wo 2022/220264 A1 |00 0 TR0 01O A O

) FEFBAFWICE DV T LRI -EREERE

(19) #57 HIB9RTH KR > 00 0RO 0O A O
EREHBR P
(OB 200001 = WO 2022/220264 Al
20224105 20H(20.10.2022) WIPO PCT
(5D EFRRrEToH: [JP/JP]; T1058419 R R MBERX EHE— T
HOIF 41/02 (2006.01)  HO2K 15/12 (2006.01) H14%12 Tokyo (JP).
HO2K 15/02 (2006.01)
(72) 3%BA%&: 1 B #1 F (TAKEDA Kazutoshi);
@D ERRHEES PCT/IP2022/017706 T1008071 EEBFRAERAON_THG6 &
(22) EpSHEER 202254 8 13H(13.04.2022) 15 BARBKRARMLA Tokyo 0P). HH
e = B /Y (TAKATANI Shinsuke); T 1008071 BRR#B
(23 BFRIHBOS3 : AXE  TRERAOW-TH6HI S HAMK
(26) ERARDSEE : BAGE MRS H Tokyo (JP). FIL BE(HIRAYAMA
— ) Ryu); T1008071 REEMBTFAREHXMNDOANZT
(30) BRIET—4 - = . N
HERR 2021-068108  20215F4H 148 (14.04.2021) JP B6%15 HARKKARMA Tokyo (IP).

@it =X F(FUKUCHI Minako); T 1008071 3

(7)) HEIA: B K & 8% % X & % (NIPPON STEEL EHRTFARAXALON=

TE6#&1%5 HA#H

CORPORATION) [JP/JP]; T1008071 RR#BF kMR 24 A Tokyo (JP). & EHI(IWASE
KEARXRALONZTHGHIT S Tokyo (JP). Yoshiaki); T4550026 BHIE & H B H X

WA & M AR X = 1 (TOAGOSEI CO., LTD,) FOHT 8 & RERG ARV R AL A Aichi (JP).

(54) Title: METHOD FOR MANUFACTURING BONDED LAMINATE CORE AND BONDED LAMINATE CORE

MANUFACTURING DEVICE
(G4 RPAOLH . HEERE I TRESERVEEEE D 7TRERE

AA

—_—
$1
SMIROEY B L
~$2 8 g
LR 2 —_— e
Zimican DO
53 3 i b
. oA s S, S S T Y
ores ermear | —> [KRIXSSSXN
$4
THiE 1A
S1 Feed steel sheet
S5 S2  Apply curing accelerator a to upper surface
ThRE2EE 83 Apply working oil b to upper surface
a a b S4  Punch first time
S6 AV WG AN S5 Punch second time
EERl c £ TEICEH | ——> m‘“ -M 86 Apply adhesive ¢ to lower surface
LA 87 Punch third time, and laminate, apply pressure, and heat
-87 _— “ a) b S8 Has number of sheets reached required number?
[l nsallania S9 Remove laminate core
TH5HE3ER, N
e T | == DO O OO N0 g
L
[ BB End
a a _p
S8 T Y - Y NN
T Ty DSOS S Y40

YES
~S89
HEEa7EYEL

%
o]
[+

L

(57) Abstract: Provided is a method for manufacturing a bonded laminate core in which a plurality of steel sheet parts are
obtained by pressing a steel sheet strip, to one or both surfaces of which a press working oil is applied, and applying an
adhesive to one surface of the steel sheet strip, and then the steel sheet parts are stacked and bonded to produce a bonded

laminate core, wherein a curing accelerator that has an average viscosity of 0.01-1.00 Pa -

surfaces of the steel sheet strip prior to application of the press working oil.
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