminate sheet can be obta:.ned having excellent
adhering strength of the £ilm to the metall:.c sheet and
hardly able to be peeled off during subsequent form:.ng, even

when the laminate sheet x.s manufactured at a high speed of

100 ~ 400m/min.
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Industrial utility

As mentioned above, according to the manufacturing
method of the present invention, the adhering strength of the film

to a matallic sheet can be improved and it is not reduced even when

. the laminating oparation is performed at a2 high speed. According'to

the manufacturing apparatus of the present invention, the

above-mentioned manufacturing method can easily be carried out.

summary

A method of producing a laminate sheet (10) comprises the
steps of heating a continuous belt-like metal sheet (2) by .a- heating
furnace (1), laminating a thermo;:la_.stic resin £ilm (3) on at least_

one of the surfaces of the metal sheet, pressing and passing both of

' them between a pair oif laminate rolls (4 and 5), and thermally

: bonding.the £ilm (3) to the metal sheet (2), wherein the laminate

sheet (10) comvng out from between the pair of laminate rolls (4 and

,J

S) is oushed by a deflector roll (6) in a transverse direction so as

to bias the traveling direction towards the laminate roll (4) which
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~ - (1), laminating a thermoplastic resin film (3) on

(54) Tidle : METHOD AND APPARATUS FOR PRODUCING LAMINATE BOARD |/

GH RAOEHKE T IX— FMIOBMESES L UNERE

(57) Abstract

A method of producing a laminate board (10) involves the steps
ofheanngaconnnuousbelt-likememlhc M(Z)byalmmgfmnm
at least one of the
mfacesofmemeulhcshwt, sing and passi boﬂ:ofthembetween
a pair of laminate rolls (4 5), and thermally g the film (3) to
hm@&%ﬁﬁ%ﬂ:%%(l@mﬂgmﬁuﬁ
between the pair inate “ is pushed by a defiector ro|
(6) in a transverse direction 5o as to bias the i memonwwuﬂs
the laminate roll (4) in contact with the film (3). invention also
discloses an apparatus (A) used for this method.

L ]
-~ 1234 L4244

1 ... heating furnace
2 ... mstallic sheet

3 ... £ilm

4, 5 ... laminate roll

6 ... deflector xoll
«+» Quanch tank

10 ... 1m1m'1;o sheet
A ... production apparatus
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