4 JANUARY 2006 - 1 DESCRIPTION DIE, PLATE, SUCKING JI G, I\/O_p[]Mﬁ[gLﬁY 2006
DI'SASSEMBLY AND ASSEMBLY APPARATUS, DI SASSEMBLY AND ASSEMVBLY METHOD, AND
LENS TAKI NG QUT METHOD Techni cal Field The present invention relates to a
die used to nold a lens used for optical equipnent, a plate used for
sputtering in order to apply a releasefiTmto the die, a sucking jig that
sucks a pressed lens, a nolding die used to nold a |l ens, a disassenbly and
assenbly apparatus and nethod used to press a lens, and a | ens taki ng-out
met hod to take out a, nol ded | ens,DBackgraurgiy Art Figures 10 (a) , 10 (b) ,
10 (c¢) , and 10 (d) are sectional views of illustrating essential parts of
a nolding die for optical elenents and a manufacturing nethod of optical

el enents both proposed previously by the inventor relating to the

appl i cati oORIETh&LABE , FEYUKENGLQA(BY, MOODHNG .pi# (Bisﬂg@“ﬁfi@ﬁy( gmshow a

mol ding die used to form a glass lens using a preci si o ass nol di ng

met hod as AGSEMPASY APPRRETECE VD N sethed vo NUARY
2006 Figure 10 (a) shows a configuration of ANBQ&?%?%S%EﬁHEEh%D"A&ﬁ

LENS TAKING-OUT METHOD

Technical Field

Thejpresenf invention relates toeadie used to mold
a lens used for optical eguipment, é plate used for
sputtering in order to apply a releasé film to the die,
a sucking jig that sucks a pressed lens} a molding die
used tomold a lens, a disassembly and assembly apparatus
and method used to press a lens, and a lens taking-out

method to take out a molded leﬁs.

Background Art

Figures 10(a), 10(b), 10(c), and 10 (d) are sectional
views of illustrating essential parts of a molding die
foropticalelementsandanwnufacturingmethodofoptical-
elements both proposed previously by the inventor
relating to the application. That is, Figures 10(a),
1O(b)'.10(0)' and 10(d) show a molding die used to form
& glass-lens using a precision glass molding method as

well as a manufacturing method of optical elements.



8.8. In Figure 10(a), a flange portion 85 is formed integrally wth

. upper die 82 having an optically 4 JANUARY 2006 2 functioning §hP¥§géﬁgﬁmnm
formed at the bottomand with a | ower die 84 having another optically
functioning surface 83 forned at the Egp. A nmol.ding die is conposed of the
upper die 82, the lower die 84, and & mdld 86 through which the upper and
Il ower dies 82 and 84 are slidably guided. A nolding naterial 87 is placed
in an internal part conposed of the upper and | ower dies 82 and 84 and

the nold 86 to Ednsitrid UDEad SBbeHsNg ek @8a+Fbgus ): that the
nol di ngbl ock 88 is heated and pressed S§Jasato be de o?%gﬁFﬁfﬁwgféhre 10

(b) , the 8dhol & tyugebl0qlk )88 4 srhga i N oWp | qwer
heati ng plates 91 aﬁgJQZ. Chgé)the no|§i%§gég?%€?%ﬁ ?? H%%f %%% a it is

pr essedanddefrergredbyanapph edpr eqiR w . h in |ate 91.
Thus, the optically 9functioniﬁ§§§g?f§%éz %%'%%glggpggé e%Fgéﬁy
transferred to the nolding material 87 to forma lens 89 that is an
optical elenment. Figure 10 (c) shows that the whole nolding block 88 is
-cooled.. In Figure 10 (c) , the whole nolding block 88 is cooled and then
t he upper nold 82 is taken out of the nold 86. Furthernore, a sucking jig
or the like is used




to take the nolded lens 89 out of the nold 86 to nmanufacture
el ement. However productively and precisely a lens as an optl‘gpﬁgbéﬁg%@OOG
can be forned, the productivity may be 4 JANUARY 2006 - 3 nmarkedly
degraded if the lens is inclined withinothe nold 86 as shown in Figure 10
(c) and cannot be taken out. The tendency of the lens to remain in the
nold is nore significant as the thickness of a round edge portion 90 of
the lens 89 increases. Thg reason will be described wth reference to

Figure 10 (dyrEitgieeing sdy fawend la emmed aft Bhenblditagn amé wbbli &i ons
under which the lens can be taken out of the nold include the property
with which lewen das §4 hesligusen oo obé ieslldlwfuadieresing shefaved, as
wel | as the coefficient of thermal expansion of the nolding nmateri al
| ar ger t han8Bhibrafed ket ndiditngp di eA mMetdidondhy, itsheompaweld| ehstisari nks
nore markedly than the nolding die. For exanple, if the lens 89 is shaped
| i ke neni scuppera Girfdde thet Hovwensdiki 84 ,cantdicd smad tih Stthechoptuglal | y
functioning surface 81 of the upper die is formed to have a |arger radius
of curvat urehtilvdn the oppecaking floweétrodirg S facd. 8 Fuatrkersl iadsvr§ace of
the lens which contacts with the lower die is forned to have a |arger

guided. A molding material 87 is placed in an internal

part composed of the upper and iower dies 82 and 84 and

"the mold 86 to constitute a molding block 88.

Figure 10 (b) shows that themoldingblock 88 is heated

and pressed so as to be deformed. In Figure 10(b), the

whole molding block 88 is heated using an upper and lower

heating plates 91 and 22. Once the molding material is

softened, itispressedanddeformedbyanappliedpressure

P via the upper heating plate 91. Thus, the optically

functioning surfaces 81 and 83 are precisely transferred

‘to the molding material 87 to form a lens 89 that is an

optical element.

Figure 10(c) shows that the whole molding block 88

is cooled. In Figure 10(c), the whole molding block 88

is cooled and then the upper mold 82 is taken out of the

mold 86. Furthermore, a sucking jig or the like is used

to take themolded lens 89 out of themold 86 to manufacture

an optical element.

However productively and precisely a lens as an

optical element can be formed, the productivity may be




radi us of curvature than the optically functioning surface 83.

Accordingly, the bottomlens surface contacts unstably with tﬁhl%%PP%§¥P9”6
functioning surf ace of the nolding die because of a point contact
occurring only at a point P1L . On the gqther hand, the top |ens surface
contacts stably with the optically functionally surface 4 JANUARY 2006 4 at
points P2 and P3. Wien the upper die is taken out of the nold as shown in
Figure 10 (c) , the lens may be slightly sucked upward by vacuum adhesi on.

Subsequent | pangrgly iegadadn f £he danadisolaedpnesevishdn the mehd maybe-
inclined in the nold. Wth the lens inclined, if the sucking jig contacts
i nappr opr i aBél §swshhvwrhen| Bhgureneli(ensandycannpthee takenmwott heThel d.
Consequently, the lens is narkedly ineffectively produced: the | ens may be
broken or dasmabsdry AoSokbE dreriortoheembdwe ipr ohenmpd ddiiscimesesl as an
optical elenment releasing nethod in Japanese Patent Lai d-Open No.
2-184532. Heuewerfit¢aontoas tdbetethiinkngdhe dhesion eigeoorbionl @0ng die
and a lens may include a difference in the coefficient of thernal
expansi on bettwehre dend dNgnomdeseal abfHeardeewed eriildl bd keawtiabdl ity of
the molding material to the surface of the nolding die, and the size
" withreferencetoFigurel0d(d). FigurelO (d) showsastate
" after molding. The conditions under which the lens can
be taken out of the mold include the property with which
the lens is released from the mold or adheres to the mold,
as well as the coefficient of thermal expansion of the
molding material larger than that of the molding die.
Accordingly, the molded lens shrinks more markedly than
the molding die.
For example, if the lens 89 is shaped like meniscus,
a surface of the lens which contacts with the optically
functioning surface 81 of the upper die is formed to have
~a larger radius of curvature than the optically
functioningsurface. Further, asurfaceofthelenswhich
contacts with the lower die is formed to have a larger
radius of curvature than the optically functioning
surface 83. Accordingly, the bottom lens surface
contacts unstably with the optically functioning surface
of the molding die because of a point contact occurring

only at apoint P1. Ontheotherhand, the top lens surface

contacts stably with the optically functionally surface




and shape of the lens. These factors cannot be easily satisfie ‘ﬁ
publication al so describes a nethod of releasing the nolded | ¢ gAg EH%PEXSE
pi nching sides of the nolded |lens and separating the relative positions of
the lens and nold fromeach other in_agyertical direction. - However, a
very strong force is required depending on the size of the lens. If
t hepurpose is to clear an adhering state, it naybe effective to oscillate
the lens slightly. 4 JANUARY 2006 However, this my dlsadvanta%gously
danage the PNt HP ¢ rng B3 Sﬁ@éﬁllE]aﬁl‘ﬁppﬁﬁeﬁl?hésn’éﬁﬁ@@ pais ofs t aken
out of the nol di ng die, the Iens may be broken or damaged. Thus,
di sadvant agddismpld e shewniin Faetrecipvely prediels masUpbetet 1ohkd vupper
and lower dies 82 and 84, used in the description of Figures 10 (a) to 10
(d) , are emqu@mmmbwéa@pum@dh@signctuSﬁbﬁ@qsmrﬂabmuanemth&s
respectively, at one end surface of a cylinder-shape and the flange
portion 85 awcahandishetesmedsto Casy bhetlmns cylhiendensstaipbe el f hadge
portion 85 is effectively wutili z ed as a holdingportion while the die
i sbei ngwr ougint ther meheh. a Wigtleades flidms iimdbined, ohfttiee optckahyjig
functioning surface. However, five surfaces nust be precisely wought,
contacts inappropriately with the lens, the lens may
further cut into the mold. Consequently, the lens is
markedly ineffectively produced: the lens may be broken
or damaged.
A solution for the above problem is disclosed as an
optical element releasing method in Japanese Patent
Laid-Open No. 2-184532.
However, factors detérmining the adhesion between
a molding die and a lens may include a difference in the
coefficient of thermal expansion between a molding
‘material andadiematerial, thewettabilityofthemolding
- material to the surface of the melding die, and the size
and shape of the lens. These factors cannot be easily
satisfied. Theabovepublicationalsodescribes amethod
of releasing the molded lens by pinching sides of the
molded lens and separating the relative positions of the
iens and mold from each other in a vertical direction.
However, a very strong force is required depending on

thesizeofthelens. Ifthepurposeistoclearanadhering

state, it may be effective tooscillate the lens slightly.



i.e. the outer dianeter surface, the opposite surfaces andoute i ter
of the flangeportion, andthe optically functioning surface. 4{g5$ﬂ§$g§ggg§
working time and costs, thus hindering the provision of nore inexpensive

| enses. Further, in order to inprove the productivity associated with |ens
nol di ng by sinultaneously nolding |enses using nolding dies with a |arge
nunber of surfaces to be wought, nolding dies are required in which in
particular the optically functioning surface has a subm cron precision and
in which t h8o#Esteinc sl i F oRfY hel 32 dRuiER02008 1y gpiecs I5he Wit faneng
surfaces to the corresponding surfaces of the respective flange portions
85 nust be C&oft¥I4E@-with a precision of the order of microns. This

makes wor ki ng costs significané&x expensive. That is, disadvantageously, it

is difficult to faReifilymllangenporthensopdesi deing b ttadese pottdbdns
require very high working costs. Further, when a release filmis forned on
t he optical Ee nohdinehilhg . stre deans naa bew tdksnar Hlaseger be Trakeased
fromglass, the outer dianeter dinmension of the flange portion 85
det er ni nes dheanhrdrtageodisdy /i thredwrs iimtine Bf sput verl yvappardatasd per
batch. That is, since the flange portion 85 has a large area, it is
i npossible to i fupdbes, the upper and lower dies 82 and 84, used
in the description of Figures 10(a) to 10(d), are each
~formed of the optically functioning surfaces 81 or 83,
respectively, at one end surface of a cylinder-shape and
the flange portion 85 at the other end surface of the
cylinder-shape. The flange portion 85 is effectively
utilizedasaholdingportionwhilethedie isbeingwrought
or when a release film is formed on the optically
functioning surface,
However, five surfaces must be precisely wrought,
i.e. the outer diameter surface, the opposite surfaces
~andouterdiameterof the flangeportion, andtheoptically
functioning surface. This increases working time and
costs, thus hindering the provision of more inexpensive
lenses. Further, in order to improve the productivity
associated with lens molding by simultaneously molding
lenses usingmolding dies with a large number of surfaces
to be wrought, molding dies are required in which in

particular the optically functioning surface has a

submicron precision and in which the distances from the



a large nunber of dies into the sputter apparatus per Dbatch.
the productivity associated wwth filmformation is degraded tgqﬂﬁgﬂéigébmm

costs sharply. That is, disadvantageously, when a release filmis fornmed-
on the optically functioning surface to.allowthis surface to be released
fromglass, the presence of the flange portion prevents a |arge nunber of
dies frombeing introduced into the sputter apparatus per batch.
Consequently, the productivity is degraded to increase costs. Disclosure
of the | nvestitdrfal JANORRY tA006ing 7sur fazeswtof the abovespoldeng, it is
an object of the present invention to provide a sucking jig, a nolding
die, a di sasvefldgeandfasbentlasmppbiaeus]asame medhodponsardd ankensbe
t aki ng-out nmehtod all of which serve to inprove the productivity
associ at ed wionit.réheedxtirtactippreol sdonmafuhaco nded 6 £ns drams t hermbsdi ng
die. In view of the above problens, it is another object of the present
invention tmapresyivierkindi ecatt aspyri €icehitdly redpvsesiwer.ki ng costs. In
view of the above problenms, it is yet another object of the present
invention to provhde 8sdi®&iaadvanilagesuydi ¢hitmps ever £ heuprodyaha Net y
associated with the

the flange portions precisely and these portions require

very high working costs.

Further, whenareleasefilmis formedontheoptically
functioning surface to allow this surface to be released
from glass, the outer'diameter dimension of the flange
portion 85 determines the number of dies introduced into
a sputter apparatus per batch. That is, since the flange
portion 85 has a large area, it is impossible to introduce
a large number of dies into the sputter apparatus per
batch. Consequently, the productivity associated with
film formation is degraded to increase costs sharply.

That is, disadvantageously, when a release film is
formed on the optically functioning surface to allow this
surface to be released from glass, the presence of the
flange portion prevents a large number of dies frombeing
introduced into the sputter apparatus per batch.

Consequently, the productivity is degraded to increase

costs.

Disclosure of the Invention




. formation of a release filmby sputtering, thus reducing costs., . T
. the above-described problens, a first invention of the present‘*ﬁ%@ﬂéﬁ%ﬁ99@§
an upper die or lower die for Iens nolding having a groove forned in its
side and a D cut surface also fornmed in its side inits axial direction,
the D cut surface being in comunicatidn~ with said groove. A second

i nvention of'the present invention is the die according to the first _
invention of the present invention, wherein the die is a cylinder having
said groove foInediew ids thécabbﬁﬁe@ﬁﬁﬁoﬂeééNUé%YﬂgxghAbE?%E@ lpvention
of the present invention is a plate conprising a plurality of holes in
whi.ch the gheopeeisen 4 i DANIARYOROOS pirhe; HiE A8aNdiNg StiQ; t eqaijhaﬁhlgor the
second invention of the present invention is caught and held, erein said

die is hel dishem sid dlagdsenis spid esgdembA v QUsb BrkRYENt A0 rﬁéthBﬁ present
invention is a suctionj ig wherein the suction j ig enters a nold,

abutting agai asteras peri her yuefimah L 8ASa BUS 268 1RYL ROt 29aI ﬂﬁ}%r gecenter

of said | ens surface, and having substantially the sanme exter af shape as

that of antupp@rdti€ceivie¥erassociated with the extraction of a
manufacturedrleﬁs from the molding die.

In view of the abo;e problems, it is another object
of the present invention to provide a die and a plate
which reduce working costs.

Inviewoftheaboveprpblems,itisyetanotherobject
of the piesent invention to provide a aie and a plate
which improve the productivity associated with the
formation.of51release film by sputtering? tﬁus reducing
costs. |

To solve the above-described problems, a first
invention of the present invention is an upper die or
lower die for lens molding having a groove formed in its
side and a D cut surface also formed in its side in its
axialdirection,the[)cutsurfacebeinng1communication
with said groove.

A second invention of the pfesent invention is the
die according to the first invention of the present
invention,whereinthedieisacylinderhavingsaidgroove

formed on its circumfeérence.




die used to nold said lens. Afifth invention of the present iny ' i
the suction jig according to the fourth invention of the pre§%ﬁg§b%RUY§006
i nvention, having a radius of curvature which is larger than that of the
cooled target |ens surface or being %Vflat pl ate when said target |ens
surface is concave. A sixth i nventi 6n’4f the present invention is the
suction jig according to the fourth invention of the present invention,
having a radius of curvature which is smaller than that of the cool ed
target |ens surkddel raiervesat fohas gethd pis S 368 dist LOAVEX 2 A1gguent h
invention of the present invention is a |ens taking-out nmethod of taking
sai d | ens ootpafisarg anpldradiing tde BYCEE0Rn hhgdgxgﬂéﬁégoggea@ of the
fourth to the sixth inventions of the present invention, Sard rnethod :
-conprising: 4 JANUARY 2006 a step of pulling said upper die or said | ower
die out of said nold after said | ens has been nolded using said upper

die, said lower die-, and. said nold; a nold inserting step of pressing
said sucking jig against said-target |lens surface froma side of .said
nmol d out of which said upper die or said |ower die has been pulled, until

a position of said lens is corrected; and



king-out step of using said sucking jig to suck and take o lf %
r:ftgr tge positign of saig lens has been corrected. An elghthf#%%gﬂkﬁgﬁ @f
" the present invention is a nolding die conprising: an upper die for lens
nmol ding; a lower die for lens nolding, a support die; and a nold, wherein
said-lower die has no flange, said SUpﬁbrt die is provided bel ow the | ower

die, one or nore through-holes are fornmed in the-support

die so that

lifting pins can be inserted through the respective through holesz said
upper and tbheeridi esscandbagskibd thel ativet tor sREAsERIG SaldkSHpRprt die

is loosely pressed into said nold, and 4 JANUARY 2006 heat
to. said soppotte dieeasdtsand &t dowi tBOW, | Mpal éfagg h%lJ

rel ati onshi p between said support die and sald no

is transmtted

sitional
\NUARY 2006 - to

Aninth inventi ofhéefectifesprasgnt {avent homds SMPIAND 5 4 sputtered.

A fourth invention of the present invention is a

Suctionjigwhereinthesuctionjigentersamold,abutting

against a periphery of a lens surface but not against

a center of said lens surface; and having substantially

the same external shape as that of an upper die or lower

die used to mold said lens.

A fifth invention of the present invention is the

suction jig according to the fourth invention of the

present invention, having a radius of curvature which

is larger than that of the cooled target lens surface

or being a flat plate when said target lens surface is

concave.

A sixth invention of the present invention is the

suction jig according to the fourth invention of the

present invention, having a radius of curvature which

is smaller than that of the cooled target lens-surface

when said target lens surface is convex.

A seventh invention of the present invention is a

lens taking—out method of taking said lens out of said

mold using the suction'jig according to any of the fourth

to the sixth inventions of the présent invention, said

method comprisiﬁg:



di'e conprising: an upper die for lens nolding; a |lower die fpn‘ PARY 2006
nﬁldingP a sgpport die; and a nold, and wherein said | ower dle'hgg ﬁgt

fl ange, said support die is provided below the |ower die, one or nore
throggh-holes an formed in the support, die so that lifting pins can be
inserted through the respective thrdngﬁ hol es, said upper and |ower dies
can be slid relative to said nold, said nmold is a nenber in which a
plurality of upper and |Iower die insertion holes are provided, said upper

die and | over daesaep sifi gablyiheusedai Bppeachif dhe holes,,sa ol d is
formed with a positioning concave portion- or convex portion, and said

support dieutnd@ﬂgéldim@DMeéf@@&“éﬁld”léh§0H8§VSeé%Wﬁdfﬁb80ﬁr?ﬁ%pnding
to said positioning concave portion or convex portion I's Tofne S a

oL ohimisrtraney voley (a0 e Pl SBLLUS RN B1ES 10

a mold inserting step of pressing said sucking jig
against said target lens surface from a side of .said mold
out of which said upper die or said lower die has been
pulled, until a position of said lens is corrected; and

a takingwout step of using said sucking jig to suck
and take out said iens after the positioh of said lens
has been correcﬁedh

An eighth invention'of the present invention is a
molding die comprising:

an ﬁpper die for lens molding;

a lower die for lens molding;

a support die; and

a mold,

- wherein said lower die has no flange,

said support die is provided below the lower die,

one or more through-holes are formed in the support
die so that lifting pins can be inserted through the
'respective through héles,

| said upper and lower dies can be slid relative to

said mold,

said support die is loosely préssed into said mold,

and




A tenth invention of the present invention is a disassenbly a |
appar atus conprising: a base on which the nolding die accordingﬂPgﬁﬁﬁgPYXOOG

eighth invention of the present invention, having a pressed lens, 1is
. placed; a lifting pin; -a sucking jig;yﬁnd novi ng neans of noving said
sucking jig, wherein at |east an ope?a?lbﬁ is perfornmed which conprises
using said lifting pin to lift said upper and |ower dies and said | ens up
to a position where said lens is exposed fromsaid nold, subsequently, at
| east an oper atheati ss pardosmed tewht 6hs £0AU1SESr YSIIW Sal gai‘&ﬁﬁb’i jigto
suck one.-of the dies and using said noving neans to separate the die from
sai d | ens, wandsai ddgﬁlsriﬁg@hé@iﬂon§l$em§§9% ethbeD Idevent'h
invention of the present invention is the disassenbl ang assenp y
appar at us aap@oditnglie bhel d£md hmbnyention of the present invention,
wherein when said lifting pin is used to push up the upper and | ower dies
and the lens , the pushing-up operation of said lifting




pin is synchronized to the noving operation of said sucking 9 2006
invention of the present invention is a disassenbly and assenb

using a disassenbly and assenbly apparatus conprising a base on which the
nol ding die according to the eighth invention of the present invention,
having a pressed lens, is placed, a Tii@ing_ pin, a sucking j ig, and _
novi ng neans of noving said sucking jig, said method further conprising:
performng at |east a step of using said lifting pin to lift said upper

and | ower dies ARd rseh 8ok ih be 15 POSIS P el 58 9 Lep e”§1 Ingeposed

fromsaid nold, subsequently, perfornlgg at astda ep 61° o to
suckin I il &gkro8enef. the dies and using sai novi ng nea
separa?ejtﬁé die f$€n1sg¥% | ens, and taklng out said |lens. The present

invention na Me ]quiQMfgg thop first aspect of the
i nvention prgvpﬁesuﬁgghs of pro 3%##v ?y it ving an optical el enent

nol ded using 4 JANJARY. 2006 ggra@ ggtl(gid§h§nent nol di ng di e conposed of

an upper and |ower dies and a nol i's nedris conprises an outer
diramet er that- pgeghggly-f idf-thg ol d, a suction port

a mold, and

wherein said lower die has no flange,

said support die is provided below the lower die,

one or more through~holes are formed in the support
die_so that 1lifting pins can be insertgd through the
respectiﬁe through holes,

said upper ahd lower dies can be slid relative to
said mold,

said mold is a member in which a plurality of upper
and lower die insertion holes are provided,

said upper die and lower die are slidably housed in
each of the holes,

saidmoldisformedwithapositioningconcaveportion
or convex portion, and

saidsupportdieinvdﬂxﬂlaconﬁexportioncn:éconcave
portioncorrespondingtosaidpositioﬁingconcaveportion
or convex portion is formed has a plurality of said
through-holes formed at positions corresponding to

positions of said upper and lower die insertion holes.




which is formed in one end surface extending perpendicularly tg

di aneter and which is connected to a suction apparatus, and a%‘t‘%ﬁpﬁ ¥2006
surface which is formed on the other end surface with which the 4 JANUARY
2006 - .12 suction port is in connunigﬁ}ion. The shape of the sucking
surface approxi mates to the shape of &% loptical surface of the nol deg
optical elenent. Further, according to a second aspect of the invention, a
concave optical surface of the nolded optical elenment as the sucking

surface has a stwatkerh adivsnof ceurmat tke pklar sl thephitGaln syt face, while
a convex optical surface of the nolded optical elenment as the sucking

surface hadisad=d@el yr atidus Hfembl abwﬁhréﬂﬁéh%b%ﬁf&s%ﬁ%”eans of

reduci ng the costs of an optical elenent nolding die an roductively

manuf act uring aabepid 6alwie RN m81HAINAI 28RAGE o A1 hi o:lt@l\éeé]%égﬂ@hpr ovi des
an optical elenment nolding die conprising a support die includrng a

t hr ough- hof gviem titén o@ﬂg@ﬁr@s@mqﬂmtibh% Ha{‘@iﬁg%ﬁgf%s@e‘?& 18Ad an upper

and |l ower dies which are slidably guided through t and each of
whi ch inclydegignaptically functioning surface. According to this aspect,
it is possible to reduce the working costs of the upper and | ower dies and

a lifting pin;r

-a sucking jig; and

mdving means of moving said sucking jig,

wherein at least an operation is pérforméd which
comprises using-said lifting pin to lift said upper and
lower dies and.said.lens_up toeapOSition where said lens
is exposed from said mold,

| subsequently, at least an operation is performed

which comprises using said sucking jig to suck one of
the dies and.using'séid;novinglneans to separate the die
from said lens, and

said lens is taken out.



to take out the optical elenment productively by utilizing the %fiﬁﬂgrﬁfl%(%
i h the support die. Mreover, according to a fourth aspect of the

invention, the upper and |ower dies are each sinply cylindrical and each
conprise a groove portion inits outer.. peripheral portion which is used
to forma rel ease 4 JANUARY 2006 - 13 !#ifmon the optically functioning
surface, the release filmserving to prevent oxidation. This inproves the
productivity associated with filmformation to reduce the costs of the

mol d. Further, Anfeflidveasyiectnobntier ra/ﬁnﬁ@np%%\érﬁ?siﬁvéh‘c'ofnﬁ&fg ng jig
for sputtering or the |like conposed of a groove portion In Irch™a

plurality cheupperasssblowenddh8sca®n pe 9%890!&&&@% g past, of an

outer periphery of a disc of a predetérmned thickness or center of the

. , . Co . _ . q
di sc, so thahiihe GfOQVeoROLIORNEAR RNGAGE 1 W, LR1Lhe, graove portions forne
‘in the upper and | ower gies to ho?h t he upﬁer ané’lomer U 85T FRFS serves

to reduceskhel qastisi g el dscRuUEbhernmy e, H% aspec f the
i nvention Srovides %ﬁ%f% disassgﬁbly aﬁ assgﬁgly g} ar at 18“ot °¥&Ki ng out

an opti cal gekenand tm ﬂ@ﬂs@ytﬁ@?)u%@ltjj luﬁ'ﬁ%{%ﬁt%k%ggai%ifif fe,
apparat us conprising an upper dife sucking er
: pinissyhchronizedtothemovingoperationofsaidsucking
Jig.
A twelfth invention of the present invenfion is a
'disassemblyenxiassembly'methodfusing51disassembly'and
assemblyapparatuscomp:isingeabasecn1which1iuamo%ding
die according.to-the eighth invention of the bresent
invention,-having a preésed lens, is placed, a lifting
pin,asuckingjig,andmovingmeansofmovingsaidsucking
jig, said method further comprising:
performing at least a step of using said lifting pin
to 1lift said upper énd~lower dies and said lens up to
a position where said lens is exposed from said mold,
subsequently, performing at least a step of using
sald sucking jig to suck one of the dies and using.said
moving means to separate the die from said lens, and
taking out said lens.
The present invention may have the following
solutions:

A first aspect of the invention provides means of

‘productively removing an optical element molded using



connected to an elevating and | owering cylinder and shaft-gu
slide bearing, a pin nenber that passes through the through- hgﬁ§“¥§?ﬁ§%2?9§

a center of the support die so as to eject the upper and | ower dies, and a
sucking menber used to take out the optical elenent and introduce a

nol ding material. This inproves the pr ébct|V|ty associated wth renoval
of. the optical elenent. 4 JANUARY 2006 - 14 Moreover, a seventh aspect of
the invention provides an optical elenent nolding di e serving to reduce

the costs aof opltd caplt iccladmehenmol dandy m@rdo%hﬁ@s@d%!@rﬁﬁ' t¥pak Hp and
| ower di es each including an optically functioning surface, a cylindrical

mol 'd t hr ouggbwehi chi ¢ Beaupper nandld . | onel sdiRs Ay ecélﬁbgﬁfg'e% %fﬂdsgt%@d whi ch
includes a plurality of first through-holes spaced at equa intérval s on

arbitrary Qiibaie @i ctieadi pFelcalde Badr 1 ¢aNShid Yho 19, CAVILIAS: o @Nod Suppor !
di e includi ng second through-holes each having a $nmal I'er er ‘than the

first throughcholie and-seacad ainecual is L{ﬁg@ésegge faﬁnqsa”e pitch circle
I N

di aneters as the support die being |oosely presse he nold so that a

central axpsrpbneacm iiist Hhr O?Qgggur éﬁggg§ tﬁb%ggtral axis of

t he correspondi ng second through- an elg etf of the
invention ~PHA%ARS to a suction apparatus, and a sucking surface

which is formed on the other end surface with which the



a manufacturing nmethod of an optical element nolding die conpr
of slitting an outer periphery of a cylinder at a predeternlné%igﬁggﬁvfﬁﬁﬁk

orm groove portions, a step of grinding the outer periphery of the
cylinder, a cutting step of cutting the cylinder into pieces using the
sanme pitch as the predeterm ned one so as to | eave the groove portions, a
step of formng an optically functioning surface on one end surface of
each piece of the cylinders, the end surface extending perpendicularly 4
JANUARY 2006uctii®n porthies dntemmpenipheipn.a Shepsbapgrdhthagudeinyher end
surface of each piece wwth reference to the optically functioning surface,
and a step sfirdargyiappmoexispbetsetionghet shiapeme fr eneapd ifdd Insor: fdee
optically functioning surface of each piece. Furthernore, a ninth aspect
of the inveofi dhecaonplidsd oatrmail aclemeng .net hod of optical el ements which
allows optical elenents to be nore effectively produced, the nethod
conprising a steprohetqracagrdimmm) th agsdtoch anpednbifotucingentplamal ity of
nol ding materials into respective cavities each conposed of a plurality of
upper and howehceives ogpacihcd Nawef Ageanfopheoad l Hebubptii@ing L ameghace, a

support die which supports the upper and | ower dies and which includes a
plurality ohstbheughchRoheSsurface has a smaller radius of curvature

than said optical surface, while a convex optical surface

of the molded optical elemeht.as the sucking surface has

a larger radius of curvature.

Furthermore, as means of reducing the costs of an
optical element molding die and produétively
manufacturing an optical element, a third aspect of the
invention provides an optical element moldiné die
comprising a support die including a through-hole in its
center, a mold that fits the support die, and an upper
and lower dies which are slidably guided through the mold
and each of which includes an optically functioning
surface. According to this aspect, it is possible to
reduce the working costs of the upper and lower dies and
to take out the optical element productively by utilizing
the through-hole in the support die.

Moreover, according to a fourth aspect of the
invention, the upper and lower dies are each simply
cylindrical and each comprise a groove portion in its

outer peripheral portion which is used to form a release



t hrough whi ch pins can be passed in order to eject the plural
and | ower dies, and first through-holes through which the uppé#x%ﬁEM#§€2906

dies are slidably guided, a heating step of heating the whol e nol ding

bl ock to soften each of the nol ding nggﬁrials, a heating and pressing
ft

step of pressing and deforming the sof ed nolding material to transfer

the optically functioning surface to the nolding naterial, a cooling step
of cooling the whole nolding block, a step of disassenbling the nolding
di e to takefdum amplthalipyiohldpt foalcte]l @nengssuafdcz 4 tHANUARYe2686 - 16
step of introducing a plurality of nmolding materials into the nolding die
and assenbl ifiigra setdingr tef Mescsnpt brhdeft itdre. DrTavi igbmbi-guwee tHe) is a
sectional view of essential parts of an optical elenent sucking apparatus
accordi ng tpradddtstviepbadistenia oédt hetpr esani foveatien td geeude(b) is
a sectional view of the essential parts of the optical elenment sucking

appar at us acher ot é ooft ke d inistd enbodi ment of the present invention;
Figure 1 (c) is a sectional view of the essential parts of the optical

el ement sucki ng mppanaius ACEPFEhNgspect! e fiHsti ReBAdlE BN v ides present
invention; Figure 2 (a) is a sectional view of essential parts
a film forming jig for sputtering or the like composed
of a groove portion in which a plurality of upper and
lower dies can be accommodated using a part of an outer
periphery of a disc of a predetermined thicknéss or a
center of the disc, so that the groove potion can engage
with the groove portions formed in thé upper and lower
dies to hold the uppér and lower dies. This serves to
reduce the costs of the mold. |
Furthermore, a sixth aspect of the inventionprovides
a die disassembly and assembly apparatus of taking out
an optical element molded by the optical element molding
: die,theapparatuscomprisingau1upperdieSuckihgnmmber
connected to an elevating and lowering cylinder and
shaft-guided via a slide bearing, a pin member that passes

through the through-hole formed in a center of the support

die so as to eject the upper and lower dies, and a sucking

member used to take out the optical element and introduce
a molding material. This improves the productivity

associated with removal of the optical element.




of an optical elenment nolding die according to a second enbodi
present invention; Figure 2 (b) is a sectional view of essentuﬁﬁﬁﬁﬂﬁgrégﬁm

the optical elenent nolding die according to the second enbodi nent of the
present invention; Figure 3(a) is a perspective view of a sputtering film
formng j ig obtained according to a third enbodi nent of the present
I nvention; Figure 3 (b) is a perspective view of the sputtering film
formng jig obtained according to the third enbodinent of the present
invention; 4 JANIRRYOYEO6 27FVgurh @speytief ahsedsyestiien praw sies he
sputtering filmformng jig obtained according to the third enbodi nent of
t he presentanmehican;eFnens rgbjihg &isestivhay by saduldeusheatd sigs
essential parts of a disassenbly and assenbly apparatus for an optical
el enent nol dértheliop ool dilrgnent anfdapmp r ienbog arebt refl itdyeo pregest
i nvention; Figure 4(b) is a sectional viewillustrating the essential
parts of thendi $assamnddieanhalssenblyddpparsat ugrt foxllpefopicitdadn et@nment
nol di ng die according to the fourth enbodi ment of.the present invention;
Fi gure 4(c)susfacsectd evdlinvdeicklll nsidathrgudie which the upper and
lower dies are slidably guided and which includes a
plurality of first through~holes spaced at equal
“intervals on arbitrary pitch circle diameters and
constitutingcavities, anda support die including second
through—-holes each having a smaller diameter than the
first through-hole and spaced at equal-intervals on the
same pitch circle diameters as the support die being
loosely pressed into the mold so that a central axis of
each first through-hole coincides with a central axis
of the corresponding second through-hole.
Further, an eighth aspect of the invention provides
~amanufacturing method of an optical element molding die
comprising a step of slitting an outer periphery of a
cylinder at a predeterminedpitchto formgrooveportions,
a step of grinding the outer periphery of the cylinder,
a cutting step of cutting the cylinder into pieces using
the same pitch as the predetermined one so as to leave
the groove portions, a step of forming an optically

functioning surface on one end surface of each piece of

the cylinders, the end surface extending perpendicularly




essential parts of the disassenbly and assenbly apparatus for
el emrent nolding die according to the fourth enbodi nent of the‘%£§§§%&h§abﬂﬁ

invention; Figure 5(d) is a sectional viewillustrating the essential
parts of the di sassenbly and assenbly ﬁ]’o ppar at us for the optical el enent
mol di ng die according to the fourth erfbodi nent of the present invention;
Figure 5(e) is a sectional viewillustrating the essential parts of the
di sassenbly and assenbly apparatus for the optical element nolding die
accordi ng tbothkefoutelr pembgdianint fstdre ofr ggeémtdimyerhte anthé&r gemaé 5(f)

is a sectional viewillustrating the essential parts of the disassenbly
and assenbl yuagparatus 4adANPARY:L00b6th t8fefremddetoptheabpealieneinty nol di ng
die according to the fourth enbodi nent of the present invention; Figure
6(a) is a peEuspedidrvenyisew fiddelsamat & BE o fepircal nglameppuml«l nggdi e
according to a fifth enbodiment of the present invention; Figure 6 (b) is
a perspecti e fd@waidd Lsi &atdinign bhech®ppitdala Xl v enic tind 01 g sdiref aesor di ng
to the fifth enbodinment of the present invention; Figure 6 (c) is a
perspecti veo¥i ewdH lgisdsating the optical elenent nolding die according to
the fifth :
Furthermore, aninth aspect of the inventioncomprise

a manufacturing method of optical elements which allows

optical elements to be more effectively produced, the

method comprising a step of forming a molding block by

introducing a plurality of molding materials into

respective cavities each composed of a plurality of upper

and lower dies each including an optically functioning

surface, a support die which supports the upper and lower

dies and which includes a plurality of through-holes

through which pins can be passed in order to eject the

plurality of upper andlower dies, and first through-holes

throughwhichtheupper andlowerdiesareslidablyguided,

aheatingstep of heating the wholemoldingblock to soften

each of the molding materials, a heating and pressing

step of pressing and deforming the softened molding

material to transfer the optically functioning surface

to the molding material, a cooling step of cooling the

whole molding block, a step of disassembling the molding

die to take out a plurality of optical elements, and a




enbodi nent of the present invention; Figure 7(a) is a perspectiy '
illustrating a working nmethod of an optical el enent nol ding df%fﬁﬁtﬁﬁﬁ¥ﬁ&°6
to the sixth enbodi nent of the present invention; Figure 7 (b) is a

perspective view illustrating the mqui@g_nethod of the optical elenent
nol ding die according to the sixth enbodi nent of the present invention;
Figure 7 (c) is a perspective viewillustrating the working nmethod of the

optical elenment nolding die according to the sixth enbodi nent of the
present i neé&sp ofi;iFtyadecin@}y plunapetypetmaoldimgwdtdmsalatimgot he
wor ki ng met hod of the optical elenent nolding die 4 JANUARY 2006 - 19
accordi ng t thehenslikihgedbediarehtaodembhéipgesemoldnvention; Figure 7 (e)

is a perspective viewillustrating the working nmethod of the optical
el ement nolding die according to the sixth enbodi nent of the present
invention; Figure 8(a) is a sectional viewillustrating essential parts of

a net hod of Brdriff andsur Dgtawropid cihe BLeWRAlgsUSi Nng the optical el enent
nol di ng di e accordi ng

Figure 1(a) is a sectional view of essential parts
of an optical element sucking apparatus according to a
first embodiment of the present invention;

Figurel(b) is a sectional view of the essential parts
of the optical element sucking apparatus according to
the first embodiment of the present inventioﬁ;

Figurel(c)iseisectionalviewofthéessentialparts
of the optical element sucking apparatus according to
the first embodiment of the present invention;

Figure 2(a} is a sectignal view of essential parts
of an optical element molding die according to a second
embodiment of the present invention;

Figure 2{(b) is a sectional view of essential parts
oftheopticalelementnmldingdieaccordingtothesecond
embodiment of the present invention;

Figure 3(a}) is a perspective view of a sputtering
film forming jig obtained according to a third embodiment
of the present invention;

Figure 3(b) is a perspective view of the sputtering
film forming jig obtained according to the third

embodiment of the present invention;



to the fifth and sixth enbodi nents of the present invention;
Is a sectional viewillustrating the essential parts of the né{ﬂ%%f%$£9§006

manuf acturing an optical elenent using the optical elenent nolding die
according to the fifth and sixth enmbodinents of the present invention,
Figure 8(c) is-a sectional viewillustrating the essential parts of the
nmet hod of manufacturing an optical elenent using the optical el enent
nol ding die according to the fifth and sixth embodi ments of the present
i nvention; Figurigudpe Bdca sechimpaspecdwid misw atfi hhet Bputdsseing al
parts of the_rret hod of manufacturing an optical elenent using the optical
el ement nol iidg dormategr digg o thANUWRYa 20068 dirz) td otlidethilfcth and si xth
enbodi ments of the present invention; Figure 9(e) is a sectional view
i |l ustrati ngmbbel iressend £fakthpapre s#nt henmentiddrgf manuf acturing an opti cal
el ement using the optical elenment nolding die according to the fifth and
si xt h enbodi nentBigbrehd (priesentai sgentioonn) Fewr €190kl dat ingect i onal
view illustrating the

essential parts of a disassembly and assembly apparatus

for an optical element molding die according to a fourth

embodiment of the present invention;

Figure 4(b) is a sectional view illustrating the
essential parts of the disassembly and assembly apparatus
fortheoptical elementmoldingdieaccordingtothe fourth
embodiment of the present invention;

Figure 4(c) is a sectional view illustrating the
essential parts of thedisassembly and assembly apparatus
fortheopticalelementmoldingdieaccordingtothefourth
embodiment of the present invention;

Figure 5(d) is a sectional view illustrating the

. essential parts of the disassembly and assembly apparatus
for theoptical elementmoldingdie accordingtothe fourth
embodiment of the present invention;

Figure 5(e) is a sectional view illustrating the
essential parts of thedisassembly and assembly apparatus
fortheoptical elementmoldingdieaccordingtothe fourth
embodiment of the present invention;

Figure 5(f) is a sectional view illustrating the

essential parts of thedisassembly and assembly apparatus




essential parts of the nethod of manufacturing an optical ele [
t he opticaF el emrent nolding die according to the fifth and six EAN{ﬁUf@ZOGﬁ
enbodi mrents of the present invention; Figure 9(g) is a sectional view
illustrating the essential parts of t met hod of manufacturing an optical
el ement using the optical elenment nolding die according to the fifth and

si xth enbodi nents of the present invention; Figure 9(h) is a sectional
viewillustrating the essential parts of the nmethod of nmanufacturing an

optical el dmantheasipiyl ¢hk edpmiaerat melleheng dielaiagrdiegaccohei fourth t he
fifth and sixth enbodi nents of the present invention; Figure 10(a) is a
sectional veewddimsntatvifngheegsenseént pamvesitdfora; nol di ng die for opti cal

el enents and a nmanufacturing nmethod of optical elenents both 4 JANUARY
2006 - 21 propoBedupre\d @Uslys by phespeeanitvag vebat i Dgulsetdi€ing an
application; Figure 10(b) is a sectional viewillustrating the essential
parts of thepmmlaiingetlegehar ne@doed €lienaricsrdintgtbe mamuffagt uri ng net hod
of optical elenents both proposed previously by the inventor relating-to

t he embodiment of the present invention;

Figure 6 (b} is a perspective view illustrating the
optical element molding die according to the fifth
embodiment of the'present invention;

Figure 6(c) is a perspective view illustrating the
optical element molding die according to the fifth
embodiment of the present invention;

Figure 7(a) is a perspective view illustrating a
workingmethodofanopticalelementmoldingdieaccording
to the sixth embodiment of the present invention;

Figure 7 (b) is a perspective view illustrating the
working method of the optical element molding die
according'to the sixth embodiment of the present
invention;

Figure 7(c) is a perspective view illustrating the
working method of the optical element molding die
according to the sixth embodiment of the present
invention;

Figure 7(d) is a perspective view illustrating the

working method of the opticél element molding die




application; Figure 10(c) is a sectional view illustrating the |

parts of the nolding die for optical elenents and a nanufabtuﬂrﬁg§ﬁgﬁ§€2006

of optical elenents both proposed previously by the inventor relating to
the application; and Figure 10 (d) is sectional viewillustrating the
essential parts of the nolding die for ©Optical elenents and the
manuf act uri ng met hod of optical elenents both proposed previously by the
inventor relating to the application. (Description of Symbols) 11Suction
jig 21Upper adice 122 125Choi thld s if:tirct éohpddgmeurt acBsti28, pE8lsientyr oove
24Lower die 27Support die 4 JANUARY 2006 - 22 28 Through-hole 29, 104
Mol ds 31, l1lQbvkbitdiowy; bl ocks 32 Upper heating plate 33 Lower heating

pl at e

Figure 7 (e) is a perspective view illustréting the
working method of the optical element molding die
according to the sixth embodiment of the present
invention;

Figure 8(a) is a sectional view illustrating
essential parts of a method of manufacturing an optical
element using‘the optical element molding die according
te the fifth and sixth embodiments of the present
invention; -

Figﬁre 8(b) is a sectional view illustrating the
essential parts of the method of manufacturing an optical
element using the optical element molding die according
to the fifth and sixth embodiments of the present
invention;

Figure 8(c) is a sectional view illustrating the
essential parts of the method of manufacturing an optical
element using the optical element molding die according
to the fifth and sixth embodiments of the present
invention;

Figure 8(d) is a sectional view illustrating the
essential parts of the method of manufacturing an optical

element using the optical element molding die according




30 Molding material 34 Optical elenent 35 Filmfornming jig 36 @Eﬁgﬂgﬂ% 06
portion 41 Ml d disassenbly and assenbly apparatus 68 Wrk r ot £P

69 Gindstone rotating shaft 73 Ginding stone 110 Heater 111 Lens 112
Die sucking jig 115 Lens sucking jig_§ﬁ§y_wbde for Carrying Qut the

| nventi on Enbodi nents of the present invention will be described bel ow
wth reference to the drawi ngs. (Enbodinment 1) First, Enbodinment 1 wll be
descri bed. 4 JANUARY 2006 - 23 Wth reference to Flgures 1(a) , | (b,
and 1 (c) ,todéderifptfon andl sixtd vembofimendst ichlthed epeasesdcking jig
accordi ng to Enbodi ment 1 of the present invention. In Figure 1 (c) , as
descri bed i inveatBaokground Art section, when an upper die 82 is pulled
out of anmold 86 . alens 89 is instantaneously |ifted upward owing to

Figure 9(e) is a sectional wview illustrating the
essential parts of the method of manufacturing an optical
element using the optical element molding die according
to the fifth and sixth embodiments of the present
invention;

Figure 9(f) is a sectiocnal view illustrating the
essential parts of the method of manufacturing an optical
element using'thé optical element molding die according
to the fifth and sixth embodiments of-the present
invention;

Figure 9(g) 1is a sectional view illustrating the
essential parts of the method of manufacturing an optical
element using the optical element molding die according
to the fifth and sixth embodiments of the present
invention;

Figure 9(h) is a sectional view illustrating the
essential parts of the method of manufacturing an optical
element using the optical element molding die according
to the fifth and sixth embodiments of the present
invention;

Figure 10(a) is a sectional view illustrating

essential parts of a molding die for optical elements

and a manufacturing method of optical elements both




t he adhesion of the lens 89 to the upper die 82. Then, the adhgesj i
elimnated to drop the lend 89 inside the nold 89. A round edé@iggﬂ%#§¥ﬁgp6
lens 89 cuts into the internal part of the nold 86 to incline and set the

| ens 89. Figure 1(a) shows a sucking_j;%%qpcording to the present

enbodi nent. The outer dianeter of the king jig 11 is precise enough to
fit into the nold 86. That is, the outer dianeter of the sucking jig 11 is
equal to the outer diameter of the upper die 82 described previously. A
spheri cal spekpogelindaeel d@sily for nelde ohnvend candrslait dng ab tdhe sucki ng
jig 11 which extends perpendicularly to the outer dianeter. A pipe 14 is

cl anped to &ppldidasriemgd surface using a screw 15 and is coupled to a
suction apparatus (for exanple, a baby punp or a convum not shown) . The

sucki ng surface H2qgapd 10h®)piipe d4dsaeeibhadORiEw CAL 1 @B tWaltd rRpaih&t her
via a through-hole 13. In order to change the state in Figure 1 (c) to the

state in Figgeenti) patthe §ﬂqiﬂé1§ndldiﬂn%yldi§ oLt by tREaISed e ANJARY
2006 - 24 downward to bring its P2 side (see Figure 8 (d) ) into contact

with the | ead89nlo nedi £5ELLRE PRI ERBA0E £t b dians: 891 emEhe sShape, of the

sucking surface 12 has a smaller Tadius of curvature than the concave

shape of therbgBaedP previously by the inventor relating to the
application;

Figure 10(c) is a sectional view illustrating the
essential parts of the molding die for optical elements
and a manufacturing method of optical elements both
proposed previously by_the inventor rélating'to the
application; and

Figure 10(d) is a sectiqnal view illustrating the
essential parts of the molding die for optical elements
and the manufacturing method of optical elements both

proposed previously by the inventor relating to the

application.

(Description of Symbols)
11 Suction jig
21 Upper die
| 22, 25 Optically functioning surfaces
23, 26 Slit groove
24 Lower die

27 Support die




Accordingly, after having its position corrected, the I|ens 89

uni form contact with the sucking surface 89 for suction as shéﬁﬁﬁgﬁAﬁg%QW%i
P3 in the figure (see Figure 8 (d)) . Subsequently, the sucking 11 is
pulled out to allowthe lens 89 to be aS|Iy taken out of the nold.
Figure 1 (b) shows that the nolding bloc in which a nolding operation
has been conpleted, is reversed and that the lower die 84 is pulled out,
with a sucking jig 16 subsequently inserted into the nold.- Wen the | ower
die 84 is piBl edhvoughttheolens 89 is hardly lifted because it is not
adhering to the nold. It has been confirnmed that if the sucked | ens
surface is 2bnvax4 aMetlabd e sucking operation can be acconplished with a
suction rate .of nearly 100% by increasing the radius of curvature of the
sucking supiaceol7. Moldieysktkcikg jigs 11 and 16 according to the present
enbodi ment, the outer dianeter precisely fits into the nold and the
sucki ng surfaceuppespherdtciabyg HUatleer, the shapes of the | ens and sucking
surface are configured 4 JANUARY 2006 - 25 to have radii of curvature such
that they ag®e inowuif aeeticomtgthtw th each other. Specifically, the
sucking jigs according-to the '

30 Molding material

34 Optical element

35 Film forming jig

36 Notched portion

41 Mold disassembly and assembly apparatus
68 Work rotating shaft -

‘69 Grindstone rotating shaft

73 Grinding stone

110 Heater

111 Lens

112 Die sucking jig

115 Lens sucking jig

Best Mode for Carrying Out the Invention

Embodiments of the present invention wili be
described below with reference to the drawings.
{(Embodiment 1)

First, Embodiment 1 will be described.



present enbodi nent can enter the nold and has an abutting surtﬁf {Qﬁf? 6
has a |arger or smaller radius of curvature than the correspon ‘%@ A0

of the cooled lens. That is, the abutting surface has a |arger radius of
curvature than the correspondi ng surjafi_pf the cooled lens if this
surface i s concave. On the other hand, e abutting surface has a smaller
radi us of curvature than the corresponding surface of the cooled lens if
this surface is convex. Thus, according to the present enbodi nent, when
the nol ded | ensWisht aledremencef tbh€&inpimimgl dag, thé)l ensndi s (adt, br oken
or damaged. Therefore, |enses can be nore effectively produced.

(Enbodi ment d2)sdovp t Bohodi itnbe2giwkh bé dascptlihed.] efiegiarels sA(@iagd 2(b)
are sectional views illustrating essential parts of an optical el enent

mol di ng di ejdecacadiord]ing B @hiedimanef 1t BE Phesehbsenivemticitidhl s
optical elenment nolding die is adapted to allow an optical elenent to be
nmore reliably takgnFigutreofl (idle, i deddbeibpli ¢al thkenBRk el ngiobtai ned by
heating and softening the nolding nmaterial in the sanme 4 JANUARY 2006 - 26

way as conveeldtansl, exasnl ararthgdendpeessi 1% gth1ed out of a mold

86, a lens 89 is instantaneously lifted upward owing to
the adhesion of the lens 89 to the upper die 82. Then,
the adhesion is eliminated to drop the lend 89 inside
the mold 89. A round edge 90 of the lens 89 cuts into
~the internal paft of the mold 86 to incline and set the
lens 89. Figure 1{(a) shows a sucking jig according to
thepresent embodiment. Theouterdiameterof the sucking
jig 11 is precise enough to fit into the mold 86.
That is, the outer diameter of the sucking jig 11
is equal totheouter diameter of theupper die 82 described
previously. A spherical sucking surface 12 is formed on
. one end surface of the sucking jig 11 which extends
perpendicularly to the outer diameter. A pipe 14 is
clamped to the other end surface using a screw 15 and
is coupled to a suction apparatus (fdr example, a baby
pump or a convum: not shown). The sucking surface 12 and
the pipe 14 are in communication with each other via a
through—hole 13,
In order to change the state in Figure 1(6) to the

state in Figure 1 (a), the sucking jig 1l is softly pressed




deform ng the softened nolding material. The optical el enment
is al so adapted to achieve a reduction in die costs required ?@Lﬁkﬂ%&g&SOOG
manuf acture an optical elenent nore inexpensively. In Figure 2 (a) , a
cylindrical upper die 21 that fits int a nDId 29 has an optically
functioning surface 22 fornmed on one €n % it and a slit groove 23 forned
in the outer dianeter of the cylinder. The slit groove is used to vent

gas fromthe interior of a cavity at the tinme of the formation of an
optical el esennvesrdblbasngtid sehisdve daetErgyme Bdsh )deatpidmedtdater .
Specifically, a very small D cut surface (not shown) is forned around the
out er peri phlémh ahea Aenp@er tdi ec2tred Ithoverod hiei aneaf ofhé heediesdn t he
axial direction of the die. Thus, the inner wall surface of the nmold 29 is

i n communi c&hieoBhaideh otthehgapulbetivee muideadane? el la saalflasce @ngitbe D cut
surface and wth the slit groove 23 to vent gas fromthe interior of the

cavity. Accefdicigtyatitihe mbheéh 2hdeeshBatrebehaight tRea3eh® Nt gas
fromthe interior of the cavity. An optically functioning surface 25 and a

slit gr oovea&@o&r@@{%m farRd: Hawvihg hewepodiia 2n AosuRpaldg diegg7 is
arranged bel ow ower die 24 so as to be fitted into the nold 29 and

is formed withsagd bicaitadi Reba:?Brb Pnidch €£8E it H\PhE sIANUARY «2006: ce

89 for suction as shown at P2 and P3 in the figure (see
"Figure 8(d)). Subsequently, the suckingjigll ispulled
out to allqw the lens 89 to be easily taken oﬁt of the
mold. |
Figure 1(b) shows that the moldiné block, in which
a molding operation has been completed, is reversed and
that the lower die 84 is pulled out, with a sucking jig
16 subsequently inserted into the mold. When the lower
die 84 is pulled out, the lens 89 is hardly lifted because
it is not adhering to the mold. It has been confirmed
- that if the sucked lens surface is convex, a stable sucking
operationcanbeacqomplishedwithasuctionrateofnearly
100% by increasing the radius of curvature of the sucking
surface 17,
In the sucking jigs 11 and 16 according to the present
embodiment, the outer diameter precisely fits into the
mold and the sucking surface is spherical. Further, the

shapes of the lens and sucking surface are configured




- 27 internal part conposed of the upper and lower dies and a
contains a nolding material 30 to constitute a nolding bl ock §&££$£V§$¥2QPG

conventional upper and |ower dies each have a flange portion on one end
surface of it. They thus require a |large _nunber of wought surfaces , i.
e. the outer dianeter surface and planar part of the flange portion, a
sliding surface fitted over the inner surface of the nold, and the
optically functioning surface. The flange portion is effectively used as a
hol di ng posteilbaveurfaddl ebrkinyasn rsecordaniopatortitien due itheugdtdeal |y
functioning surface (for exanple, the formation of a release filmusing a
sputter) . ¢owteet witlteehb fltdrege. portion has a | arge-nunber of
surfaces to be wought, it is very difficult to work this portion
Further, the reauetifigedildyi,s txpensckdnd njicpntsaasbrdiimer uppethand | ower
di es according to the present enbodi ment requires the working of only
their out gsrdsanrt embsutifeees i eng 1t kheoughdt dedimd € .at Autapiiecal |y
functioning surface, the plane opposite to the optically functioning
surface, ansutlfecs whighohuesa laMyeh ormymdd et atidkal ¥ ofesarpaecirsel y
wrought. That is, the upper and |ower dies according to the present
embodi ment ehenWREGbr pBsh@ diasy $ U fLX8D L the cooled lens. That

is, the abutting surface has a larger radius of curvature

“than the corresponding surface of the coocled lens if this

surface is concave. On the other hand, the abutting

surface has a smaller radius of curvature than the

corresponding surface of the cooled lens if this surface

is convex.

Thus, according to the present embodiment, when the
molded lens is taken out of the molding die, the lens
is not broken or damaged. Therefore, lenses can be more
effectively produced.

(Embodiment 2)

Now, Embodiment 2 will be described.

Figures Z{a) and 2(b) are sectional views
iilustrating essential parts of an optical element
molding die according to Embodiment 2 of the present
invention. This optical element molding die is adapted
to allow an optical element to be more reliably taken

out of the mold, the optical element being obtained by

heating and softening the molding material in the same




4 JANUARY 2006 28 Specifically, when the flange portions are r
t he conventional upper and | ower dies, an object of the preseﬁgaxﬁggﬂ§?gﬁb6

can be achieved by allow ng the optical el enent to be nore reliably taken
out. This also reduces material and woyking costs. The support die 27 not
only prevents the upper and | ower dies fromslipping out of the nold but
al so produces another effect described l|ater in detail for a die

di sassenbly and assenbly apparatus. Figure 2(b) is a sectional view

showi ng ess&tf &ls panvensficmatetdrampl crame ddiem i pyeasiogt iavad el enent
by heating, for pressing and deform ng nolding material in the nolding

bl ock 31, deésddmethgrEhicowsifterfhid smoldgmoe nstiowsishat The opltdioag
material is being deformed. An upper and | ower heating plates 32 and 33
are used toelkResint he lwhiolg diw dsrgl b adaRled aosathepviche nearludithgon
material 34. Then, pressure is exerted via the upper heating plate 32 to
def or m nol dimgdiet episalss rah 1 rad st @ marnih€aopuireakiny obttricid or Ingnetre f  ace
to the nolding material. Mre specifically, the upper and | ower dies, the
mol d, and imbeesupporpetisevane, conposed of a nmetal nmenber mainly

consisting of tungsten carbide (WC). In particular, a sputtering nmethod is

used to forma piateFngiral 203)fidmylindrical upper die 21 that fits
into a mold 29 has an optically functioning surface 22
formed on one end of it and a slit groove 23 formed in
the outer diameter of the cylinder. The slit groove is
used to vent gas from the interior of a cavity at the
time of the formation of an optical eiement as well as
to achieve another purpose described later. |
Specifically, a very small D cut surface (not shown) is
formed around the outer periphery of the upper die 21
all over the area of the die in the axial direction of
the die. Thus, the inner wall surface of the mold 29 is
in communication with the gap between the inner wall
surface and the D_cut surface and with the slit groove
23 to vent gas from the interior of the cavity.
Accordingly, the mold 29 need not be wrought so as to
vent gas from the interior of the cavity. An optically
functioningsurfaceZSandaslitgroove26areaisoformed
in the lower die 24. A support die 27 is arranged below
the lower die 24 so as to be fitted into the mold 29 and

is formed with a through-hole 28 in its center. B2an




on each of the optically functioning surfaces 22 and 25 4 JAN
%é%%&wﬁgﬁ

9 in order to allow these surfaces to be easily released fro
material. The nolding nmaterial 30 was obtained by shaping borosilicate
barium gl ass (fl exure point: 549C, gla§§7 transition point: 501C, specific
gravity: 3.09) into a sphere. For ng, the upper and | ower heati ng
plates 32 and 33 were used to heat thermally efficiently the nolding
bl ock 31 from above and bel ow to 600C. Then, a pressure P of 800 N was
exerted to dBteihaheabtdragposadcdaialthe Supreguand yower diceat iardpl at es
were powered off, and the pressurization was continued until the
tenperaturearEﬁﬂhde5®O€ln$h@nmq}ﬁﬁ@@e@@@ﬁt&ﬂlcﬁﬂ Wascensdrictitamdat he
whol e nol di ng bl ock 31 was cooled down to the roomtenperature to obtain
an optical wmpbéssmg UochfBar. sufficiently cooling the nolding block, a pin
was manual ly inserted through the through-hole 28, formed in the support
die 27, to take ButrstheaapincahtébamEntppeyr bintt } ogeupdibe ¢avkrhave 24,
the upper die 21, and the optical elenment 34 above the nold 29. This
oper ati on was fpenfgr edr26nt ioreoeandentl was facenféf med. t hahet’hehopt i cal
el ement could be taken out of the nold in all the cases. It is assuned
that the opregalire a large number of wrought surfaces, i.e. theouter
diameter surface and planar part of the flange portion,
a sliding surface fitted over the inner surface of the
mold, and the optically functioning surface. The flange
‘portion is effectively used as a holding position during
working or secondary working for the 6ptically
functioning surface (for example, the formation of a
releasefilmusingfisputter). However, since the flange
portion has a large. number of surfaces to be wrought,
it is very difficult to work this portion. Further, the
resulting die is expensive.
In contrast, the upper and lower dies according to
the present embodiment requires the working of only their
outer diameter surfaces sliding th roughijnambld,the
optically functioning surface, the plane opposite to the
optically functioning surface, and the slit grooves,
whichmay be relatively less precisely wrought. That is,

the upper and lower dies according to the present

embodiment are wrought on the basis of axes.



el ement was able to be appropriately taken out because through
formed in the support die 27, allowed the pin to be used for ‘E‘%ﬁ(ﬁﬁ@%ﬁﬁ%

that the weight of 4 JANUARY 2006 - 30 the upper die, which vvas in surface
contact with the concave surface (uppe%8 surface) of the optical elenent,
acted on this concave surface to keep bal ance with the central point of
the convex surface (lower surface) . The nolding operation was perforned
in an inert gas to prevent the oxidation of the nmold. The flange portion
accordi ng to theSpeeddntcalkhhpdiiment the fhasganpbe tdfores fdmmgeemaneeddi ng t o
the present invention. The slit groove 23 according to the present
enbodi nent ifgcan Bxanpbevehtad grabveprpecordidhg ower t ieepr,esantob jwent i on.
- (Enbodi nent 3) Now, Enbodiment 3 will be described. Figures 3 (a) , 3 (b) ,
and 3 (c) shdwthefpraskortninggritgiomh aras i tethiingredlieh dlslasetdgtthéor m a
release filmon an optically functioning surface of a nolding die having
this surfaceptn cal edénsant acebefmereytéhileblyFigkea Guta) Thhewslébe | ower
die (shown in Figure 2(a)) 24, having the optically functioning surface
25, fornmed eedme=enthtenifacenafwbbiiey) cadars. amthd haysdd it oa08ve7 26,
f or med _ ‘

not only prevents the upper and lower dies from slipping

out of themoldbut also produces another effect described

‘later in detail for a die disassembly and assembly

apparatus.

Figure 2(b) is a sectional view showing essential

parts of a method of manufacturing an optical element

by heating, for pressing and deforming molding material

in the molding block 31, described previously. This

figure shows that themoldingmaterial is being deformed.

An upper and lower heating plates 32 and 33 are used to

heat the whole molding block 31 to soften the molding

material 34. Then, pressure is exerted via the upper

heatingplate 32 to deformmolding materials and transfer

the optically functioning surface to themoldingmaterial.

More specifically, the upper and lower dies, the mold,

and the support die are composed of a metal member mainly

consisting of tungsten carbide (WC). 1In particular, a

sputtering method is used to form a platinum alloy film

on each of the optically functioning surfaces 22 and 25



in the outer dianeter surface of the cylinder. The cylinder
fa%ﬂy%‘ﬁﬁggﬁﬁ

dianeter of 3.5 mm Figure 3(b) shows a part of a filmformng

for sputtering according to the present invention and formed with a
general ly cross-shaped notched portian 4 JANUARY 2006 - 31 36 inits

di sk-shaped netal nenber. The slit groove 26 in the lower die 24 and the
not ched portion 36 have a dinensional relationship such that the forner
engages wth and is hold by the latter. Specifically, the slit groove 26
has a wi dt hiBf OFGAF drRi BhleWt ERedicasdidiaces B0 Bephpsify St Por ti on
36 has a board thickness of 0.8 mand a wwdth of 2.7 mm Figure 3 (c)
shows a hol 8FR§ feibeRoBdingr Mate¥idl-a step portion 38 for hol ding the
filmformng jig 36. Furthernore, the holding nmenber 37 is attached to a

sputter appar atﬂbe(m@tldsmﬂ\mat%ldésérq s aplove 1neke abrateripibBal upper
and lower dies are each formed with the flange portion. Accordingly, the

si ze of thebblrangel poateohadeter gleess t iElarouet ppemt b L9 Hurglys s
sputtering. The upper and | ower dies according to the present enbodi nent
are sinply tephigidricalpoihts BOABLI ngpebe fdigwirfavciang : 1370 Dyehebdd aof
t hroughput per batch. It has been confirned that
sphere. For molding, the upper and lower heating plates
32 and 33 were used to heat thermally efficiently the
molding block 31 from above and below to 600°C. Then,
a pressure P of 800 N was exerted to deform the molding
materials.r SubSequently, the heating plates were
powered off, and.théjpressurization was continued until
the temperature reached 500°C. Then, the pressurization
was clearéd and the whole molding block 31 was cooled
down to the room temperature to obtain an optical element
34. After sufficiently cooling the molding bldck, apin
‘wasmanually inserted through the through-hole 28, formed
~in the support die 27, to take out the optical element
by lifting up the lower die 24, the upper die 21, and
the optical element 34 above the mold 29.

This operation was performed 200 times aﬁd it was
confirmed that the optical element could be taken out
of themoldinall thecases. Itisassumedthattheoptical
element was able to be appropriately taken out because

through-hole 28, formed in the support die 27, allowed

the pin to be used for ejection and that the weight of



sputtering with the present j ig enables filns to be forned as, |
wth the prior art. The filmformng jig 35 according to the pf%@gﬁpaﬁvfaﬁﬁk

enbodi ment is an exanple of a plate according to the present invention.
Those parts of the notched portion 36 aggcording to the present enbodi ment
in which the 4 JANUARY 2006 - 32 respective |ower dies 24 are caught are an
exanple of a plurality of holes according to the present invention.
(Enbodi ment 4) Now, Enbodinent 4 will be described. FL%;;es 4 (a) , 4 (b) ,
4 (c) , 5 (8heuppgryie aidishWys dpsuskaceeraitasielid toitlhssomdaveparts
of a disassenbly and assenbly apparatus for an optical elenent nolding
die, illussvafiang alwemergavadiaste ofof hehappatdtasl aptiemengr,ocesse@xecut ed
by the apparatus. The disassenbly and assenbly apparatus according to the
present enbodipiehs cassems ey riflee antlicdkegrbbadker®le bdftdr ehae steaytrafl f or mi ng
an optical elenent and di sassenbles the nolding block 31 after the step of
form ng an pptincadf disrennves gurd st d)l ostrons utclie awl dedC v ndiletiro ock 31
after having been nolded in Figure 2 (b) . The nolding block 31 is
conposed ofopheaipdper whe Rdrfoheddvier adi eyt tdas tol dr2@eranclide
support die 27 with the through-hole
oxidation of the mold.
The flange portion according to the present
embodiment is an example of a flange according to the
present invention. The slit groove 23 according to the
‘present embodiment is an example of a groove according
to the present invention.
(Embodiment 3)
Now, Embodiment 3 will be described.
Figures 3(a), 3(b), and 3(c) show a film forming jig
for sputtering which is used to form a release f£ilm on
an optically functioning surface of a molding die having
this surface on an end surface of a cylinder. Figure 3{(a)
shows the lower die (shown in Figure 2 (a)) 24, having
the optically functioning surface 25, formed on one end
surface of the cylinder, and the slit groove 26, formed
in the outer diameter surface of the cylinder. The
c¢ylinder has an outer diameter of 3.5 mm.
Figure 3(b) shows a part of a film forming jig 35

used for sputtering according to the present invention

and formed with a generally cross—shaped notched portion



28, and the optical elenent 34. The optical element has been cp t
nol ded. Figure 4 (b) shows a configuration of a die disassenblﬁLﬂgﬁﬁA&h¥2006
assenbly apparatus 41. A vertically novable cylinder 44 is provided on an
L-shaped colum 43 fixed to a base 42.534A sucking jig 46 that sucks the
upper die 21 is fixed to the tip of a rod 45 in the cylinder 44 by a bar
47 using screws 48 and 49, the bar 47 noving the sucking 4 JANUARY 2006 -
33 - jig 46 in union with the cylinder 44. The sucking jig 46 can be
smoot hl y mov8dinnltReddekisdaPef reeEpdnnaMPR L -t hdhitelsg idF Fradvele beari ng
50 contained in the colum 43. A conpression spring 51 is wound between the
upper end 8 the dAWmh 943cadd @i belkeqrotehald e xheosudlki Mpve igy 46 to
abut lightly against the upper die 21. Further, the conpression spring 51
serves to reéduneasisumsl onelhé ianppeip dbechl thgdi ridte t hernewnwargh gressur e
of the cylinder. The sucking jig 46 is cylindrical and its |ower end
surface i s pioki dad st hod dobandhes Jeliter surfreeeif2callhe, ditheers upper end
surface is provided with a suction pipe 53 connected to a sucking
appar at us (@vboyovid) .haFhe wickimgpSul fmmeabd amd duteesudtibmetEimped 53 are
in comunication with each other through a through-hole 54.

of 2.5 mm. The notched portion 36 has a board thickness

of 0.8 mm and a width of 2.7 mm.
Figure 3(c) shows a holding member 37 formed with
a step portion 38 for holding the film forminé Jjig 36.
Furthermoré,theholdingmember37isattachedtoasputter
apparatus (not shown).
Asdescribedabove;theconventionalupperandlbwer
dies areeach formedwith the flangeportion. Accordingly,
the size of the flange portion determines the amount per
batch during sputtering. The upper and lower dies
‘according to the present embodiment are simply
~cylindrical, thus enabling the significant improvement
of throughput per batch. It has been confirmed that
sputteringwith the present jigenables films tobe formed

as in the case with the prior art.

The film forming jig 35 according to the present
embodiment isanexampleofaplateaccordingtothepresent

invention. Those parts of the notched portion 36

according to the present embodiment in which the




A pin hole 55 is fornmed in the base 42 below a central axis al @%Nﬁﬂgf% 06
the sucking jig 46 is noved in the vertical direction. A die ér A

56 is provided in the pin hole 55 and connected to a vertically novable
cylinder (not shown), Furthernore, in4he left of this figure, a-transfer
menber 57 is connected to a vertically and rotatively novable nmechani sm
(not shown) in order to take out the optical elenent 34 and introduce the
nol ding material = 30 (see Figure 2A). 4 JANUARY 2006 -- 3 4 0O Now,

descri pti onTRSNEHel GEvERYSE &irDcedsase CaiHssenbri A afdmzssemfing t he
mol d. Figure 4(b) shows that after the nolding block 31 has been placed so
that th theodgRrRdIEVEL h@ﬂmarfﬁqn@elrsm;tpb%bedpée@ﬁrﬁi inveniaing bl ock
31, coincides wth the axis of the die ejecting pin 56,, the cylinder 44
is lowered tbmpogtimgrtsétki ng surface 52 against the. upper end surface
of the upper die 21.. The lowering speed used for this operation and-the

| oad acting on tHhewopEmbaldistemwent wdadilnd« hiescopbesdt.i on are sel ected so
as not to danage thenol ding surface of the die or the optical elenent.

' However, 30 mmBiegureassd4d akgf 4afie) desichbl § (dppr dpr)at end 5(f) are

Vsectional views of essential parts of a disassembly and
assembly apparatus for an optical element molding die,
illustrating a configuration of the apparatué and a
process executed by the apparatus. The disassembly and
assembly'abparatUS according to the present embodiment
assembles the molding block 31 before a step of forming
an optical element and disassembles the molding block
31 after the step of forming an optical element.

Figure 4 (a) shows the molded molding block 31 after
having been molded in Figure 2(b). The molding block 31
is composed of the upper die 21, the lower die 24, the

~mold 29, and the support die 27 with the through-hole
28, and the optical element 34. The optical element has
been completely molded.

Figure 4 (b) showsaconfigurationofadiedisassembly
and assembly apparatus 41. .Averticallynmvabiecylinder
44 is provided on an L-shaped column 43 fixed to a base
42. A sucking jig 46 that sucks the upper die 21 is fixed
to the tip of a rod 45 in the cylinder 44 by a bar 47

using screws 48 and 49, the bar 47 moving the sucking



The upper die 21 is sucked. At the- sane tinme, the cyclinder 44.1 ﬂgé§ﬂ2006
upward synchronously with the upward. novenent of the die ejeé&‘ﬁﬁ -

56. Figure 4 (c) shows that-.,the ejecting pin 56 has been elevated and
stopped at a predetermined position and4hat only the cylinder 44 has been
lifted up’ to the upper end while keeping sucking the upper die 21. At the
predeterm ned position, the optical elenent 34-'can be easily taken out.,
i.e. it does not cut into the nold 29. The upper die 21 and the_pptical
el enent 34 hade 4bedi HvERN ol tBf thke calligrde| d4ed HoRdsasdiare Tius
conpl etely separated from each other. 4 JANUARY 2006 - 35 Figure 5(d)
shows that fRec8Ralsf sropdider IwweRdsin fden wweticpdt diiresibiamaritien
downward and has then sucked and lifted up the optical el enment 34 using
means such ths bedi of sSubsitdmdnehyinchéd ransteinadnber thz icolunmtati vel y
noved again, and stops the suction to release the optical elenent fromthe
transfer mefiBer 57. Figure 5 (e) shows that the transfer nenber 57 is used
to suck the nolding material 30 to get ready for construction of a nolding
bl ock. The di e €} estmpgepikiorsGpirsimpveld dowmend betpkace thire dopwer die 24
on the support die 27. Then, the transfer nenber 57 stops the

end of the column 43 and the bar 47 to allow the sucking

jig 46 to abut 1ightly against the upper die 21. Further,
the compression spring 51 serves to reduce loads on the
upperdie21againstthedpwnwardpressureofthecylinder.

The sucking jig 46 is cylindrical and its lower end
surface is provided with a planar sucking surface 52.
The other upper end surface is provided with é sudtion
pipe 53 connected to a sucking apparatus (not shown).
The sucking surface.52 and the suction pipe 53 are in
communication with each other through a through-hole 54.
A pin hole 55 is formed in the base 42 below a central

~axisalongwhich the suckingjig 46 ismoved inthe vertical
direction. A die ejecting pin 56 is provided in the pin
hole 55 and connected to a vertically movable cylinder
(not shown) .

Furthermore, in the left of this figure, a.transfer
member 57 is connected to a vertically and rotatively
movable mechanism {(not shown) in order to take out the
optical element 34 and introduce the molding material

30 (see Figure 23).




' suc..tion to place the nolding materi al 30 in the center of the optigal
functioning surface 25 of the lower die 24. Furthernore, trans wﬁ%ﬁb‘g”%

57 is rotatively noved and then the cylinder,44 is lowered. At the
position where the upper die 21 is fitggd.into the mold 29, the sucking
jig 46 stops the suction. Figure 5 (f) shows that the nolding block 31 has
been conpletely assenbled to get ready for press nolding. Executing steps
(a) to (f) allow the optical. element. nolding die to be easily

di sassenbl ed andN%er‘?fﬁ%éf.flpﬁlﬁﬁe vdilel Peags¥Rp PIarl RESERBSy odppar at us
according to the present enbodinent, the nol ding block is configured

di fferent |y s sambping: and ,assemblihg tipperobdd | ower dies 21 and 24
are configured to be sinply 4 JANUARY 2006 - 36 cylindrical and the
support die 27 iFEifgomeed (b} hshbws thedughtftetretBe Tod dioiglidollopki 34l

el enent is taken out of the nold whil%e bei ng sandwi ched between the upper
and | ower Yises befergptaoghy sot hbadptitcéltleteaght-hedre B8 ak€srmedt ipor e
reliably and easily and automatically. This allows optical elenents to be
nore effect ithed ysyppdutedied @7 asfficehehgibl ddosd 1 bakFBaUr s #nébles 4 (C)
, 5 (d) , and 5 (e) , a basic configuration of the die disassenbly and
assenbly  with the axis of the die ejecting pin 56, the cylinder

44 is lowered .to abut the sucking surface 752 against the
'upper end surface of the upper die 21.. The lowering speed
used for this dperation and the ioad acting on the optical
élement during thlS oper.a-‘;lﬁon are selected so as not to
~damage themoldingsurface ofthe dieor tﬁe optical element.
‘quewer, 30 mm/sec. and 2 Kgf are desir'ably appropriate.
ot The uppef die Zi is sucked. .A't thé:.sé;tiie time, the cyclinder 44 is moved

H:i{lpwar‘d synchro‘nclaus‘ly with the upward movement of thed;.e E

e’ e_\cting ‘pin 56. _ |
Figure 4(c) shows thai"l;,:?the ejecting pin 56 has been

_ elevatéd and stobped at a predetermined position and that
only the ¢ylinder 44 has been lifted up to the upper end
while keéping sucking the upper die 21. At the
predetermined position, the optical elemeént 34 éan be
easily taken out, i.e. it does not cut into the mold 29.
The upper die 21 and th'eﬁ;‘gptical eiement 34 have been
moved out ofthe almost closéd mold and are thus comp.létely

separated from each other.




appar atus has been described. It is possible to conbine operatj .
the vertical novenent of the vertically noving cylinder and dftigﬁg@ﬂfﬁasﬁﬁ

pin 56 and the vertical and rotative novenent of the transfer nenber 57 as

well as the control of these operationg; described above, with
conventional techniques that use an air cylinder using conpressed air as a
driving source or a sequence circuit. The illustration of these devices is

therefore omtted. The cylinder 44 and bar 47 according to the ﬁresent
enbodi nent are eXafpres ofdhovhaysnEdns ddvoridiagsfert Remasesehthas
invention. (Enbodinment 5) Now, Enmbodinent 5 will be described. Wth
reference tBeRngoeEsde aipdit ¥vedastrd phieondowniva rsba gidvers thearswpk edal
el enent nolding die and its -manufacturing nethod according to the present
enbodi nent . and] ANUARYA 2006 the32pitH gat eebef@nt s34 peispecteiarss véeshof the
upper and |ower dies. The upper die 21 has the convex optically
f unct i oni ngasursfiadel dor neSubaequerdrldr sutliacerehstfeer mghibadeb7 The | ower
die 24 has the concave optically functioning surface 25 fornmed on one end
surface of rhe¢atciwtehyerovdieagppe; amd dtoves dhes it bod 23 deldeasbe  slit
grooves 23 and 26, respectively, forned in their
the optical element from the transfer member 57.
Figure 5(e) shows that the transfer member 57 is used
to suck the molding material 30 to get ready for
construction of a molding block. The die ejecting pin
56 is moved downward to place the lower die 24 on the
support die 27. Then, the transfer member 57 étops the
suction to place the molding material 30 in the center
of the optically functioning surface 25 of the lower die
24 . Furthermore,trénsfern@mberS?:usrotativelynmved
and then thecylinder 44 is lowered. At thepositionwhere
the upper die 21 is fitted into the mold 29, the sucking
 jig 46 stops the suction.
Figure 5(f) shows that the molding block 31 has been
completely assembled to get ready for press mdlding‘
Executing steps (a) to (f) allow the optical element
molding die to be easily disassembled and assembled.
In the die disassembly and assembly apparatus
according to the present embodiment, the molding block

is configured differently from the prior art, i.e. the

upper and lower dies 21 and 24 are configured to be simply




outer diameter surface. Figure 6 (b) shows a cylindrical nold 6 i
t hrough-hol es 62 are di sposed on a predetermned circle line é&”@%ﬁ%ﬁY&ﬁ&S

intervals. The upper die 21 and the lower die 24 (shown by dotted |ines)
are accommodated in each of the first 4hrough-holes 62 with a
predeterm ned gap between these dies for slidable novenent. An. inner

di aneter portion 63 of the nold 61 is precisely polished so as to have
predet erm ned_di nensions. Figure 6 (c) shows a support die 64 fornmed with a
step porti8Hléndrigrl saag i BB Es Aeodghtl s of pamedaiw iButtdhre

di anet er di nension al nost equal to the dinension of the inner dianeter

portion 63 bhrowghmieleL 8. Tdihe medsted phichl Rdlemerd? isrvakenmedton a
simlar circle line at equal intervals. Each of the second through-holes

62 has a soéltlee thold whidesbennghaantwd dlied battweeyh:ieluw®er and
Consequently, the support die 64 does not only allowthe Ilower die 24 to
be pl aced ohowertditess ahscofrabined w thelodANUARYE REOENnE 3t bea ttdkanugh- hol e
t hrough which a pin for allowing the disassenbly of the die is passed. The
support di ec64 alose mlbsbliharwhaes hdiydeng khockndtoishide .st #hliy on, for
exanple, a heating plate. Wth the axis of each first through-hole all owed
to coi nci deaMl.blwst betaxiesl afldhents to be more effectively produced
to reduce their costs.
In Figures 4(b), 4(c}, 5(d), and 5(e), a basic
configuration of the die disassembly and assembly
apparatus has beén.described. It is possible to combine
operationssuchastheverticalnmvement6fthevertically
moving cylinder and die ejecting pin 56 and the vertical
and rotative movement of the transfer member 57 as well
as the control of these operations, described above, with
conventional techniques that use an air cylinder using
compressed air as a driving source or a sequence circuit.
The illustration of these devices is therefore omitted.
The cylinder 44 and bar 47 according to the present
embodiment are examples of moving means according to the
. present invention.
{Embodiment 5)
Now, Embodiment 5 will be described.
With reference to Figures 6 and 7, description will

be given of an optical element molding die and its

manufacturingmethodaccordingto thepresent embodiment.




correspondi ng second through-hole, the step portion 65 of the t.di
64 is loosely pressed and fitted into the inner dianeter portf§#£@§&%¥€?ﬁ%§

nold 61 for integration. In order to allow the nold 61 and the support die
64 to be appropriately positioned when 3hey are integrated together, they
may have a concave and convex relationship of any kind. As-described
above, the optical elenent nolding die enables a plurality of optical

clements 15, bo pumianeaielye LouEd The s 3 L ouahs hols, acegdat es
2 single e i eits Hieoueki o add dSertiec Bl dptiea iy
contenplate%u&n::§ane basic configuratioon may be used to disassenble and
assenbl e a pluraltty Of Mol ding %%mégl%ﬁt ectd yﬁgrfﬁQ$|%fv%?? _
ol ement s and MHGERr & HEalBaRb] s A EER0ENe FOMMUIRTOPOOSHTY Wih
reference tqQ Figures,7 (a) to 7 ) , description wll be given of a
process of r”iﬁg(r?goréhngp?%‘&’glac& é%elftormfﬁﬁ @th@ng e€nd surface of the
' cylinder. The upper and lower dies 21 and 24 have the

slit grooves 23 and 26, réspectively, formed in their

outer diameter surface.

Figure 6 (b) shows a cylindrical mold 61. Ten first
throughmholes 62 are disposed on a predetermined circle
line at equal intervalrs . The upper die 21 and the lower
die 24 (shown by dotted lines) are accommodated in each
of the first through-holes 62 with a predetermined gap
between these dies for slidable movement. An inner
diameter porfion 63 of the mold 61 is precisely polished
80 as to have predetermined dimensions.

Figure 6 (c) shows a support die 64 formed with a step
portion 65.. The step portion 65 is wrought to have an
outer diameter dim.ension almost equal to the dimension
of the inner diameter portion63 of themold61l. Tensecond
through-holes 62 are formed on a similar circle line at
equal intervals. Each of the second through-holes 62 has
a smaller hole dimension than the first through-hole 62.

Consequently, the support die 64 does not only allow the

lower die 24 to be placed on it but is also formed with




Figure 7 (a) shows a cylinder consisting of a cenented carbide
conposed of tungsten carbide (WC), the outer dianeter of wh.c#¥ﬂ§“§ﬁﬁﬂﬁﬁ9°6

to be 3.5 nmusing a cylindrical polishing machine and a resinoid-bonded
di anond grinding wheel (Number #240) . A though not shown, -the nmateri al
may be wrought by using a collet chuck to hold one side of it while
carrying out center work from the other side or using a centerless
pol i shing machine. The grindstone was changed, and a di amond grindstone of
t hi ckness 0295hmaugls-lused thricsrgh séveehl aspilin grooveslogdngt the
predeterm ned pitches as shown in the figure so as to reach a depth of cut
of 0.5 Mm dheawssghty sifi thegibeviesp2éseath Tauk &uproove diiedé A aofsabout 1
nmand a depth of cut of about 0. 5 mm The conditions under which the
out er di ameatilowas treowtth 1l achaded nay grlicwdstiomes 1 pdei phabdly speedaf 2
800 mMmn. , a work rotation speed of 150 rpm and a cut anount of 3

m cron/ oper akaaplelha lsdatiggopves aner &lisdpridps i akékyofutaath &igréindst one
peri pheral speed of 3,000 mimn. Furthernore, a surface grinder was used

to polish thereul®i-Hel &phtlawesliri@cesintitke weh nelite hrtie a D tthk
surface (not shown) so as to reach a depth of cut of 0.05 mm The D cut

surface 4 JADWARY 2B ngds Bconics thatowafyveiseky ahkested by ridimwmical Iy
functioni ng
of the support die 64 is loosely pressed and fitted into
‘the inner diameter portion 63 of the mold 61 for
rintegration.

In order to allow the mold 61 and the support die
64tobeappropriatelypositionedwhenthéyareintegrated
together, they may have é_ concave and convex relationship
of any kind.

As described above, the optical elementlnoiding'die
enables a plurality of optical elements to be
simultaneously formed. The first through-hole

. accommodates the lower die, the molding matefial, and
theupper die. The supportdieisdisposedbelowthe lower
die. Further, inthedescriptionofEmbodiment4, asingle
molding die is disassembled and assembled. However, it
is contemplat'ed the same basic configuration may be used
to diséssemble and assemble a plurality of molding dies
simultaneously. This is very effective in improving the

productivity associated withmolding of optical elements

and with die disassembly and assembly.



surface. Figure 7 (b) shows | ower die work pieces 24 into which '
cutter was gsed to(th the material at pitches simlar to tho§%hﬁggéﬂpgagﬂﬁ
formthe slit grooves 26. Each of the |ower dies 24 was w ought so that

t.he outer dianmeter dinension between.tfie slit 26 and its side on which the
optically functioning surface was fornmed is larger than that between the
slit 26 and the opposite side. This is because gas nust be vented fromthe

interior of the cavjt whil e the upper and | ower dies are incorporated
into the nold. &l)ébnzrﬁﬁeﬁ@rr]lﬁ%ﬁ%géfﬁ%%&c(@)aé"ocﬁt(leérr gesEriwtiadri cal

pol i shi ng macai ng was used which can work netal and ceramcs.. Figure 7
(c) shows tHatildBEi HeVEsPEpadprPERFicHE Tt Herkdmd ea Py gt ikementur f ace
25 on the end _surface of the |lower die work piece 24, the work piece was
fixed by pPedidsdly di€ting it into a central hole in a rotating disc 67
and using wax to glue it and the central hole together. A work rotating
shaft 68 was rotAtedrgt? eab shyws aThelioger dpasiad rpodhe assienfted
superfine working nmachine having a grindstone rotating shaft 69
i ndependent cagb itdse mwiklyoranpupssthabf GAngAtdiranoadb sHaf t(Whi ndshene 70
havi ng an abacus --bead--shaped cross section is provided at the tip of
the grindstonéerothitdimgtshabtt 6hidiheid FANUARY 2006be 3.5 mm using
a cylindrical polishing machine and a resinoid-bonded
diamond grindingwheel (Number #240). Althoughnot shown,:"
the material may be wrought by using a collet chuck to
hold one side of it while carrying out center work from
the other side or using a centerless poiishing'machine.
The grindstone was changed, and a diamond grindstone of
thickness 0.95 mm was used to form several slit grooves
26 at predetermined pitches as shown in the figure so
as to reach a depth of cut of 0.5 mm. The wrought slit
grooves 26 each had a groove width of about 1 mm and a
~depth of cut of about 0.5 mm. The conditions under which
the outer diameter was ground included a grihdstone
peripheral speed of 2,800 m/min., a work rotation speed
of 150 rpm, and a cut amount of 3 micron/operation. The
slit grooves were appropriately cut at a grindstone
peripheralspeed&ﬁf3,000n¢min. Furthermore, a surface
grinder was used to polish the outer peripheral surface

of the cylinder into a D cut surface (not shown) so as

to reach a depth of cut of 0.05 mm. The D cut surface



- 41 mterial was wought using the shaft grindstone 70 of out i
cD5 mmat 80, 000 rotations/mn. ' A shape generating nachi nﬁjﬁgﬁgb%
on which the work rotating shaft 68 is nmounted and which can be subjected
to sinmultaneous 2.5-axis NC control. Thg nmachi ne was programmed so that

its notion track 71 draws a circular arc. The machine was used to cut the
material at several mcron increnents in the direction of an arrow -Z in
the figure to forma spherical optically functioni ngésurface 25 of radius

of curvat uréS4nasgagersidpkeoyeherEed ke thamprtgeert i i neddanrdidas
noved away in the direction of an arrow +Z in the figure. Further, the
| oner di e 28uriecached to the rotating disc was renpved. Subsequently,
under simlar conditions, 10 |ower dies and 10 upper dies 21 were
produced. Each digheeuppelr shass 2bowes dienvexk phdckad2 & Ity odigfh
curvature of 3.444 mm Figure 7 (d) shows that the | ower dies 24
wer epr eci sehydigihoed totdegr madensz2] tichautt hbesurftage aof adaphi Hadvess die
24 opposite to the optically functioning surface 25 was then ground, and
that a surfateigeimder thasd herdised fotrm chrer y 1dat ghalccte graandi mp o t hat
all the nolds had the sane height dinension. A grinding wheel was rotated
in the diresfitine dbvanr dikew 4 iwd herfaugiirie sat thaperhphertadr dipeectaf 3
000 mMmn. A bed to which the grinder 72 was
dimension between the slit 26 and its side on which the
optically functioning surface was formed is larger than
that between the slit 26 and the opposite side. This is
because gas must be vented from the interior of the cavity
while the upper and lower dies are incofporated.into the
mold. A common working machine such as cutter or a
cyvlindrical polishing machine was used which can work
metal and ceramics..
Figure 7 (c¢) shows that during a step of forming the
optically functioning surface 25 on the end surface of
the lower die work piece 24, the work piece was fixed
by precisely fitting it into a central hole in a rotating
disc 67 and using wax to glue 1t and the central hole
together. A work rotating shaft 68 was rotated at 200
- rpm. The lower die was wrought using a superfine working
machine having a grindstone rotating shaft 69 independent
of the work rotating shaft 68. Adiamondshaft grindstone

70 having an abacus~bead-shaped cross section is provided

at the tip of the grindstone rotating shaft 69. The



fixed was traversed (lateral notion from+X to -X and 4 JANUARY, -
| ongi tudi nal direction from+Y to -Y in the figure) . The dept%}‘ﬁg&%&ﬁé@%
1to 2 mcron/traverse, and a resinoid-bonded di anond gri ndstone was used.
The height of the ground |lower die 24 gqas. confirnmed to be 2 mcron of the
desired di nension. The height of the ground upper die 21 was confirned
tobe4 mcron of the desired dinmension. The slit grooves in all the upper
and | ower dies wer | ocked on_a washing jig and. then, sypersonicall

cleaned usTAGS 180t VEHE . WEPHERE H%}n‘gh%{x@ ?%létffaf%%nfiﬁéoaﬁ ichl P
functioning surface was w ought and cl eaned, the slit grooves 26, forned
in the respeRtP¥eiomstas é%%ﬂ?“\ﬁé?@o AHYfAgerit Ak L RS Eidbt cHedhare i on 36

inthe filmformng jig 35 at four sites (n=4), and that the filmformng
jig 35. wasOfResatidyf prrelttae Hee tweheiniviyl dlenbee Bork raffiadhings t hen
attached to the sputter apparatus. This apparatus executes a magnetron
hi gh- f r equet§LEpbtd &g MecuRtelo@ndriver iphacanudeusatbpeatedummo( Pt)
-tungsten (W as a target to forma 1-mcron rel ease filmconposed of 50
at ono of Pt S3aHd15anstho f DWWt sa e greetvblvaclbm mefclbixe 1924 Torr and a
power of 600 W The |lower dies 24 were thus conpleted. A simlar working
process wagerogrammed so that its motion track 71 draws a circular

arc. The machine was used to cut the material af several

micron increments in the direction of an arrow —-% in the

figure to form a spherical optically functioning surface

25 of radius of curvature 4.458 mm. Subsequentiy, the

shape generating machine was moved away-in the direction

of an arrow +%Z in the figure. Further, the lower die 24

attached totherotatingdiscwas removed. Subsequently,

under similar conditions, 10 lower dies and 10 upper dies

21 were prodiuced. Each of the upper dies 21 was convex

and had a radius of curvature of 3.444 mm.

Figure7 (d) showsthatthelowerdies24wereprecisely

glued to a grinder 72, that the surface of each lower

die 24 opposite to the optically functioning surface 25

was then ground, and that a surface grinder was then used

to carry out batch grinding so that all the molds had

the same height dimension. A grinding wheel was rotated

in the direction of an arrow in the figure at a peripheral
speed of 3,000 m/min. A bed to which the grinder 72 was

fixed was traversed (lateral motion from +X to -X and




executed and a simlar filmwas formed on each of the upper di
conplete creating the nolds. As described above, conpared to {ﬁ%ﬁN%ﬁUifZﬂOﬁ
conventional manufacture 4 JANUARY 2006 of nolds fornmed with flange
portions, the present enbodi nent can-sapplify and stream ine the process
and stabilize the accuracy. Therefore, the costs of the nolds are reduced.
(Enbodi nent 6) Now, Enbodinment 6 will be described. Figures 8(a), 8(b),

8 ; 8(d), 19 ; £)..9.(9). . .and h ti | _vi illustrati

cssenti sl pAtt T BF L PRt SRy SOt ol 4R ChEI ELFUBFmenthr gur o
8 (a) shows Idin bl ock 101 conmposed of ,nolds 104 each shaped like a
cylinder in QT pFHFaas I ofof fr B CEUGHR BT 88 168%r® forned so as

to accommodate , a flu ality of upper dies 102 and |l ower dies |03 and

mol di ng  nmaf&IHHS @059%%11 dianiepet grapestene sasopgethr obhr-oiebt106 are
formed in the support die 105. A step portion 109 of the support die is

| oosel y pre&dedhd greound liower dbeidhatas conf rwedf toath hdindi¢oon
fixation so that the central axis of each second through-hole 106

coi nci des wPththfdleshres dimpassion he T hesigdrdiofgthergrountingeghrhol e
108. The step portion is |loosely pressed in in order to allow heat to be
equm|)/tradgm&lgdanmmﬁgrmedtobei4micronofthedesireddimension.
The slit grooves in all the upper and lower dies were
“locked on a washing jig and then supersonically cleaned
using a solvent.

Figure-7(é) shows that after the optically
functioning surface was wrought and cieaned,'the slit
grooves 26, formed_in'the respective lower dies 24, were
engaged with the notched portion 36 in the film forming
jig 35 at four sites (n=4), and that the film forming
Jig 35 was then incorporated into the holding member 37,
which was then attached to the sputter apparatﬁs. This

_ apparatusexecutesanmgnetronhigh—frequencysputtering
method. The apparatus used platinum (Pt)-tungsten (W)
as a target to form a 1-micron release film composed of
50 atom¥ of Pt and 50 atom% of W at a degree of vacuum
of 5 x 107 Torr and a power of 600 W. The lower dies
24 were thus completed. A similar working process was
executed and a similar film was formed on each of the

-upper discs 21 to complete creating the molds. As

describedabove, comparedtothe conventional manufacture




formation without inpairing the positional relationship betwee

and the support die and to allow the support die to be remvedp‘]‘*ﬂﬁl"ﬁ‘g&%%
whol e no| di ng di e including 4 JANUARY 2%86 -a44 the upper. and | ower dies
nmust ‘under go mai ntenance or any nol déd*’ens is defective. The first and
second t hrough-holes 108 and 106 are wought to have dianeters of 3 . 5
mrand 2 . O mm respectively. As the nolding naterial 107, a spheri cal

nol di ng matefi Molds Gormad mmth Ehiad St Mohlsor gl ass
materi al mainly consisting of borosili cgiagteg) barium (f@éuégbggrﬂi 549C and -

gl ass transembodimeént: c5016 i r set for the
o et C hmpllf? ad sl |e %%%ﬁa ﬁﬁo» QL NP3 are

optically functioning surfaces of The upper

3. 444 mnscbdbéilélﬁﬁemeé@gg%td el IC@])I el enent be obt ai ned
by nol ding are convex meniscus | se?h@%%%( e&?d?/%sf’%a? hemoLdst di ng
bl ock 101 igreveddu@ddy sandw ched between an upper heating plate 108 and
a lower heating plate 109' whi ch have heater 110 built-in in the upper

si de and 'n(ﬂﬁiﬁol:i‘ﬂ’ﬁ‘évﬁ E so as "to be wholly heated and is then heated up
to a‘tenperature the nolding materials 107 can be pressed and

deforned. In thﬁ]eati nlgbgﬁg%g%{ﬂgét g&&g_ebréolgéggr?jo%%k is set between the

upper and .l over
Figures 8(a), 8(b), 8(c), 8(d), 9(e), 2(E), 94g), -

and 9 (h) are sectional views 1llustrat1ng essentlal parts
of a manufacturlng process for an optical element
Figure 8(a) shows a molding block 101 composed of
molds 104 each shaped like a cyli.nd'er in which a plurality
of first through-holes 108 are formed 80 as to accommadate
a plurallty of upper dies 102 and lower dies 103and molding
materials 107, and a support d:Le 105 Second
through- holes 106 are formed in the support die 105. a
step portion 109 of the support die is loosely pressed-
into the innerperipheral surface of eachmold for fixation
so that the central axis of each second through_—hole 106
coincides with the central axisof the corresponding first
through-hole 108. The step portion is loosely pressed
inin order to allow heat to be equally transmitted during
formation without impairing the positlonal relations'hip
betweeﬁ the mold and the support die and to allow the

supportdietoberemovedif thewholemoldingdie iziciuding



and set at 600C and is held for 120 seconds. Figure 8 (c) shows 'hgﬁh 2006

applied pressure P of 8 000 Nis used to press and def orm t hét
bl ock via the wupper heating plate 108'. Each nolding material 107 is
~markedly deforned to have a neni scus shgpe. Then, the 4 JANUARY 2006 - 45
optically functioning surfaces of the upper and |lower dies, respectively,
are transferred to the nDIding material. Figure 8 (d) shows that after the
def ormati on has been nEIeted t he upper and | ower heating plates 108
and 109’ atbep@mpleéﬁa@ﬁf Ml ze diem MEgdunREedas Mang § peangee8s @Y and
that the whole nolding block 101 is cooled down until the tenperature
reaches 480@plgtediniens pbendefidwtbppli ed pressure P is eliminated. The
nol di ng block 101 is further cooled down to the roomtenperature to
conpl et e nol di ngThensésstlandiseamiditigretghshoimmn 1T Fnglirkkst &axd) , 8
(c) , and 8 (d) are executed in an inert gas, and a heating source
i ncl udi ng tWeommjidi hg Hadoel iesmedort @bfied 5 mmanchanbem, frepestuwgly .
Further, tenperature and pressure control s executed via a thernocouple
or a sol enoihd tloatmol dedg nvat yeialfi DUV e Dspi)kridals toxdtdin d e teasi €1 concept
of a step
of ® 2.75 mm is obtained by mirror-polishing a glass
material mainly consisting of borosilicate barium
" (flexure point: 549°C and glass transition point: 501°C) .
The radii of curvature set for the optically functioning
surfaces of the upper die 102 and lower die 103 are 3.444
mm and 4.458 mm, respectively. The opfical elements to
be obtained by molding are convex meniscus lenses.
Figure 8 (b) shows that the molding block 101 is
vertically sandwichedbetween anupper heatingplate 108"
and a lower heating plate 109' which have heater 110
‘built-in in the upper side and in the lower side so as
~ to be wholly heated and is then heated up to a temperature
at which the moiding materials 107 can be pressed and
deformed. In the present embodiment, the molding block

is set between the upper and lower heating plates heated
and set at 600°C and is held for 120 seconds.

Figure 8 (c) shows that an applied pressure Pof 8,000
N is used to press and deform the molding block via the
upper heating plate 108'. Fach molding material 107 is

markedly deformed to have a meniscus shape. Then, the



of disassenbling the nolding block 101 to take out the nDIded‘Jfgﬁﬁiﬁ%%é
A die sucking jig 112 is noved in a -z direction so that first] 906

dies 102 are precisely fitted in the die sucking jig 112. Subsequently,
each die ejecting pin 113 is pushed umgn a +z direction to nove the
corresponding lens 111 up to the top of the corresponding first

t hrough-holes 108 with the 4 JANUARY 2006 - 4 6 - correspondi ng upper die,
| ens, and Io$§n die sandwi ched., At this tine,_the plurality of_ pins

si mul t aneouSPy- &%\t ¥ PPH€tr1é’§‘dé?:‘¥i§/‘ér§BS§‘15 &d HR%erPBPEs a0k gt hgl v,
the horizontal positions, of the tips of the pins are greciseLy set.
" Further, th84€SpodieFRASTaVeldoc it etyaraterdiad ive thetmelsddidion of the
di e sucking jig, which ‘sucks the upper dies. For the |lenses used in the
present emB8deddml- the | owering speed of the die sucking jig, the
el evating speed of the die ejecting pins, and |loads on the optical
el enents are sellttgegesh(ds Hmws @%M§éert heermbt Be ngasdotaees kfen he
nolds or the lenses. It is desirable to set conditions under which no
unbal anced chopdetae, i tpesedpen thel gdlowed ihgabingobdiang nddss' andl enses
A speed of .30 mmisec. or less and a load of 5 Kgf were found to be
pref er abl e. 18Pgure 9 (F9wsheds offffatwisibs eqaamtinpows th ¢kertiieg the
pressure and that the whole molding block 101 is cooled
down until the temperature reaches 480°C, at which point
the applied pressure P is eliminated. The moldingblock
101 is further éooled_down to the room temperature to
complete molding lenses 111.
The molding steps shown in Figures 8(b}, 8(c¢), and
8{d) are executed in an inert gas, and a heating source
including the molding block is contained in a chamber
(not shown). Further, temperature and pressure control
~is executed via a thermocouple or a solenoid controlled
- valve.
Figure 9(e) illustrates the basic concept of a step
of disassembling the molding block 101 to take out the
molded lenses 111. A die sucking jig 112 is moved in a
—Zdirectionsothat first, theupperdies 102 areprecisely
fitted in the die sucking jig 112. Subsequently, each
die ejecting pin 113 is pushed up in a +z direction to

move the corresponding lens 111 up to the top of the

corresponding first through-holes 108 with the




sucking jig 112 keepi ng sucking the upper dies 102, the die sucE!g é&h@ '
further noved in a +Z direction and then caused to stand by. ﬁ ?Qﬁk
a lens sucking jig 115 sucks the |l enses 111 on the respective |ower dies
103 lifted by the respective die ejectijgg pins 113. The sucking jig 115 is
then rotatively noved. Then, the suction is cleared to collect the |enses
111. Figure 9 (g) shows that the |l ens sucking jig 115 sucks the nol ding
materials 107 and that the suction is then 4 JANUARY 2006 - 47 cleared
above the fépstespsuyhing wpdoslie, dregps t kad dowdEmgisasendaishedy. i nto
the respective first through-holes 108. Figure 9 (h) shows that
subsequent | &t ttthes diiensudieng 1 ujriad. U cifsp apsetimnl thoeotgiy egtdans t o
accomodate the upper dies 102 in the respective first through-holes 108,
and i s thenthevedsprdtieveZippeectnon lowvaonpl et e dhsassdiilglng, aice
assenbling the nolding dies. Wien the jig was produced and a disassenbly
and assenbhyrdperdtd bpowds imansialll ghperfos mefdt B8 pimes nspreg citdeel yrol di ng
di e di sassenbly and assenbly apparatus according to the present
enbodi ment , sé&t . waBuethfdr Tethe §Bapoederipropesati aacwasntaicgesetul |y
acconplished wthout causing the, lenses 111 to cut into the

relative to the position of the die sucking jig, which

sucks the upper dies. For the lenses used in the present

embodiment, the lowering speed of the die sucking jig,

the elevating speed of the die ejecting pins, and loads

on the optical elementslare selected so as not to damage

the molding surfaces of the molds or the lenses. It is

desirable to set conditions under which no unbalanced

loads are imposed on the plurality of molding modes or

lenses. A speed of 30 mm/sec. or less and a load of 5

Kgf were found to be preferable.

Figure 9(f) shows that subsequently, with the die

sucking jig'112 keeping sucking the upper dies 102, the

die sucking jig is further moved in a +Z direction and

then caused to stand by. Subsegquently, a lens sucking -

3ig 115 sucks the lenses 111 on the respective lower dies

103 1lifted by the respective die ejecting pins 113. The

sucking jig 115 is then rotatively moved. Then, the

suction is cleared to collect the lenses 111.

Figure 9 {(g) shows that the lens sucking jig 115 sucks

the molding materials 107 and that the suction is then



correspondi ng first through-holes. Further, the present enbodi
10 |l enses to be sinultaneously nolded, thus significantly inpﬁgﬁgﬁ833ﬁ€5ﬁﬁ%

productivity. It is thus possible to inprove significantly the
productivity associated with a nolding;process and a die disassenbly and
assenbly process, included in a manufacturing process for an optical

el ement. The present enbodinent is also very effective in reducing the
costs of lenses and investnents in shaping facilities. \Wen the

per f or manceCl&ERTRD P PERsES Sl HedthyUEhe bt HR8cikrhed Bptikal

el enent nmanufacturing nmethod was neasured using a Fizeau 4 JANUARY 2006 -
48 i nterfelohkstidry nakehdadsgd bf inbasihet eespsetiventiraderrati on was
0.067, astigmatismwas 0.023 AMI, conma was 0.159 AMI, and spheri cal
aberration WagFonHBhAMFS 10Ken these | enses were used in optical systens
for optical pickups, they were confirnmed to be available without «creating
any practical proboeire. 2 AB8)|ishappdrent Sulpmearensdyodthrerse sfuaihbngr esent
i nvention, the present invention provides a sucking jig for optical

el ements, ajmgl dildgidi movedput tere ndt fdimectdom hg picgoimoddies nchd, a

di sassenbly and assenbly apparatus for the nolding die, a working nethod
of the noldppgrdiéesah@d? & mihef aesprioigl netfiod bthaptigatholes 108,

and is then moved in the +Z direction to complete
disassembling and assembling the molding dies.

When the jig was produced and a disassembly and
assemblyopératimnwasnmnuallyperformajzotimesusing
the molding die disassembly and assembly apparatus
according to the preseht embodiment, 1t was confirmed
that every operation was successfully accomplished
without causing the lenses 111 to cut into the
correspondingfirstthrough-holes. Further, thepresent
-embodimentenables]I)lensestx)besimultaneouslynmlded,

- thus significantly improving the productivity. It is
thus possible to improve significantly the productivity
associated with a ﬁolding‘process and a die disassembly
and assembly process, included in a manufacturingprocess
for an optical element. The present embodiment is also
very effective in reducing the costs of lensés and
investments in shaping facilities. When the performance
of n=200 lenses obtained by the above described optical

element manufacturing method was measured using a Fizeau



el enents using the above j igs, nold, apparatus' and net hod, ahL
serve to reduce the costs of optical elenents and inprove the ‘ngh@ﬁ*g 995

significantly. The present invention can thus be effectively utilized for
industries. Industrial Applicability As is apparent fromthe above
description, the present invention pré%ides a sucking jig, a nolding die,
a disassenbly and assenbly apparatus and nethod, and a I ens taking-out
nmet hod all of: which serve to inprove the product|V|ty associated with the

extracti oniefcca rampubactur adhd enscfn ® éﬂ‘; dﬂkﬂ@t &y w“?& NEARY (2006 -

49 Further, the present i'nvention pr e an |§ﬁ reduce

wor ki ng_Cogber U { HETARECY blae Preser r@gaexg@t iy Fb[.ﬁj’%ﬂiﬁ# rgségm%ngf a

pI?te mh;ch igprove Ehe ﬁroduEt|V|$y ocCi a {ﬁN v g 0
[2n§ﬁ3gd E#gkng %ﬁgéfgg%Tg%?g Héﬂfr%QH%% %gg%%ﬁﬁwhpﬁﬁ? di% g gwgmer die
for-lens mphdingnehavi 89s859500X € J 9% 'I%dobgl gifg%e?nnsdfor%pcg; sErface
pickups, they were confirmed to be available without
creating any practical problems.
As is apparent from the embodiments of the pPresent
invention, the presént inventionkprovidesra sucking'jig
for optical elements, a molding die, a sputtering film
forming jig for the mold, a disassembly and assembly‘
apparatus for the molding die, a working methqd of the
mol&ing die, and a manufacturing method of obtical
‘elementsusingtheabdvejigs,mold,apparatus[andmethod,
all of which serve to reduce the cos_ts. of opti‘cal elements
andimprovetheproductivitysignificantly. The present
invention can thus be effectively utilized for

industries.

Industrial Applicability
Asisapparentfromtheabovedescriptioq,thepresent
invention provides a sucking jig, a molding die, a
disaséembiyandassemblyapparatusandn@thod,andailens
taking-out method all of which serve to improve the
~ productivity associated with the extraction of a

manufactured lens from the molding.die.



al so f_orrrepl inits S|ple inits axial direction, the D cut surfﬁ@ﬁwab&

comuni cation with said groove. 2. The die according to claim
the die is a cylinder having said groove forned on its circunference.
A plate conprising a plurality of holes;dn which the groove in the dle
according to claim1 or 2 is caught and held, wherein said die is held
when said die is sputtered. 4. (Anmended) A suction j ig.whe.rein the
suction j ig enters a nold, abutting against a periphery of a |lens surface
but not agai nst BUréhedr, dheDEesens doMeniel cmmpraRides aubke amdal |y
the sane external .shape as that of an upper die or lower die used to nold
said | ens. 8. piedsuceioh ey cec oor ek hggt 6ositai-m 4, having a radius of
curvature which is larger than that of the cooled target |ens surface or
being a flat plaferwhenrmsaial, tHrgepresent sinfarkios ponvavdes G dhe
suction jig according to claim4, having a radius of curvature which is
smal | er thaanthat pdfattéewbochedmparget thenpreouhfacer hgnasaiotk iaredt | ens
surface i s convex.. 4 JANUARY 2006 7. (Anended) A |ens taking-out nethod
of taking saidh thesfoumadfisaiod aotdlesiseg ftillen byckpan jamgimgeardisg to
any of clains 4 to 6, said nethod conprising:

reducing costs.



a step of pulling said upper die or said [ower die out of sald bos
said-Fens has been nol ded using said upper die, said | ower f&ﬁgmgg?g

: , a nmold inserting step of pressing said sucking jig agalnst sai d
Pglgét | ens -surface ?ron1g side of sajd mold out of which said upper die
or said lower die has been pulled, Until™ a position of said lens is
corrected; and a taking-out step of using said sucking jig to suck and
take out said lens after the position of said | ens has been corrected. 8.

. S L . =t | oner
Amended) AAneiried dieiaenuneéAgpcrammppesagie for lens nolding; a |
gie for:?ens nol di ng; a support die; and a nold, wherein said | ower die

has no flange, said support die is. provided bel ow the | ower die, one or
nor e througﬁ hol es are forned in the support die so that lifting pins can

e "S5 UL ugthe mEsapa LUy 08 B bch BRIV
die is | ooseky mf esspebbBEOreghddlf.its side and a D cut surface
| also formed in its side in its axial direction, the D
cut surface being in cbmmunication with said groove.
2. The die according to claim 1, wherein the die 'is a
cylindér having said groove formed on its circumferénce.
3. Aplate comprising a plurality of holes in which the
groove in the die according to claim 1 or 2 is caught
and held,
-wherein said die is held when said die is sputtered.
4. (Amended) Asuctionjigwhereinthe suction jigenters |
a mold, abutting against a periphery of a lens surface
but not against a center of said lens surface , and having
substantially the same external shape as that of an upper
die or lower die used to mold said lens.
57 - The suction j ig according te claim 4, having a radlus
of curvature which is larger than that of the cooled target
lens surface or being a flat plate when said target lens
surface is concave.
6. The suction jig according to claim 4, having a radius
of curvature which is smaller than that of the cooled
target lens surface when said target lens surface is |

convex. .



and heat -is transmtted to said support die .and said nold wth Y 2006
inpairing a positional relationship between said support die éﬁEAQQVﬂl
mol d. 9. (Anended) A nolding die conprising: an upper die for lens
mol ding; a lower die for Iens nolding;, a support die; and a nold, and
wherein said | ower die has no flange~ $4id support die is provided bel ow
the lower die, one or nore through-holes are fornmed in the support die so
that lifting pins can be inserted through the respective through holes,
sai d upper 7and (BehddicEs Karehe @bqufgel@&tvlﬁewo&is%ﬁ {@kfngsghgd”“' dis
a nmenber in which a plurality of upper = and Iiﬁgéi Iﬁ |ns§r_| n Lezfagﬁe
rovided, $ahé upperofdi 8aand domer, g §,258 Sld %nhaysed, in _eac
Eoles, said mold s formed W th a‘%osrgﬁoﬁﬁng concagegpéﬁf?%%orgfngbnvex

ortion, and saiyd SHPERRLME & i VB CB -3 £VEX,ROLLION 0L, 2 _concave
Bortion correspgﬁding to.said positioningconcaveportion 2> JARUARY 2006

a step of pulling said upper die or said lower die
out of said mold after said lens has been molded using
said uppér die, said lower die, and said mold;

a mold inserting step of pressing said sucking jig
against said target lens.surface from a sicie of said mold
out of which said upper die or said lower die has been
pulled, until a pbsition of said lens is corrected; and

a taking-out stép of using said sucking jig to suck
and take out said lens after the position of said lens
has been corrected. |
8. (Amended) A molding die comprising:

an.upper'dié for lens molding;

a lower die for lens molding;

a support die; and

a mold,

wheréih said lower die has no flange,

said support die is provided below the lower die,

one or more through-holes are formed in the support
die so that lifting pins can be inserted through the
respective through holes,

said upper and lower dies can be élid relative to

said mold,




-63 or convex portion is formed has a plurality of said through:
formed at positions corresponding to positions of said upper gﬂhgﬁb§§¥Y89Q§

insertion holes. 10. (Amended) A di'sassenbly and assenbly apparatus
conprising: a base on which the nnlding die according to claim 8, having a
pressed lens, is placed; a lifting pirn®2a sucking jig; and noving nmeans of
nmovi ng said sucking jig, wherein at |east an operation is performed which
conprises using said lifting pinto |ift said upper and |ower dies and

sai d lens up tos&iB0shppeR tWAed € sSabE dlans ﬂessd&é&%‘?ﬁofégfa%%?am! d,
subsequently, at |east an operation is perfé}ne whi ch conpri'sés using
sai d suckiggg ig to suck one of the dies and using said noving neans to

separate the die fromsaid lens, and said lens is taken out. 11. (Amended)

The di sassenbl : : r di to claiym 1 wher.ei n when
said lifting p¥3§?§:ﬁi?ggp#%“gggﬁaﬁ%gﬁﬁ%ﬁ%%g%"5%5 éaéﬁdg%%gddﬁ JEfflhe | ens,

gg:rgrfghng%ﬂggi gﬁ E@%ﬁﬂ??gﬁﬁgsh%@gﬂgﬁiyélééﬁéggﬁgﬁqgé%%gegpgggg movi ng

support die and said mold.
9. {Amended) A molding die comprising:

‘an upper die for lens molding;

a lower die for lens molding;

a support die; and

a mold, and

wherein said lower die has ﬁo flange,

said sﬁpport die is provided below the lower die,

one or more through—hples are formed in the support
die so that lifting pins can be inserted through the
respective through holes,

said upper and lower dies can be slid relative to
said mold, |

sai.d mold is a member in which a plurality of upper
and lower die inserfion holes are provided,

said upper die and lower die are slidably housed in
each of the holes,

‘saidmoldisformedwithapositioningconcaveportion
or convex portion, and

saidsupportdie inwhich a convexportionor a concave

portioncorrespondingtosaidpositioningconcaveportion



4 JANUARY 2006 12. (Added) A disassenbly and assenbly nethod us
di sassenbly and ass<(anbl y Zapparat us conprising a base on which 4%%%‘1{%806
die according to claim8, having a pressed lens, is placed, a lifting pin,
a sucking jig, and noving neans of noving said sucking jig, sai d net hod
further conprising: perform ng at Iéa§%_a step of using 'said lifting pin
to lift said upper and lower dies and said lens up to a. position where
said lens is exposed fromsaid nold, subsequently, performng at | east a
-step(ﬁ usmngcamwdxspdmﬂmpmlgstﬁaﬁmﬁdcm@soé b@%ﬁhf@tgngfu%dﬁhsa'd

novi ng neans to separate the die fromsaid | ens, and ing out said |ens.

through-holes formed at positions corresponding to
positions of said upper and lower die insertion holes.
10. (Amended) A disassembly ahd assembly appératus
comprising:

a base on which the molding die according to claim
8, having a pressed lens, is placed:

a.liftihg pin;

a sucking jig; and

moving.means.of moving said sucking jig,

wherein at least an operation is ﬁerformed which
comprises using said lifting pin to 1ift said upper and
lower dies and said lens up to a position where said lens
is exposed from said mold,

subsequently, at least an operation is performed
which comprises using said sucking jig to suck one of
the dies and using saidlnovingxneahs to separate the die
from said lens,.and

sald lens is taken_out.
11.  (Amended} The disassembly and assembly apparatus
according to claim 10, wherein when said lifting pin is
used to push up the upper and leef dies and the lens,
the pushing-up operétion of said lifting pin is

synchronizedtothenmvingoperationofsaidsuckingjig.



4 JANUARY 2006
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12. (Added) A disassembly and assembly method using a
disassembly and assembly apparatus comprising a base onr
whichthemoldingdieaccordingtoclaim8,havingapressed
lens, is placed, a lifting pin, a sucking jig, and moving
means of moving said sucking jig, said method further
comprising:

performing at least a step of1Jsing'said.liftingqéin
to 1ift said upper and lower dies and said lens up to
a_pbsition where said lens is exposed from said mold,

subsequently, performing at least a step of using
said sucking jig to suck one of the dieé and using said

moving means to separate the die from said lens, and

taking out said lens.






