DESCRI PTI ON  LAM NATE SHEET, LAM NATE SHEET ROLL, AND
METHODS OF PRODUCI NG THE SAME TECHNI CAL FI ELD The
present invention relates to a | am nate sheet in which
an adhesi ve sheet having a predeterm ned shape is

| am nated on a release _sheet, and a | am nate sheet in
which a long rel ease shBESCRIZEIGNhesi ve | ayer and a
base material are |lanm nated together, and in

particul ar FREIAR t%%ﬂarﬁﬂ@ﬁ&@@weﬁéﬁ%dﬁ}@mg to
which there is a reduction in defects that may be
fornmed on t haNadMesHepSshEePRODHOING THRI BAME sSheet
according to which the snoot hness of the surface of

t he adhesive | ayer can be nmaintai ned, when the

| am nate sheets are wound into a roll. BACKGROUND ART

A conventi onal Ian1na& Cﬁﬁ?@k 'FIEﬁbCh adhesi ve | abel s
are Ianlnated on shown in FIG 13
(Japanese Ui |icati .
SaoatecBEasbhh, | %@%ﬁq’ﬁ%.#ﬂﬁ B N RasE R0, in whicn
In recent years, it has becone that such a lam nate

an gobesiyp § eﬁ*ée]athn‘ﬂ?eHﬁﬂﬁfé‘d%Wdoﬁhéﬁeob?l%%‘F‘“él?%‘kd on a
for lam nating a cover sheet on a light-receiving

relaasteagbest, tded aopensantdisicetAdnsowmh isn 1PN raBsashsheet,
conventional |aminate sheet 1P is constituted from a

an bdhgsiekebsgeshert aZPasandchtcovier] shreelamponatédnsoddZher, and
(adhesi ve sheets) provided in succession in the

in peREI EULL Aale IHTAQLC ELON 18 ihe o Sheas e &detirdProb@gich there
of the cover 1 sheet portions 51P conprises a

is Qrfe?ﬁigte_m%eﬂﬁ'déf’@c@lﬁﬁﬁltvlﬁaiz%eformed on the adhesive sheet,

and a laminate sheet according to which the smoothness of the surface
of the adhesive layer can be maintained, when the laminate sheets

are wound into a roll.

BACKGROUND ART

A conventional laminate sheet in which adhesive labels are
laminated on a release sheet is shown in FIG. 13 {Japanese Utiiity
Model Publication No. 6—18383, Japanese Patent Application
Laid-open No. 8~316175). 1In recent years, it has become that such
a laminate sheet 1P is used in the manufacture of an optical disk
for lamihating a cover sheet on a light-receiving surface of the
optical disk. As shown in FIG. 13, the conventional laminate sheet
1P is constituted from a long release sheet 2P, and cover sheet
portions 51P (aahesive sheets) provided in succession in the
longitudinal _direction of the release sheet 2P. Each ¢f the cover
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3P and an optically transparent base material 4P, and
has the sane shape as an optical disk. The |am nate
sheet 1P is wound into a roll, and transported and
stored in the formof the roll, and then is rolled out
when wused. In the case of winding the |am nate sheet
shept iRAE OHrDPLP FATPHL S Ay Presciver sehest iyer afbpsbup layer
may have other cover sheet portions 51P rolled
3P tarat enpopt; 1 gl e upen spaecatviess s iedte iardt #8p arkd Rasayhe same
be marked with the outlines (arc-shaped marks) of the
shaopdess Lovestsheetdpgetions 51P as shown in FIG 14
due to the roll pressure. To prevent the cover sheet

por thNg 22k Bakkogh bet nob mar kedndW 4#b & ¢o3hapgeds B Kssported
as descri bed above, one can envisage wnding the

an%l ﬁs‘.@ag@éf iszp%%te %%r\f\ﬁ tol% %h%e‘:%'“‘i?‘? goil:il tl%r?sssls"rJ:eolfu& out when

ere 1s a probl'em that such a’ro wound up W  a
reduced roll pressure s prone_to,co]lapsing. ,

usﬁ\ig'r eg[\?elt, ev\ﬁé‘ﬁevmo%d?“hﬁdtlﬂg F5fi %%If‘én%%egh%’? PF ebge a roll

. of foreign matter such as mnute pieces of dust

in thisnkFedr Jerred 1t postiopnl hayrbdaicappbgr cover sheet
bet ween sections of the lam nate sheet 1P rolled wup

poxini re Sdiforhéledl the heupase wheateudn lthri navershleett Fortion
is wound up in this state with foreign matter trapped

51H heyaiamad@pressiionse anielinssBed dorshhgceongrkshest the other
portions 51P due to the foreign matter. In the case

codBbh Se€ Roait § pakapes s BRIHG 01 #eR, %?@&Q@%oalfﬁe rfv@ﬁ.'fgrda ssure.

on the cover sheet portions 51P, this has not been

or 36, PRRORLETLIL! D oanuaf Lol P04 £ 1 £K50 dbkng macre
w1t2f%fré%§€§}ég%osg%ls3€%ﬁ%é%€%iléb%grl&l;;.[c‘gﬁl cgnsg%x’riggé:g winding
‘the laminate sheet 1P with a reduced roll pressure, but there is
a problem that such a roll wound up with a reduced roll pressure
is prone to. collapsing.

Moreover, whenwinding the laminate sheef 1P, piecesofforeign
matter such as minute pleces of dust (diameter generally 5 to 50
um) may be trépped between sections of the laminate sheet 1P rolled
up on one another. In the case that the laminate sheet 1P is wound
up in this state with foreign matter trapped therein, depressions
are formed in the cover sheet portions 51P due to the foreignmatter.

In the case that such arc-shaped marks or depressions are
formed on the cover sheet portions 51P, this has not been a great
‘problem with conventional optical disks, but with a

high-capacity/high-recording-density next-generation optical




defects, and errors in reading/witing data may arise
due to these defects. On the other hand, with a
| am nate sheet in which a |long release sheet, an
adhesi ve layer and a base material are | am nated
together, the |am nate sheet nay be wound into a
dipgl (BLantrY DifsHor S86hanac-sheped markherf 6errepsipas become
roll, and then rolled out and punched into a desired
degha‘pe, tandergsed. iHoweveng /writhegcdsea magt athee due to these
| am nate sheet is wound into such a roll, the
defaatpate sheet is subjected to roll pressure, and .
hence the adhesive |layer which is softer than other

| ayefs tdefcthE haYE! witAR fduRi A0 d BEeEPlilh W E£S8HM®nSPelease
that the snnothness of the surface of the adhesive

shé@’ye 'gd]:{ ?Qgegra'nl S,bl we :Ebyrojt&itqhéﬁe l%mS_L%aCc%g@(r%;ether,

orahge pee sta resu ere’ils a
of n1nute t hi ckness #rre% rities ari
fie®

ChEHERIRALS SRt TRy VHE 2 cdghedndot bigaported and
punched out fromthe lam nate sheet is used, for

St%&%cﬁp}ré the forp\ndr thiked flor apAethbpni sallafsRut ap@rpunched
errors in reading/witing data to/fromthe obtained

intgpta c¥sinidkshmmye ard see dieed o the thickness
irregularities in the adhesive |ayer. Mreover, in
t he Hzassrdrhatinafhadbese viehdaygre hadi lias whdetrgobBevound into
orange peeling is used, for exanple, for bonding an

sud@ti r6ef] agld eBmikizk® $1§’ée@ i §Qb?¥cQEdatd?%l(lP§Eé9§§lre and
Digital ASS|stant) or the 1lik here may be a

herﬁﬂé)@l%n&c%eém% W@E%Eﬁylso o%lggrdtﬁgxll @ﬁhek]:e}h.ggers deforms
npail red mage s ness decreasli ng
- oV re%glm\éed%lleqetghc%ee z%l%blp%rerg‘sugrg?rseo hc% %% %ggsaof the -
- surface of the adhesive layer is lost, and primarily due to this
a so-called ocrange peel state results, whereby there is a problem
of minute thickness irregularities arising in the adhesive layer.
In the case that an adhesive sheet punched out. from the laminate
sheet is used, for example, as a cover sheet for the optical disk,
then errors in reading/writing data to/from the obtained optical
disk may arise due to the thickness irregularities in the adhesive
layer.

Moreover, in the case that anadhesive layer that has undergone
orange peéling is used, for example, for bonding an anti-reflection
film for a display of a PDA (Personal Digital Assistant) or the
like, there may be a problem of the transparency of the display

' being impaired, or the image sharpness decreasing.
TQ resolve the above problems, there have been proposed a
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| am nate sheet in which a protective material thicker
than the adhesive sheet is provided (Japanese Patent
Application Laid-open No. 2004-35836), and a | am nate
sheet in which a protective material is provided on a
base material at portions other than a nain used
lapbratensheeanindwesel e | RyRe¢Uhparesee P lemthicker than the
Application Laid-open No. 2004-51914) . According to
adkashvefshdsdsts lraminiates] $Aeptsesattatenthdpbaniagaien Laid-open
sheet is wound into a roll, the protective materi al
No agD94a85835pacald adrchiheressedehsiitiath e rpteveitethaterial
frombeing forned on the adhesive sheet, and the

is YRS On0E Bhge SWdaca gt T%B?tﬁgﬂg%ﬁ’r?eﬂ ¥8h S3Main used
be mai ntai ned. DI SCLOSURE OF E | NVENTI ON  PROBLEM TO
: THE ENTI Howeve Wi t he above .
eo iYL Rlnd e IMERE (TS Char Bht Ak 1gA8T YR Lasa-open
c in r the like is required for formng the
Nop?ﬁ"éegil\o?é‘*ﬁat FTEPTILRY treReel tHeFBEPS %“&Weeﬁ??ﬁ‘é?r when
a material cost is incurred, andnoreover the process .
the demfigahenghers ppoveerd viertam eoildl, theconpiext e material
hence the manufacturing cost increases. The present
actimeenta epaeas beed dewicsedeifactsenanfbt herabovieed simie being
of affairs; it is an object of the present invention
formedroavitthe adhkativeakBeshcebntihahe CafobeEnOgusRtI®d surface
' | ow cost and according to which defects can be

of RIHY enpfrRd: iffeOMNRING foEd QM 37 rRghesi ve  sheet when

the lam nate sheet is wound into a roll, a roll of the
| am nate sheet, and net hods of producing the | am nate
sheet and the roll, and noreover a | am nate sheet

whi ch t he snoot ofprg, 8 RIENEESY

PROBLEM TO BE SOLVED BY THE INVENTION

However, with the above laminate sheets, an additional
piotective sheet, coating or the like is required for forming'the
protective material, and hence there is a problem that a material
| cost isincurred, andmoreover the process for forming the protective
material is complex and hence the manufacturing cost increases.

The present invention has been devised in view of the above
stateof affairs; it is an object of the present invention to provide
a laminate sheet that can be produced at low cost and according
to which defects can be prevented from being formed on an adhesive
sheet when the laminate sheet is wound into a roll, a roll of the
laminate sheet, and methods of producing the laminate sheet and
the roll, and moreover a laminate sheet that can be produced at
low cost and according to which the smoothness of an surface of
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the adhesive | ayer can be maintained, a roll of the
| am nate sheet, and nethods of producing the | am nate
sheet and the roll. MEANS FOR SOLVI NG THE PROBLEM To

attain the above object, firstly, the present
i nvention provides a | am nate sheet conprising a |ong
the adbgsd veneeier SAN kpiResnFeisRdeta £wAd ¢35 them dateaterheet,
the rel ease sheet and has a predeterm ned shape; and
angmefihdds arfy retesbicinigatthies lpndviaded sbrett hedr eheasell.
sheet in a different position to the adhesive sheet;
wherein a raised portion is fornmed by half cutting on
the front surface side of the auxiliary sheet or a

part of the regragyr FORCOBY GG Ofuk erEBLAASE Sheet
correspondi ng hat the

t hi ekn ' f. the auxiliary, sheet . .

 nclodn g e S sBels 2EEgradt LI ey tovention
t hi ckness of. a portion of the adhesiye shee

Proi e oA ST CHEPRERATY ot vl CRBere progi abgets an
on.the rel ease sheet_may be provided on the sane side

adhgsive,ghggheshot shcbimbrahey Pe hovidlarth Meet and has a
opposite side. Here, "base material"™ in the

predeserimgnednsbhpeheapdesentuxihieny | sreatmytze d ssipeetvided on
formed froma desired material or may be a rel ease

theshegtasdl singet tihe o darf fauehacpooiti b telwasadahedtve sheet;
in the description of the present invention refers to

whetBenSHI fa€8edi PoihiSh i@ef@ﬁﬁ§§hﬁﬁIﬁﬂ@?%ﬂﬂﬁjﬁgﬁon the front
e

adhesive layer is not |am nated “(generally,

sur%ﬁ?%?gfdg :EQ&QPS%§§?%%?&h§$ gegﬁ%ékﬁg%? &PQHN;QQd& surface

( In the case in processing
LSRR N St T LT R
SO trheafte%ﬁettohigkness of a portion of the auxiliary sheet including -
the raised portion is greater than the thickhess of a portion of
the adhesive sheet (invention 1). Note that the auxiliary sheet
provided on the release sheet may be provided.on the same side as
the adhesive sheet or may be provided on the opposite side.

Here, “base material” in the description of the present
invention may be a sheet formed from a desired material or may be
a release sheet. Also, “the rear surface of the release sheet”
' in.the description of the present invention refers to the surface
in which the adhesive sheet or the adhesive layer is not laminated
(generally, the surface not processed for release).

Note that “half cut”, in the case in which the object of
processing is a laminate that is formed from a base material, an
adhesive layer and a release material, generally refers to
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processing in which only the base material and the
adhesive layer that is actually used part is cut, and
the release material is not cut, and normally in
order to make certain that the base material and the
adhesive |ayer are cut, a blade is inserted to the
Pragassepd A BhicheondY édebracenaberidbwovkethe hdhésive layer
cut” in the description of the present invention is
thabtid apttedlymidd pamanierqut handet kase: ]l s matkrial is not
not cut off, and to the extent that the object of the
cufpy esehhorn¥eNyi 0N didachicemgte dderiadeH40@BeMOtshaMBerial
to reach the release material, and nmay be inserted to

and Bﬁe@cﬂi@@iﬁﬁé"l_ﬁﬁ;@ﬁr%%gﬁﬁ? a{rﬁﬁggéﬁls ?ngkggdagbgﬁ.é\fﬁd—depth
| ayer. The | am nate sheet according to the above
ipventi [ tio does nQt _requir rotectjve . .,
of (ERARSLRHERLIRN, HoflORs Sl SR BORUEE ription

of%ﬁSt' vﬁ%ﬁ:SUCh | am nate sheet is wound into a roll
& BT T pBVErGAS Akt Nes SPALERS 1aneh s gannes f bhagplease

between the front surface of the adhesive sheet and
mateie Fledr BoFfate Uit had Fel dasextradt thelt] e object of the
t hereupon. Thus the outline portion of another
pregédsilvwestiden is prbhiemtdd fhempbeidegists angt yhave to reach
pressed agai nst an adhesive sheet and accordingly the

thef peimtsemate + 1Pr £IFIPRS Y Pe ide:Adhesid/ enehgel-deth O f the
the roll pressure is suppressed. Mreover, even in

baskh@aeaseatihahdpicgeesdftsfioLengppatter such as mnute
pi eces of dust are trapped between sections of the -

| amrpat 0 0 ne.anat her .when, t he ,. .
| ot har e anage Totnet Pabla R 2 gl 1 ORI invention
the .front surface the adhesive sheets and the

1) cPoeet Wgeg recp e t c uged easil
fedr - Surfale SR Rec T et Hakatendat ; WHEhCRBIRPT ORI 6F y
depressions in the cover sheet portions due to the

ands 3} ol JhrRAtler FhRThEVFPeleRiBate sheehi ks ot intia la roll,

the above invention (invention 1), defects
the raised portions act as spacers and a gap is formed between the

front surface of the adhesive sheet and the rear surface of the
release sheet rolled thereupon. Thustheoutline portionof another
adhesive sheet is prevented from being st.:rongly pressed against
an adhesive sheet and accordingly the formation of impressions in
‘the adhesive sheet duetotheroll pressure is suppressed. Moreover,
even in the case that pieces of foreign matter such as minute pieces
of dust are trapped between sections of the laminate sheet rolled
up on one another when the laminate sheet is wound, because a gap
is present between the front surface the adhesive sheets and the
rear surface of the release sheet, then formation of depressions
inthe cover sheetportionsduetothe foreignmatter canbe prevented,
In this manner, with the above invention (invention 1), defects
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6 that may be fornmed on the adhesive sheet when the
| am nate sheet is wound into a roll can be greatly
reduced. In the above invention (invention 1), the
auxiliary sheet preferably has an identical |ayer
structure to the adhesive sheet (invention 2). A
thednpastlee shroaeh o hesadheai gersiteal evhvean the leméhkye sheet
produced by half cutting a lam nate fornmed froma
ispwanafi tptooé kaydrsahabe ngremtidendédwedd shape. In the
above inventions (inventions 1 and 2) a plurality of
t he ndhieisé b Sheeitrsreate i gfierabliy obr Vi, d@ﬁe' Eux:Ll:LaIy sheet
succession on the center portion in the wi

prQEéEQB!L?rhaPJ E’lhfdéﬁ'l:f@éf ?égﬁt ﬂ@tu&getgl{)ﬂel aﬁmésHve sheet

sheet is preferably provi o th side portions

159%}}%9}1%@ r Ct Ia?t{lél(r%]ftr?;[] eg%egﬁs\%ngﬂggtagggms/ g&cgure can be

or m ng
uct ur ts that nmay be formed on the adhesive

eaih R&?&? éyﬁéﬁﬂﬁwﬁétéﬁeé liapingitaf prRedaL 1t B Plurality
can be effectively reduced. Secondly, the present -
L heets o vy i alesidentaigalatshagreet  conprising: a
Iong rel ease sheet; an adhesive layer that is
| ami Frattéé abavehinvael eases Sheetentdnaisal base Mmteplakality of
that is lam nated on the adhesive |ayer; wherein a

the adiretiper bheetisSaterpest dyadey fordititdety 1n08uéc8§5tion on the
corresponding to a portion other than a main used

cerRQ# ikt iQfh tibe tadhesky e B§¥@Etggnt he éﬁgnlfteféjééé‘d&—le?t and

si de 'of the base naterla e rear surface si

| | oy
e ST Pt oR BFCL He et T P PRoPRRCY [ AT RiFCLons

used portion o
resent .i nve tlon is t he portlon in which the

f th
intg ?%é@EHQ%IeF &ORMEINEST 2787 ShERL WdY etrdeimiless By forming

the laminate sheet with such a structure, defects that may be ormed
on the adhesive sheet when the laminate sheet is wound into a roll
can be effectively reduced.

Secondly, the present invention provides a laminate sheet
comprising: a long release sheet; anadhesive layer that is laminated
on the release sheet; and a base material that is laminated on the
adhesive layer; wherein a raised portion is formed by half cutting
on a part corresponding to a portion other than a main used portion
of the adhesive layer of the front surface side of the base material
. or t.he rear surface side of the release sheet {(invention 4). Note
that “themainusedportionof the adhesive layer” in the description
- of the present invention is the portion in which the sﬁrface of
the adhesive layer requires smoothness.

The laminate sheet according tothe above invention (invention
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The | am nate sheet according to the above invention
(invention 7 4) , does not require protective
material, thus can be produced easily and at |ow
cost. Wien such a | am nate sheet is wound into a rol
the raised portions act as spacers, and a gap is
1) § SRS Petapehr e pRetEbhVesartade lofthtmcdabe produced easily
naterlal corresponding to the main used portion of

and het dahesioss .| ayeen santh tsh@améanteushase 0f widied into a roll
rel ease sheet rolled on top of the base material. Thus

thaovals ot onsheat ass spaevwent ednbr anybei 18 8409 Ve tween
pressed agai nst the nmain wused portion of the adhesive

théhﬁﬁint éﬁ%@%gbngfytﬁéq%asgrﬂgi:éﬁfa?f onc?f%eﬂ%;?zgg::lrgf%lo’ Ehe main

due to the rol pressure, on t

h | S _SkRppr.ess d on the jn used
usg€q$ﬁ$yl%§ﬁ§§ﬁ$§3Iaé@ﬁlvgn W& sﬁﬁggﬁhgsge%¥ g (188 of the
urface of the adhesive _sheet can be maintai ned on .
ref Eﬁe5§@& ?WBﬁpéﬁfF%%bééﬁéﬁﬁﬂ¥lQ%wEhusWound1amlnate

Mor eover, even in the case that pieces of foreign
shef tley Pravemtes mrelt epngcesrofgduspraseed ragppenst the main
bet ween sections of the |amnate sheet rolled up on
useghgoandvher f vitien athe siari shtet shegticordingiundhebecarseion of
a gap is present between the front surface the

an adhegevpesheeiuand the real SHedaces Oford Reer 8L8A8Esurface of
sheet, then formation of depreSS|ons in the base

themétdﬁ@sélveaggeégelé el §asfed V8 Ton 4 hglhhﬁs%aoﬁbgglon of the

matter can be prevented. In the above inven

4 bl
BB R ol e At sy e

shee |n used, étlon of the adhesive |ayer and

aFaPh r@ﬁ%ﬁﬁﬁlék)tQQN¥q§5m@épﬂﬁéegnPBBFhO%rﬁﬁ the adhesive
portions in the width direction of the base materi al

lays.r t HECFePERS e STRIRLY ithresBisentEBRtByi¢eesigg foreign matter

~such as minute pieces of dust are trapped between sections of the

laminate sheet rolled up on one another when the laminate sheet
is wound, because a gap is present between the front surface the
adhesive sheet and the rear surface of the release sheet, then
formation of depressions in the base material and the release layer
due to the foreign matter can be prevented.

In the above invention (invention 4), it is preferable that

the center portion in the width direction of the adhesive layer

'is the main used portion of the adhesive layer and that the raised

portion is formed on both end portions in the width direction of
the base material or the release sheet (invention 5). By forming
the laminate sheet with such a structure, the smoothness of the
surface of t.he adhesive layer can be effectively maintained when
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the | am nate sheet with such a structure, the
snoot hness of the " surface of the adhesive |ayer can
be effectively maintained when 8 the | am nate sheet
is wound into a roll. In the above inventions
(inventions 1 to 5) it is preferable that the raised
theotemdnate sheaedigowemwad imeo phanatlshape thereof s
angled relative to the |ongitudinal direction of the
| am hattée sheet¢ i(riveranidran (6hvBHeibAssuel 8 St detpF&ferable
coll apse of the rolled state of the roll caused by
thébehearagdefgids ©okaAR BErREQVERN LRt T tllafvart BRape thereos
present invention provides a | anm nate shéet rol
isfor @l L i.ng - u i nat e -s in._inyentions .
) PR et Pontuy el Wl Escady, DY PR Thninare
a _net hod, of | am nat e

I at | rovides roduci n
Sh%ﬁ%gggbggﬁ%PPsﬂﬁg:DBF&HﬁEPﬁBEhSEEH?EBF%%§ﬂg@PSﬁéWFﬁ&?IOlled
ta%I%ﬂg égleaii sheet; an adhesive sheet that is
St i Hal8F BR*theauFetdak dhshdatisaddrrasian can be prevented.
predet erm ned shape; and an auxiliary sheet that is
pr oild&dion e prelseased rshaetidmpaodi fiéeretanpost ¢ shaet roll
to the adhesive sheet; and half cutting (the bl ade
formad by invdéritred udf rtdra tleenifraont sigdtace rsiidereeftitdies 1 to 6)
auxiliary sheet or fromthe rear surface side of the

(invergdse gheet) a part in which the auxiliary sheet is
positioned or a part corresponding to the auxiliary

3he@Burtﬁ&ya%@ﬁéé@lﬁiyilfﬁ{réﬂgioh%gfoofi@te% Jrﬁ‘ééﬁ?ﬁi grffroducing

portion on fhe front surface Si he auXi

1sh r rear surface side of the rel ease heet —
° sogg 5? ?%é?%?ﬂéﬁ?«ﬁ%f%ﬂg2aﬂﬁﬁqf ot %of {ﬁ%l%%R?lﬁ §F having:
sheet . that includes the raised portion is greater

2 LPRENT ¢t hi Thilss Bt akesdre shest thatatinesivinatreton the

i nvention 8). :
release sheet and has a predetermined shape; and an auxiliary sheet

that is provided on the reiease sheet in a different position to
the adhesive sheet; and half cutting (the blade may be inserted
from the front surface side of the auxiliary sheet or from the rear
surface side of the release sheet) a part in which the auxiliary
sheet is positioned or a part corresponding to the auxiliary sheet,
at an arbitrary stage, to forma raised portion on the front surface
side of the auxiliary sheet or the rear surface side of the release
sheet so that the thickness of a portion of the auxiliary sheet
that includes the raised portion is greater than the thickness of
a portion of the adhesive sheet (invention 8).

Fifthly, the present invention provides a method of producing
a laminate sheet, comprising: laminating a long release sheet, an
adhesive layer, and a base material in this order, half cutting
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Fifthly, the present invention provides a nethod of
producing a |lam nate sheet, conprising: |lamnating a
| ong rel ease sheet, an adhesive |ayer, and a base
material in this order, half cutting 9 an obtained
| am nate, and peeling off and renoving an unnecessary
an g igied dandpmtan arthasield nshe&f amdl ramoaixigl amryrnecessary
sheet having a predeterm ned shape; and half cutting
Pogtien bt adiommyarbedhesdneedhebtomtihenf ool 1 Sar § agteset having
side of the base material or fromthe rear surface

a piedietefrniihed ehepse Shelh) rapa ind NtHBI Kadd@ay be inserted
auxiliary sheet is positioned or @a part correspondi ng

frém tHe raukk| EaF¥asbesiqe At tﬂ? 5L bL trﬁe?ﬂ%é’risatla%ff’ f£81]p the rear
e fr side 0

orma raised portion on th ont surface

f

iJiary,sheet.or the rear surface side of the . _.

_Sufr e Ceezslgédesﬁefe R i ]ﬁ%]e%??%nse@ﬁe.t Siaxpﬁllr; IPhER TR auxiliary

hiqi\;ention, rovi des a nmethod of producing a |amnate :

SN&Hedf P qREhET 3 BAF R AT PIBHG T BP ddseaghbbiarypheet,
adhesi ve | ayer, and a base material in this order; and

at pR|IFriiindmysteghe Ust Ademmayabeei peerttied éndrhet fieont surface
front surface side of the base material or fromthe

sidecgf the hacdldiiady sfe¢herr eheasmrshaethca Padd ofithe release
which a portion other than a nmain used portion of the

sheadhgsinw@ntliayerg)i.s positioned or a part corresponding
to the portion other than a main used portion of the

adhesizve 1k anale paksant arRiddary pob#8fe e%g?é‘t?{]cga gg gsré)ducing

rai sed poffion on the front surface si
' | al t . f id f. th I
» 1SRt et oRPHOR TR b AT Ratt 55 4 LaSvEe T Roanca et s an
dh invention 8), the above |am nate sheets (in ,
AANERYERtT DR 1 A 3)PESmTMBEChHEBUUdeBN15RFder/ and half cutting

(the blade may be inserted from the front surface side of the base
material or from the rear surface side of the release sheet) a part
in which a portion other than a main used portion of the adhesive
layer is positioned or a part corresponding to the portion other
than a main used portion of the adhesive layer, at an arbitrary
stage, to form a raised portion on the front surface side of the
base material or on the rear surface side of the release sheet
(invention 10).

According to an above invention (invention 8), the above
laminate sheets {(in inventions 1 to 3) can be produced, and in
particular,accordingtoanaboveinvention(invention9),theabove
1aminatesheets‘Hjlinventions].toB)xxn1beefficientlyproduced.
‘Moreover, according to an above invention (invention 10), the above
laminate sheets (in inventions 4 and 5) can be produced.
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particul ar, according to an above invention (invention
9), the above I|lamnate sheets (in inventions 1 to 3)
can be efficiently produced. Mreover, according to
an above invention (invention 10), the above |amnnate
sheets (in inventions 4 and 5) can be produced. 10
Sevebe¥eythlhe phesarmesanteninvenpiovi geovadest odmethod of
produci ng a |l am nate sheet roll, conprising producing
prodiehnpat d amdheee sbeay tdikl nmetdrpd iefings pdudungng a laminate
| am nate sheet (in inventions 8 to.10), and then
sheehdisiggt tiee altabaest bashnat 8gsheshni thR¥eHda (id¥nventions
ADVANTAGEQUS EFFECT OF THE | NVENTI ON A | ami nat e sheet
g &f 1bhe i i Lreap t; -
e o O N o RGP bREEE (frention
11ccording to the lam nate sheet of the present
i nvention, defects that may be forned on the adhesive
sheet when the |am nate sheet is wound into a rol
can be reduced, or the snoothness of the surface of

t he adhesi ve | ayer can be nmi ntai ned. Moreover,

according tﬂ’ﬁwwe sheet
according to the present invention, a |am nate sheet

doed demineteai skept cddthey praweati Ahventhus dees bt require

produced easily and at | ow cost, according to which

protefcatitve nhabrimy, benloromRdpencibguashasd 3 shaet aWehy cost.
the lamnate sheet is wound into a roll can be
[

AcdoR@ueRdroail a hAam-nat ensheels +$RNLDE Qﬁgdﬂ%?d%lél%n, defects
aC% 0? t he adhesi ve

whi ch "t he snoot hness of the sur
ook B L B FRSER ETLE i cneee
is v!rgt%g?_tn%osah%g&l can be reduced, or the smoothness of the surface
of the adhesive layer can be maintained. Moreover, according to
the method of producing a laminate sheet according to the present
invention, a laminate sheet dces not require protective material,
thus can be produced easily and at low cost, according to which
defects that may be formed on the adhesive sheet when the laminate
.sheet is wound into a roll can be reduced, and a laminate sheet

canbeproduced for which the smoothness of the surface of the adhesive

layer can be maintained.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 consists of sectional views showing a laminate sheet
producing method according to a first embodiment of the present
invention.

FIG. 2 is a plan view of a laminate sheet acc_:ording to the

11




produci ng nmet hod according to a first enbodi nent of

the present invention. FIG 2 is a plan view of a

| am nate sheet according to the 11 sane enbodi nent.

FIG 3 is an enlarged view of a raised portion on the

| am nate sheet according to the sanme enbodi nent. FIG
sagej emyogémspecti ve view of a die cut roller used in

the production of the | am nate sheet according to the

sanere@bali sent enl & éed ¥ilcy 8f REFSPEESY 'p\é)?:t\i'o%"\bz‘i’fthtehfamlnate
| am nate sheet according to the same éenbodi nent.

sh@etsaéc895§ﬁgcﬁbv€h¥' &h@feﬁbéﬁ%ﬁdﬁ%Ethe | am nate

sheet accoringtot e same e FIG 7 is a
sect aI |e ni_nat e sheet accordj ng to ,
anot Egc? e od%v e];(S %tlhve B??%’eﬂf g ﬁ\}SnWJBngOH% uged in the
sts grB n vi evvs of lam nate sheets accordin .
Pr?ou% HgP & ﬁa & SPREC preadtingventiorang @badinent .
consists of sectional views showi ng a | am nate sheet
prod¥ ng HetthBarapestdvagriew @fstheidremsdd meaetofccording
the present invention. FIG 10 is a perspective view
toothe $ame nemizodimestt according to the sane enbodi nent.
" FIG 11 is a perspective view of a roll of the
| aniFat.e 6sheel peasperding + 0ok HEr SapB1 £HIOAHEEN M KA & sheet
12 is a sectional view of a | am nate sheet according

acddxr &Y het @ odie dnfa e or esent invention,

FIG. 7 is a sectional view of a laminate sheet according to

_another embodiment of the present invention.

FIG. 8 consists of plan views of laminate sheets according
to other embodiments of the present invention.

FIG. 9 consists of sectional views showing a laminate sheet
producing method according to a second embodiment of the present
invention.

FIG. 10 is a perspective view of a laminate sheet according
to the same embodiment.

FIG. 11 is a perspective view of a roll of the laminate sheet
according to the same embodiment.

FIG. 12 is a sectional view of a laminate sheet according
to another embodiment of the present invention.

FIG. 13 is aperspective viewof a conventional laminate sheet.

FIG. 14 is a plan view of a cover sheet portion on the

conventional laminate sheet.

12



FIG 13 is a perspective view of a conventiona
| am nate sheet. FIG 14 is a plan view of a cover
sheet portion on the conventional |am nate sheet. 12
EXPLANATI ON OF REFERENCE NUMERALS | A, 1A', 11A 12A,
13A, 1B, 1B, 1P: |l am nate sheet 2A, 2B: release
sheet 3A, 3BEEIFEFITION HFeREARENME NNERAMSt eri al
51A, 51P: cover sheet portion (adhesive sheet having
1Apr é8ét et bhpeti2Ashapr) BRA: 1b0) siEf i Ngnpoitd Qtheet
(auxiliary sheet) 53A: remainder portion (unnecessary

2ApOPBt 0AR1eHHe SAcet 61A, 62A, 63A, 63, 6B : raised
porti on BEST MODE FOR CARRYI NG QUT THE | NVENTI ON

3nFokEOW, §. & 5,8 ggigfiption of embodi nents of the
present 1nvention, wth reference to the draw ngs.
4A[Fﬁﬁstbggbodinent lIn a first enbodi nent, description
{s™given ?d&?%@rh an exanple a | am nate sheet used
51for bondi ng a cover sheet to a recording |ayer or for
Br 2SF 5PV R Shestneevbl eorivehesivecseel havinanpesdetgrmined
an optical disk producing process; however, the
shapekent invention is not limted to this, but rather
can be applied to any of various |am nate sheets.
52 G ldEdaing pdrhiar e(Bedtliienat sHeaws showi ng a
| am nat e sheet producing nmethod according to the

5344 nsdmegirhdt PRt iQfn tRB I RSeNry portion)

6A, 6A’, 61A, 62A, 63A, 6B, 6B’: raised portion

BEST MODE FOR CARRYING CUT THE INVENTION

Following is a description of embodiments of the present
invention, with reference to the drawings.
[First embodiment]

In a first embodiment, description is given taking as an
éxamplealaminatesheetusedforbondingacmversheettoarecording
layer or for transferring a concavo-convex pattern of a stamper
inanoptical disk producing process; however, the present invention
is not limited to this, but rather can be applied to any of various
laminate sheets.

FIGS. 1(a) to (d) are sectional views showing a laminate sheet
producing method according to the first embodiment of the present
invention, FIG. 2 is a plan view of a laminate sheet acéording to
this embodiment, FIG. 3 is an enlarged view of a raised portion
on the laminate sheet according to this embodiment, FIG. 4 is a

13



invention, FIG 2 is a plan view of a | am nate sheet
according to this enbodinent, FIG 3 is an enl arged
view of a raised portion on the |am nate sheet
according to this enbodinment, FIG 4 is a 13
perspective viewof a die cut roller used in the
pepFpEativervisiv piiea diamncnat eolheetusaet dndiing produkition of the
enbodi ment, FIG 5 is a perspective view of the
lahang bataeehetc@ctidt oG Hie ddbsd orbod) reat 5 88d FdGpective
6 is a perspective view of a roll of the |amnate

viehest taeCOiM Afte Idhddl 8 0BRAGWEERL -+ O %tﬁr@gﬂ‘iﬁlehlﬂ? and FIG.

| am nat e sheet 1A according to the prese
6 iedrodL ' s i n . Fl 1(a), a Jannate ..

R RRCERBler i bE N idy 322 BRLE D AP Rasrveh B e oraing
to3’§1i3 d c?&ﬁ-r? material 4A are |lam nated together is

n
produc $He rel ease sheet 2A, a conventi onal
publicly known one_ can be used, for exanple a resin
fil MSEIYESe tH6I yempprEReSheeEepht ARtar@ifg | terdthey present
pol ypropyl ene filmfil norpaper as gl assine,
emkQdipavat d qydper, es lshnwnatedFpapet (4 peneriynate in which
pol yet hyl ene- I am nat ed paper) that has been subjected

a lbogr ebtasse dlieat Nt aw dBhassivbi TORE- 1|l gages agedd nterial
the like can be used. The thickness of the rel ease

42 $heetl a2A riat «Be MRl HE: raRR! ?@d&%%'dx from 10 to 200
gm preferably approximtely from20 to 100 m The

sur hac oL f. the _rel ,
treat rrgﬁté-sugj %%?es( Sur ?&deg 8?%%%%?8 BhR Rty Jgown one
set. .l accordance with the smpothness to be

Canlconef erTed t 00t hE*3HRLE e TS BAM GHCH oR S eRabPllySthylene

c th& cise that the |lamnate sheet is to be used as a _
ereputRadpéed iom ah 2 reprirgapydiegie £1km gamansin suctves mdeesine,
than 0.5 pm preferably not
clay-coated paper or laminated paper (generally
polyethylene-laminated paper) that has been subjected to release

treatment with a silicone release agent or the like can be used.
The thickness of the release sheet 24 is generally approximately
from 10 to 200 um, preferably approximately from 20 to 100 pm. The
surface roughﬁess (Ra) of the release treatment-subjected surface
of the release sheet 2A is set in accordance with the smoothness
Ito be conferred to the adhesive layer 3A, and for example in the
case that the laminate sheet is to be used as a cover sheet of an

optical disk, is generally not more than 0.5 pm, preferably not

more than 0.1 um.
As an adhesive constituting the adhesive layer 3A, a

pressure-sensitive adhesive (tackiness agent) is generally used,
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nore than 0.1 pm As an adhesive constituting the

adhesive |l ayer 3A, a pressure-sensitive adhesive

(tacki ness agent) is generally used, 14 although

there is nolimtation thereto, it also being possible

to use, for exanple, an energy ray-curable adhesive.
al¥fgughpthere ihen@rldgsifrasisensiheinet cadhiesihteonbyihe possible

any of an acrylic type, a polyester type, a urethane
totype, fomwebbepleype encidy eapectyBble &dhédievd i K@heOkype of

may be a so-called curable pressure sensitive

thadbhess Mere-Jed O N ARASIV Ral ANET s 3N o f A gé?g@kg’ type, a

a coating agent containing the adhesive constit

pol?@s@é’?e@jﬁ’@ l2yek+d énea{??ge i1 r_qﬁa% Ig:gp?nfgr Sijicone type,

solvent i's prepare and t hen ap
a regt.nent - ubjected rf ce of the rel ease o

ot ﬁ%gtﬁgﬁé u§|ng g %8a@e@ s&@ﬁ YWiall g driesoHiersepsitive
adhEVEr se roll coater, a knife coater aroll knife

RYHMEE-or a die coater, and dried. The base materi al

4A i s then press- bonded to the adhesive |ayer 3A

f or e £PAmt B aghyes fife lelyleckBesstaf exeenrddhesi veating agent

| ayer 3Ais generally approximately from5 to 100 pm

corgragirgimab ftheapphexi mat ebyst f oM dd Hie 30hemi vAN18¥aPPIR, and,
of the base material 4A in the present enbodinment is

if oeeifred,cansbi & Ud Ngerec |19 GRIvi BgySYET agen ,
optical disk, being a covlgrresﬁ,j%eet for a recor d?gfgﬁﬂe‘i onto

thé Fekaak E?@a@fﬂ&h@alsug étﬁted%u%?gcgﬁcg loecle?’ausceh heet 22

base material 4A, one aV|ng su |C|en opt

;t,ans ¥ | engt n of ht for
R AT D LR et Bl i choncer,
a kr&%ebgogr{_o‘juced effl 1>1/:'Lfe coater or a die coater, and dried.

The base material 4A is then press-bonded to the adhesive layer

3A formed in this way. The thickness of the edhesive layer 32 is
generally approximately from 5 to 100 pm, prefe.rably approximately

from 10 to 30 um.

An example of the base material 4A in the present embodiment
is one for constituting a light-receiving surface of an optical
disk, being a cover sheet for a recording layer of the optical disk.
As the material of such a base material 44, one having sufficient
optical transparency in a wavelength region of light for reading
data is preferable; so that the optical disk can be produced easily,
one having a suitable rigidity/flexibility is preferable, and for
storing the optical disk, one that is temperature-stable is

preferable. As such a material, for example, a resin such as a
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one having a suitable rigidity/flexibility is

preferable, and for storing the optical disk, one

that is tenperature-stable is preferable. As such a

material, for exanple, a resin such as a 15

ol ycar bonate, pol ynethyl nethacrylate, or polystyrene

POE¥AAPROIRER, PoTHBeLhHb Hie tdrsandiac R, covpdl rsentent cahde used.

base material 4A is preferably approxi mately the sane

as thee |liinear expansion cagoefifdidrntfotharbapt imealkerial 4A is

di sk substrate so that the optical disk wll not warp
prafetaighy t eifpeicaiiue.clfor tBxanPhe ids t k@ cCasenthat expansion

the optical disk substrate is nade of a pol ycarbonate

cod 6l thetth@f BASSFBLET IAls1dBubsrpreleLall aﬂr@ﬂ%bgéglggl disk

same pol ycarbonate resin. The thickness of the
; i 1S set . .in accordance, with t type,of the
Wl%%%?%ﬁﬂgaéﬁitgﬁﬁﬁ%ﬁg eF@%H%?S o?oﬁﬁﬁgyﬁgg%nﬁpiFggn?ase that
arts of the optjcal disk, but is generally .
thegp%%ﬁ%fﬂéﬂf EFiBﬁT-E%t?ol%éﬁ‘dpﬁnOpreP@i“éEP?bonate resin, the
approxi mately from50 to 100 m Note that the base
basmiakeal 2 ARvey Parp§e TRV E madeu f itheasame pollygerbpaate resin.
for exanple a hard coat |ayer nmay be fornmed on a
" pol y&gr bohakrebil of e demey magertihd Basesnaderiralactdrdance
in the present enbodinent, a release sheet like the
witheltdas et gheed £ 2Ahdesetiibed abiove Hah ahs0tnhbexdsgd. offN other
this case, the rel ease treatnent-subjected surface of

corisha thase n'?b%‘f:isal ofA theSUpSEPESEd QU (hG,AdNESI VR era11y

| ayer 3A that has been | anm nated onto the rel ease
sheet [

A. Accordj t such a | am nate sheet, it is :
app&&%‘&?“sr%slé’o%ﬁ%%fjﬁ o P8P ke PIREGEPIN BPPTPESHRERSY from 50

adhesi ve | ayer 3A, superpose the exposed adhesive
to 100 pm.

Note that the base material 4A may al_so have a multi-layer
structure, for example a hard coat layer may be formed on a
.polycarbonate film. |

Moreover, as the base material 424 in the present embodiment,
a release sheet like the release sheet 2A described above can also
.be_used. In this casé, the release treatment-subjected surface
of the base material 4A is superposed onto the adhesive layer 3A
that has been laminated onto the release sheet 2A. According to
such a laminate sheet, it is possible to peel the release sheet
2A off from the adhesive layer 3A, superpose the exposed adhesive
layer 3A onto a recording layer of an optical disk, and then peel
the base material 4A off from the adhesive layer 3A, and superpose

another substrate (e.g. a cover sheet substrate for protecting the
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| ayer 3A onto a recording layer of an optical disk,

and then peel the base material 4A off fromthe

adhesi ve | ayer 3A, and superpose another substrate

(e.g. a cover sheet substrate for protecting the 16

recording |ayer of the optical disk) onto the adhesive
receydingAlayabredvdrs opitiad dasek)thato tite aditesiive layer 3A.

| ayer 3A conprises a curable pressure sensitive
MOadbESEV@Jlahe@mﬂﬁﬁmhﬁQﬂMﬁ%dmééi@éma?ErQHig@mpﬁi?@&%?curable

pits or the Iike may be provided on the exposed

prasbeskVeent ay efe NSE Ntk A Fi m%%gdgfc%%%gggaq:%l %%SSF guide

sheet 2A, the adhesive |ayer 3A and the materi a

r ' th in FIG 1 _

or B Sy, PILTEL P AARRMTE- BB 1Sl Shnesie

laf&% §£aﬂ . cut SO0 as not to penetrate through the '
e

;
ease 2hegt 2 2R ¥®Shown in FIG 1 (b) , thus

dividing the base material 4A and the adhesive |ayer

3A it reHeaspehEesngAs1Aheadhbesyweshapes) 32 and the

bol stering portions 52A (corresponding to auxiliary
basmaateriinlidfehpresmsn lanveat edrjogetne roa s ef@wadet FIG. 1 (a),

portion 53A, and noreover a central portion of each

the)ﬂoaxsteemaoeeﬁashe.etamoPctﬂeoaahééévleswr)%@fftﬁ:g 29 8P (RS1f cut)
to forma center hol e portion 54A e above hal f

50 Gi# thiotd tangenRURGRENGLIBYBE EALT L ' .
ordi nary wgfﬁod, and for gxa%%%ekgggﬁg ey%%€?i§§ s shown in

FIASE g a t@l'tﬁ%ccg%xpgd t (% %ﬁ&%tk‘ﬁséj gnaﬁ:%?rléglétﬁq sf%t'tﬁgeoggsi@gﬁ.ve layer

FIG 2, the ape if an vi ew . .
on U8 VL) BRSNS RIS g

FI.G 2, .the shape in plan view of each of the
POX3PESe Py (FOMEESROTSERG & owanyidieral Isheedispdimd tien present
., toward a side end portion of the lamnate so as to run
invention), and a remainder portion 53A, and moreover a central
portion of each of the cover sheet portions 51A is punched out so
as to form a center hole portion 54A. The above half cutting and
punchingmaybecarriedoutusinganordinarymethod,andforexample
can be carried out using a punching apparatus or the like.

As shown in FIG. 2, the shape in plan view of each of the
cover sheet portions 51A is a disk shape, this being the same as
the shape of an optical disk. As shown in FIG. 2, the shape in
plan view of each of the bolstering portions 52A is wavy overall,
dipping in toward a side end portion of the laminate so as to run
along an cuter periphery of each cover sheet portion 51A, and
protruding out between cover sheet portions 51A so as to enter in
between the cover sheet portions 51A.

Next, the remainder portion 53A is peeled off and removed
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al ong an outer periphery of each cover sheet portion
51A, and protruding out between cover sheet portions
51A so as to enter in between the cover sheet
portions 51A. Next, the remainder portion 53A is
peel ed off and renoved 17 as shown in FIG 1(c), and
ast bleowasirs fn irickl Gind (iherard EhGwn3in FUG.OUt@) and FIG. 3,
portion of each bolstering portion 52A is half cut

ansuGbeBSeh @ Pt PENRIT Al HAugh g pekeasg §BEels2Mm1r cut
rai sed portions 6A being formed through this half

subHLEI P o eggef@t%@gg:losgphgchev‘@eefe%%%ﬂ%ﬁﬁgA?lﬁqese% LSrtions

inserted I nt eac I'st’ering por whereupon

Lon es pl.ace such hat a, portion pushed
6Ag}§|&gﬁegg§/ Jflﬁ%ég%klﬁ?‘g%h btreréjd%%@]rﬁ SEEYY%n the surface
side of the hase material 4A on each side of the

cut tAhFRBIadE EIGwhbr et ReCr bl SRE hkrds ndseinaested into
fornmed. The height h of the raised portions 6A (the
caglePghstrrorotivetisur § 2k e whk rehpoh|def qurtiion oikehplace such
base material 4A to the top of a raised portion 6A)
thats sppefeiabl yusieinazilde BOtMcAriicBlagkyC rises up on the
preferably from10 to 50 pm If the height h of the

suf et iR LifOBRe BAsé md€ssid Namh BrP@achNgNabhss the cutting
effects of the present invention cannot be

bl fd,Ci&@ﬂé_bngélﬁé @%%se%go%gogl% t@?ﬁ Nel %&gl'adof the

rai sed portions 6A exceed en t he di aret er
vol f..the L1 obtained en t | am nate sheet
LA PR R el b S e B3t S50 B on hd CHPeeRgRT From the
odi é, s shown in FIG 3, the cuttin bl ade C
suSERR Pl Bas bl gIP O R 2ot Rt BA TRIMAHA IR (e co the top of
adhesive layer 3A, and al so sonmewhat cuts the rel ease
a rgheetl RArthom &0 liengreferably from 5 to 100 um, particularly

preferably from 10 to 50 um. If the height h of the raised portions

6 is less than 5 um, then the effects of the present invention
cannot be sufficiently obtained, whereas if the height h of the
raised portions 6A exceeds 100 um, then the diameter (volume) of
the roll obtained when the laminate sheet 1A is wound may become
too large.

In the present embodiment, as shown in FIG. 3, the cutting
blade C penetrates through the base material 4A and the adhesive
layer 3A, and also somewhat cuts the release sheet 23, but so long
as ralised portions 6A of the desired height can be formed, there
are no particular limitations on the depth of the half cut, for
example the depth of the half cut may be to the bottom of the adhesive

layer 3A or to the mid-depth of the adhesive layer 3A, or the depth
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as raised portions 6A of the desired height can be
fornmed, there are no particular limtations on the
depth of the half cut, for exanple the depth of the
hal f cut may be to the bottom of the adhesive |[ayer
3A or to the md-depth of the adhesive |ayer 3A, or
Of fbedbplh cuB Bavthe taltthe dtotteyn ke thet basbohboarohl 44 or
the base material 4A or to the md-depth of the base
tonbernid-dehtNotfethbavese ma tidhatall §A. t heodeptbwelydernat it
half cut is too deep, then the strength of the
theeHlepsk shegie 2% TRY:HEG!, h '
sheet | A may rupture; tﬁg%?ﬁﬁg%%gés%g%ﬁakggn%?ﬁ%£§£ﬁ of the
rePeELEOh y | f i ng.is thus pref
erablyné%g;gg %9ﬁ%%H%§%%’tﬁ%§%%%&ﬁ%Fh ai?T%Rétﬁl%PEEt 1A may
( ot..less than 20 m ] n the present
ruBE RS M A ERRo8T B BWOBF C SaB oY sigely the half
ortion 6A is wavy as shown in FIG 2, but there is no
CUtt g aPithh s ane fdiablNotds thomeer ledhahanfl Oe shapecularly
in plan view of each raised portion 6Ais made to be

prec&tasi Yhiod inesParadd elg g, the 1 ongitudi nal
direction of the |am nate sheet | A, then when the

| am-na S t 1A iS und into aroll, the raised
porﬁ?b%§e6ﬁ%%ﬁﬁpt Fpgggﬁm?ﬁﬁ'thﬁn%h%H%th%rP1§P(ﬁﬁ?w of each
raﬂﬂ %&Sé and Eence the roll will be prone to coll apsing
GHEr OB P RAIL S Eeas BREWRAINSBES par bugridhe Al aine limitation
preferably fornmed such that the shape in plan view
to FH@ﬁ%OfNoggrah@W@@eFel@h&beifothefﬁhdpﬁmﬂﬂlpﬁanﬂview of each
direction of the lam nate sheet 1A The positions of
raifsednpeirsacof 6Bhésr mkdedtpasé i Hnst A @ 1ieiRrableat o the
the both side end portions of the | am nate sheet 1A,

longtienebyathdieklechon off the naniedROLhkRS18A €8 P8hen the
exhi bi t ed

laminate sheet 1A is wound into a roll, the raised portions 6A will
lie on top of one another in one plane, and hence the roll will
be prone to collapsing under external force; the raised portions
6Aarethuspreferablyformedsuchthattheshapeinplanviéwthereof
is angled relative to'the longitudinal direction of the laminate
sheet 1A,

The positions of formation of the raised portions 6A are
?referably at the both side end portions of the laminate sheet 1A,
whereby the effects of the raised portions 6A can be exhibited
effectively. Specifically, the raised portions 6A are preferably
formed such that the outermost edge of each raised portion 6A is

within 20 mm of a side edge face of the laminate sheet 1A.

As the cutting blades C, there can be used for example ones
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effectively. Specifically, the raised portions 6A are

preferably fornmed such that the outernost edge of

each raised portion 6Ais wthin 20 mm of a side edge

face of the | am nate sheet 1A. As the cutting bl ades

C, .there can be used for exanple ones 19 provided on
Prafigatern gy pplierabe pophe val giort idire odub dbd It Rb1asr R1 as

shown in FIG 4. In this case, the lamnate is passed

shpetvigerIchesd . dimn chtisr ohs€) Re 2aRialtaNWE hd@ld®heRleen the
provided facing the die cut roller R, whéreby the

didaddit ctiltidig rRaaBnBeagathyed Quit &f fdciently . 4s -
formthe raised Bor?ions 6A. hﬁ?%ggﬁgkﬁ%ggﬁﬁgl?a?én%ﬁ%he die

cu€wbti I [ t.roller. R1 may al sQ have . :
P ey LR f B TS Far A i Cient 1y
: eri 4A and the adhesive |layer 3A into the

S0 X &"IRE B FrOREIoALT FHHeS ot SRy EhAby | Rerie B s the
nd tg$ remai nder portion 53A, and/or a punching bl ade

CUYHNG AT Che thendde RoterpdleroRd BAA aTherkmer @ moitting
articular limtations on the shape of the blade edge

blage daghhadft tngt bhadeo dioviding ahea dasedmpoetiobsa®And the
of a desired height can be fornmed, but in genera

adhsisghver lageseh potditdnRscobér Gietephb ot MBAs Wi) endlillstering
one than a sharp one. For exanple, a cutting blade C

porftd\ings 22 Riradeh € a6 :aRdHes }Q%r%:%m'ig?x,t %%&?cgﬁ]%ﬁ}g%%gﬁing blade

preferably used. As shown i

o e R R e PR o P ey T ARk chaped cover

rel ease "sheet plurafi shaped

she rtions 51A conprising the adhesive | ayer 3A

A PReS TS AR L pPaG PHAAT PrOTS B BGCYSIRM Rl Ghyblade
Ao width-direction central portion of a release

SAgP, R4 FiRRE- SUbF £RY Al 2GR fGcke dfonthers raised portions 6A of a

desired height can be formed, but in general higher raised portions
6A can be formed with a blunt one than a sharp one. For example,
a cutting blade C having a blade edge angle of from 60 to 100° can
' be preferably used.

As shown in FIG. 5, the laminate sheet 1A produced as described
above comprises a long release sheet 2A, a plurality of disk-shaped
cover sheet portions 51A comprising the adhesive layer 3A and the
base material 4A provided in succession along a width-direction
central portion of a release treatment-subjected surface of the
release sheet 2A, and the wavy bolstering portions 52A comprising
the adhesive layer 3A and the base material 4A provided along the
both width-direction side portions of the release
treatment-subjected surface of the reléase sheet 2A, and the raised

portions 6A which are wavy in plan view are formed on outer end
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rel ease sheet 2A, and the wavy bol stering portions 52A
conprising the adhesive |ayer 3A and the base

mat eri al 4A provided along the both wi dth-direction
side portions of the rel ease treatnent-subjected
surface of the rel ease sheet 2A, and the raised

Pogbienenat sphebehs e vl naviyortni qiart 34 ew are formed on
outer end 20 portions of the bolstering portions 52A.

For Kdwe thanmlamirasbesicd A 1A, henbhi KkOR8SsOfoft Ree portions of

portions of the bolstering portions 52A where the
the dbdedeROniis 10 25 8a RHRSe he kS 1 it e

t hi ckness of the cover sheet po?%?%%éagglo%%fq}a‘{]ﬁ%grepresent
is hed e Of piher Al jons .6A. Wien the |am nate

sheet 1A is \/\A%E%d&?g?ggéé%o ft € SHIWT PHESEI BT BLORR LA by
+hd 8l .S€ orti.ons 6A fornmed on the _bol stering portions

%%eslagg}@aosé B &P SR PR IE % %l | gap ari ses

bet ween the surface of each of the cover sheet

por t' t8¢ Al amtnat ¢ edieaturlPade whundieinteleasd lshsethown in
2A rolled thereupon. Each of the cover sheet portions

F1G1 &/ cEhet rubse quuiveme ¢ formbdi og she angl ytPHr 855 edrtions
by the outline portion of another cover sheet portion

S2A53 et a@nsphence, ehdi iseneppr §65ET gabhat 1 £8€ e@VRerSte urface
portions 51A is marked due to the roll pressure.

of MAtRAYErtheeVeRelrNshBE8:CASL { AL ﬂgﬁ%‘?ﬁ‘i af Q£S&ib1.gr ace of the

matter such as m nute pieces of st are fra

1bgtwesn i f i hate ,sh IArolled u ,
i on one ﬁ%%grgﬁ\%ﬁgnt}ﬁ}:e‘*pgérﬁ'naf%gcghoe‘ifg'hle&qvfr %\%%%‘agortmns
nt between the _surface of each

| S _prese
S1A ST RATS Bsver e LRRbR T BGrr Brans SAZRRA Leer ¢ w00 Surfieut 1ine
orfl thz rel.ease sheet 2A, if the dianmeter of the
b ﬁ%a%s B G FYre rale8E bog tdwam 3 16%, ahdhenthd tsigeuppressed

this gap, then formation of depressions in the cover
that the cover sheet portions 51A ismarked due to the roll pressure.

Moreover, even in the case that pleces of foreign matter such
asminute pieces of dust are trappedbetween sections of the laminate
sheet 1A rolled up on one another when the laminate sheet 1A is
wound, because a gap is present between the surface of each of the
cover sheet portions 51A and the rear surface of the release sheet
2A, if the diameter of the pieces of foreign matter is smaller than
the size of this gap, then formation of depressions in the cover
sheet portions 51A due to the foreign matter can be prevented.
Furthermore, with a conventional roll, even in the case that just
. a single piece of foreign matter gets trapped in, depressions are
formed due to the effect of this foreign matter in a plurélity of
the cover sheets which are rolled up on top of one another, whereas
for the roll of the laminate sheet 1A according to the present
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sheet portions 51A due to the foreign matter can be

prevented. Furthernore, with a conventional roll

even in the case that just a single piece of foreign

matter gets trapped in, depressions are forned due to

the effect of this foreign matter in a plurality of
enbpdinevier tbhestlsass shealr 8Ar0ld esclup fahd opvef shret portions

anot her, whereas for the roll of the |am nate sheet

514 Acancbeddigplacthe Moeseie Aot diyefte ENCe of the gap
rel ease sheet 2A and each of the cover sheet portions

th&ddb LA e 1§ %BleaﬁggiéiO@iPé@tg%‘r?gth%yrBﬁ?,Sé?ﬁtlgéence even

the gap therebetween in the r irection o
s =10l s .eye iLf _a _piece of foreign nmatter
L 1 e O SetRaBYoParter PRARREE oLPiEt Y Thebhp than the
: .becgnF§ attaghed to a cover sheet portiogn 51A, the
SL1Z2% Péct oIt ecHPBes BFtaore fiP RaEPERL SicttheprédparS1A, the
sheet portions 51A can be suppressed, and hence
etiesthali 6ie piegepreforedgnimeateplonr athey asiverheheevarortions
sheet portions 51A due to the foreign matter can be

51 raareitee gupyotes setht arlte Heolest efidmg tiant icih sl sarieons in a
provided on the |am nate sheet 1A according to the

- pluyreaseiyt oemirdcoeBl, stk guetti onssS3c dhel 6 @Hdgoreign matter
portions 52A having a thickness the sane as the

carl BeCkResenekdt he cover sheet portions 51A being
provided in this way, the rigidity of the |lamnate

h ' , . h h '
Sheske A RUET BhL L5 SECH 6.0 800, oREer UL S5 on one
ate sheet 1A is wound into _a roll

when the | am As
Landgate Ba°Boby ECCR3Cnd: kY t4° (e Jonk REPEC4RESE - 1Angraue to
. the present enbodinent, defects that nmay be forned on
SUCPhQOEB%FmghB@F%@Wi 248 BAN RWen tihecknas hdike srma as the

1A is wound into a rol
thickness of the cover sheet portions 512 being provided in this

way, the rigidity of the laminate sheet 1A overall is secured, and
hencethereisanadvantage thatdeformationof theroll is suppressed
when the laminate sheet 1A is wound into a roll.

As described above, according to the laminate sheet 1A of
the present embodiment, defects that may be formed on the cover
sheet portions 51A when the laminate sheet 1A is wound into a roll
can be greatly reduced.

Note that in the above embodiment, the division of the base
material 4A and the adhesive layer 3A and the formation of the center
‘hole portions 54A (FIG. 1(b)) and the peeling off and removal of
the remainder portion 53A (FIG. 1(c)) were carried out before the
formation of the raised portions 6A (FIG. 1{(d)), but there is no
limitation to this in the present invention, it being possible to
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can be greatly reduced. Note that in the above
enbodi nent, the division of the base material 4A and
t he adhesive | ayer 3A and the formation of the center
hol e portions 54A (FIG 1(b)) and the peeling off and
renoval of the remainder portion 53A (FIG 1(c)) vvere
Caggy [quédtbeif osapdient tle thegraded bpodtiohe 6fal BEY- 1(d)) before
portions 6A (FIG 1(d)), but there is no linmtation
the peeliing of f hed preeseatl ¢fhHvkatrieor,inide e gl poSSAKIFEG.Al (c) ),
22 carry out the formation of the raised portions 6A -
or (fd Gordh {1th rhikeliosert ides eeting: ofefzcand (aenpvald ehen carry
the renmai nder portion 53A (FIG 1 (c¢) ) , or to form

out hend %ﬁ@ﬁsﬂﬁ“d@%e&%aser ﬁltat(al:::ﬁg‘l Ia(dha)c eaﬁcﬁihé@ia@e layer

carry out the d| vi si on of base material 4A and

d h f f
i oEh TR PR

r val the_re nder portjon 53A (FIG
o5 Pt CHb SHBbVETGKROM Ene e HaNA53R (FIC.

the bolstering portions 52A was carried out fromthe
1{glkface side of the base material 4A so as to form

the raised portions 6A on the base material 4A

sur fMaoecgicds oh the bodet exribgdjpoerit orchebRPALfbattting of the

there is no limtation to this in the present

bolgn@niiPmoritti calsS62AbRaBcPPEEED| dutl Tredl Eyicopthirbaté side of
cutting froma rear surface side of the both side end

thP YaldeOhS @ 16N 1heL635E SN rmPARRO ra9 sk FOEEY oh8 §§don the

portions 6A" on the rear surface side of the both side
oo LSRR8 oﬁkd%a.gﬁ A ione 52, o
th | am,nat e hee{: IL' und a_rol h - tz_i\.sed it also

eprc?rtlu oH8 3 i’TBH Hé]art uPFSEE Euﬁ% of -t e
belrnegI pOSSlble to carry out half cutting from a rear surface side
of the both side end portions of the release sheet 2A so as to form
raised portions 6A’ on the rear surface side of the both side end
portions of the release sheet 2A as in the laminate sheet 1A’ shown
in FIG. 7. When this laminate sheet 1A’ is wound into a roll, the
raised portions 6A’ formed on the rear surface side of the release
sheet 2ZA act as spacers, and hence a small gap arises between the
surface of each of the cover sheet portions 514 and the rear .surface
of the release sheet 2A rolled thereupon, whereby effects as
described above can be obtained.

Furthermore, in the embodiment described above, the shape

.in plan view of each of thé raised portions 6A was made to be wavy,
but there is no limitation to this in the present invention, for
example a plurality of x-shaped raised portions 61A provided in 7
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sheet 2A act as spacers, and hence a snall gap arises
between the surface of each of the cover sheet
portions 51A and the rear surface of the rel ease
sheet 2A rolled thereupon, whereby effects as
descri bed above can be obtained. Furthernore, in the

a ldisoBRieit UsestRP bl thsolaningee sthasd 1A gliawn dinel6f 8(a),
each of the raised portions 6A was rmade to be wavy,

a mitralierne dfsdnegbhait hinenstapddirsiised berpieaens2A provided
invention, for exanple a plurality of x-shaped raised

in poritiirensmaglBeptovtded im tHS 1anline dTBYicBe USEdsBSwAMn FIG.
the | am nate sheet 11A shown in FIG 8 (a) , a

8 (B urgk i )bl%fra‘iii%gzo%@ rbhnghégggegaiQéateﬁ%fl?{&@rk%%eﬁ%ovided

provided™ in a lirne may be u as In am na

: . Ln FIG__ 8(b lyrali, f . .
in S35 20 AP El o Bl o BB oSt grgporion
ch_bein erpendicul ar to the |ongjtudinal direction
of FPE NIRRT RattShdep 18K PRyIS5E asetl 4419 happpate sheet 132

| am nate sheet 13A shown in FIG 8(c). [Second
shosfhddi et 8 (Fla second enbodi nent, description is
given taking as an exanple a | am nate sheet for which

[ Setdvends anfrack menttlhe adhesive layer is required to be
snooth, for exanple a lam nate sheet in which the

adhdsi eskayas efbuaedehe] HepELDg:BogOVErgShaettdiI0ing as an
protecting a recording layer of an optical disk or a

exald 1@ 4 9@ ndi-$P RYe OfF o ran i, Qﬁ_etglﬁrfz%é%eof @h@aﬁﬁeg@re layer
to (d h eet

) are sectional views show ng a lamnate s

1o BEgUCLR0,IPLLOBCERT L0 L2300 g IR SRR 6 nicn

of . lam nate sheet according.,
the adhiesive layer :tL]s usedc%orq:)orgdlng a cover sheet for protecting

- a recording layer of an optical disk or a film for a display of
a PDA or the like.

FIGS. 9(a) to (d) are sectional views showing a laminate sheet
producing method according to the second embodiment of the present
invenﬁion,FIG.10isaperspectiveviewofalaminatesheetaccording
to this embodiment, and FIG. 11 is a perspectivé view of a roll
of the laminate sheet according to this embodiment.

To produce the laminate sheet 1B according to the present
embodiment, as shown in FIGS. 9(a} and (b), an adhesive layer 3B
is formed on a release treatment-subjected surface of a long release
~sheet 2B, and then as shown in FiG. 9{(c), a base material 4B is
press-bonded to a surface of the adhesive layer 3B.

As the release sheet ZB[ one like the release sheet 2A in

- .the first embodiment described above can be used.
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to this enbodinment, and FIG 11 is a perspective view

of aroll of the |amnate sheet according to this

enbodi ment. To produce the | am nate sheet 1B according

to the present enbodi nent, as shown in FIGS. 9(a) and

(b), .an adhesive _layer 3B is forned on a rel eas

t r eat HeARETEivEc ey s PP Ay dte ameoﬁ@erﬂerfeasléonéh%%tthe base

2B, and then as shown in FIG 9(c), a base material 4B
mat%rlc‘pl d8stparrreedee zningd hoadefl Qm@dhétexI@inyl@g off from

3B. As the rel ease sheet 2B, one |like the rel ease
thelredtea®h sheet 2B f ion:s:haﬁﬂi@dhﬁﬁlﬁedimr]bbﬁdia@qm:eade’ﬁ%rmined

be used. 24 The adhesive | ayer 3B may be one used for

bogedloBgetbe thaee haFod B d AkedBri 018y BiE @ﬁnﬂl‘i‘@i‘elease sheet
bonded obj ect after peellng off from the rel ease

2B Shagt 2R Qés@%a?%rg af%fsaed fon hondi Qér?@'e%rom ?ﬁgnt a

bonded obj ects toget ter separatl away

e heet d the bas terjal 4B : .
Wl%@es@n : Cﬁeﬁt‘fa—“tapowm% PR H b & FaPebofi fgnn main
t he adheS|ve | ayer 3B is main  used_portion (the
useg AT Forl TR BRT Pré?nséPFaE]él@P the sipkass el IHReadhesive

is required to be snooth). As an adhesive constituting
layate iadmesiniesdayer b8B stmeEhdf.  various types of

adhesi ve can be selected in accordance with the usage

of BlseaadhdbexévkbayensBBrotitdethbasedmd erd alayil: 3H)e any of

adhesive may be a pressure-sensitive adhesive

var(ittackitppes ageidiesDie Mdh PR saleukabl enagdhesiyehcdRith the
type of the pressure-sensitive adhesive nay be any of

usa%% SEEYEILIHIP e ﬁagé’l: W&f%hé%%ﬂaﬁéﬁing%.t erﬁ% adhesive
- ubber type, a silitone type, e,
may Hé aapngefesgﬁ%%sg %sz_%risx’r'et éggeggxl?eesftacklEnXeas@la%sén%f ,tlc;]% may be
a curable adhesive. The type of the pressure-sensitive adhesive
may be any of an acrylic type, a polyester type, a urethane type,
a rubber type, a silicone type, or the like, or may be a curable
pressure sensitive adhesive. Examples of the type of a curable
adhesive include radiation-curable adhesives such as an energy

ray-curable adhesive or thermosetting adhesive.

The thickness of the adhesive layer 3B is generally
approximately from 5 to 100 um, preferably approximately from 10
to 30 pm. The formation of the adhesive layer 3B can be carried
out using the same method as for the formation of the adhesive layer
3A in the first embodiment described above.

The basematerial 4B may be one to be bonded to a predetermined

bonded object by the adhesive layer 3B, or may be a release sheet
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adhesi ve include radi ation-curabl e adhesi ves such as
an energy ray-curable adhesive or thernosetting
adhesi ve. The thickness of the adhesive layer 3B is
general ly approxinately from5 to 100 m preferably
apprOX|nat from10 to 30 m The formation of the
é@%‘f fapmc fhepadiasivedlaxwn IBi ngnt hbesamee of the
nethod as for the formation of the adhesive |layer 3A
former hetli¢ rsasemzddimient 4deser ibed abgeehefFheltiasthe adhesive
mat erial 4B may be one to be bonded to a predeterm ned
lapend@dashireatihbyitbesadigsthe Wiane-BBe @i dB¥eReral portion
rel ease sheet 25 to be peeled off fromthe adhesive

thé BYEF @&nésmﬁ@%%%égdt tifgy.ner, the base

to

mat eri al IS used toget Wt the adhesive Iayer
3B [ t the dt.h- d| ectlon entr
por{TonCHEr e ol 1S PHE ML 0Seu ‘For 1 O £ hednesive

sh& qgi thg basi qgtﬁrlal 4B s used as an adhesive
i eFS e PRECHARLI Tl NBHAHTBESE! Ah ki any .5 Varyows types
various types of material can be selected in

of {tGHdaicEan e eRdeasageinf acherdpnce whtlerike wmge of the
‘For exanple, in the case that the base material 4B is

bagpmpéeused 43. a Fioaverashde} frothe ceseridiaigthayesasoimaterial
an optical disk, a resin such as a pol ycarbonate,

4B pslt;umém/dedretsrmebybatﬁu@ét fpel ¥ skybeds ngalk of an optical
sel ected as the material of the base materi a 4B.

disMQr 80N in T e8Pl 1 Yida A% 43S FBE?&EEH %ks}%%&;y froylate or

material 4B is to be Used as a

polg% orlhe.hi kg, 02 ool Ll s eeag% JuEhoas celluose orsa

i acetate rlaceta or ce ose ~ace
et hyl en

rate ol yest er. sugh .
4. bR Per 2 B i o B B A o Be doase material 43

_POL yol efjn such as pol yet hyl ene
istobtusedasafilmfor adisplay for a PDAor the like, a cellulose

estersuchascellulosediacetate, cellulosetriacetate orcellulose
acetate butyrate, a polyester such as polyethylene terephthalate
Q‘r polybutylene terephthalate, a polyclefin such as polyethylene
or polyprepylene, or a resin such as a-polyamide, a polyimide,
p-o}.yvinyl chloride, polymethyl methacrylate, a polycarbonate, or
a polyurethane can be selected as the material of the base material
4B; é base material fﬁade of such a resin can be used after the surface
thereof has been subjectedtoanti-reflection treatment, anti-glare
treatment, or the like.

In the case that the base material 4B is used as an adhesive
‘sheet, the thickness of the base material 4B is set in accordance
withtheusage of thebasematerial 4B, but is generally approximately
from 25 to 300 uym, preferably approximately from 50 to 200 pum.
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or polypropylene, or a resin such as a polyam de, a
pol yi m de, polyvinyl chloride, polynethyl

net hacryl ate, a pol ycarbonate, or a pol yurethane can
be selected as the material of the base material 4B;
a base material pade of such a resin can be used af t er

t he Sarfhf &therepabfl, hiy Wierasaofbet dehi¢ pase material 4B is

anti-reflection treatnent, anti-glare treatnent, or
a nejedskeheeh, Hret basateinlt hf thases mamertiealiadRB,sa material
used as an adhesive sheet, the thickness of the base
likattdratafo4B Hes regtaba stooar dandesemiddd thevasagebefselected.
the base material 4B, but is generally approximtely

Not & P @Rt 300 pMinPFief £y @Qpig)ﬁbf@f@fa\bfé @ ﬁgktaoone of
200 pm 26 On the ot her han in the case that the

th@%%ﬁe'é%teeél'l@ét 48 érﬁ? tgglﬁq!g?ean}ggg Pr%ﬁ:t ’r.L%EL gl%lﬁan?ﬁﬁrlgh@release

of the base materi

ase sh et 2B ri bove .can_be sel ected
fof Gt S REAs 4 RUESEn FHTs Caseiah o apheray bt botae force
nake one of _the release sheet 2B and that t he base
LYRRIEFISASABERES 1ight release force type rel ease
sheet, and the other be a heavy release force type
r el ddgeshbetlamifede ihehlighitims eeleashistiecthizB r eheasthesive
sheet 2B, the adhesive |layer 3B and the base nateri al
la il SBeahdntmatiekd agekhénlhas heen anineducedogashehoims been
in FIG 9(d), the both side end portion of the

prdaddmt asl shbahfigWIcueh@s taeNodpeneld atg EBEQHQH of the
the rel ease sheet 2B, rai sed portions 6B being forned

laﬂlhfaq}égilst Hé§f|’@|ﬂ€ hggtot{@c%% %‘}ah %8 Fﬂlglﬂn’%l{?g release

rai sed porti ons e de _
i o oo, e, LD o L AT s,
‘ i r%’leerrgg%god of forming the raised portions 6B, the depth of
the half cutting, and the height and shape in plan view of the raised
portions 6B are as for the raised portions 6A in the first embodiment
described above.

As shown_ inFIG. 10, the laminate sheet 1Bproduced as described
above comprises the long release sheet 2B, the adhesilve layer 3B
which is laminated on a release treatment-subjected surface of the
release sheet 2B and has a width-direction central portion as a
main used portion thereof, and the base material 4B laminated on
the adhesive layer 3B, and the raised portions 6B which are wavy
inplan view are formed on both side end portion of the base material
4B.

When the laminate sheet 1B is wound into a roll as shown in
FIG. 11, the ra;i.sed portions 6B formed on the both side end portions
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descri bed above. As shown in FIG 10, the | am nate
sheet | B produced as descri bed above conprises the

| ong rel ease sheet 2B, the adhesive layer 3B which is
| ami nated on a rel ease treatnent-subjected surface of

tctg]%t rel ease sheet 2B and has a wi dth-direction

of Pare Jrsd ladB 2Cthas PRASE o PRI Redta L hggp arises
the base material 4B |lam nated on the adhesive |ayer

begmeenridia herfarsedf pdwet odsheBinhrthonreenmengl porrtgloanof the
view are fornmed on both side end portion of the base

basateriedialdBB e tbher| sum fmte ofhekre AR ¢ sSsevalmreti ABarolled
aroll as shown in FIG 11, the raised portions 6B

théesipsh ON ThRendoh i sHidiBo £PdoR YTt tRES ARG 10fe 1B9cbaE e can thus
materi al 4B act as spacers, and hence a small gap

e ot on ST e REE R AR N S dhon of the
Lo S or B BhL B 1 SRR ve T Phy b thereﬁ%?ﬁugor’gwn of

r event ed frombeing strongly pressed by . the
th%&?ﬁﬁe&%v@f LeneT PR Hae eS'eherst fgpF@Iel éé‘h?ﬁéi‘féuﬂaéiﬁer is thus

For the main used portion of the adhesive |ayer 3B,
PrevRtad faon ofange-pehbiivauaferthe 1dus prgsevest eand hence
from orange-peeling due to the roll pressure, and
thehemoe tHnkes sspdot-hressrdbicehefsthéaséhefitoel aghesitveche main
| ayer at the main wused portion of the adhesive |ayer

useiB peat kg o R RRthe VRILAEer SEER AN Peh &GRSR ithkat.
pi eces of foreign matter such as mnute p| eces of

dust"lo‘?:"e%v@ifapé’@é% ki%tt‘f‘ﬁe?%a%%%h%@?u%fceg]g | R rfsmatter such

sheet 1B rolled up on one anot when t e | am
as %g? e &Egg%s &‘@#ﬁ%t g%%étaru%?pgd gagween psree%%_rc])tnsboe% %%erlamlnate
sheet 1B rolled up on one another when the laminate sheet 1B is
wound, because a gap is present between the surface of the base
material 4B and the rear surface of the release sheet 2B, if the
diameter of the pieces of foreign matter is smaller than the size
.of this gap, then formation of depressions in the base material
4Band the adhesive layer 3Bdue to the foreignmatter canbe prevented.
Furthermore, with a conventional roll, even in the case that just
a single piece of foreign matter gets trapped in, depressions are
formed due to the effect of this foreign matter in a plurality of
layers of the base material 4B and the adhesive layer 3B which are
rolled up on top of one another, whereas for the roll of the laminate
sheet 1B according to the present embodiment, the release sheet
2B, the adhesive layer 3B and the base material 4B can be displaced
from one another by the size of the gap therebetwéen in the radial
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material 4B and the rear surface of the rel ease sheet
2B, if the dianmeter of the pieces of foreign nmatter
is smaller than the size of this gap, then formation
of depressions in the base naterial 4B and the

adhesi ve Iager 3B due to the foreign natter can be
dlﬁ?%‘&%‘i’ﬁ@d{ the ke -hbr r%’tdeheW? e d v%rﬁ%‘?ﬁ?alofr%wmgn matter

even in the case that just a single piece of foreign
havibig ér demeter gaped eirnthaleghessi on farbe Japr hedodae atgached
the effect of this foreign matter in a plurality of
toltdheebssefmdther s dByatbe il f et} afidthdeiattwesifveotrayen matter
3B which are rolled up on top of one another, whereas

onfahdrhearekk 8f dhe Haa@ naterishest 4B %%%Oéghéglir@ layer 3B
the present enbodi nent, the rel ease sheet t he

rofohes n er
SRR s %ﬁoilﬁleﬂ?@%%é’%% s%éé éfén%"ﬁé; 8§5matl°n of
tween _in.the di a n._of the
d@fgrheﬁl&?lcse T8 anPir 8 S R iBh thtt Ppe aGFRySh 4B and
nmeter greater_than the size of the ap becones

thea Fede tBYERSHAVE it BRT o o1AE I Fatrrecandpe Mygvented.
pi ece of foreign matter on other |ayers of the base
mat €9 BFe4Bhrankhniie trisdsietelBayleat 3B s kgldnegade into a roll
t hereupon can be suppressed, and hence formation of

as depresbednsbbmea pherdminated giexced Bodst helbadeout from the
material 4B and the adhesive |ayer 3B due to the

rolfigr eingntA@at bekeCARtbei Bl eyenigd. tﬂé’ﬁé&htdﬁédiyﬂﬂﬁﬂdh of the
sheet 1B that has been nmade into a roll as descri bed

adh%@QW% 159§r|§ﬁ19§15h§h§ﬁ%.B@sh%eﬁoghﬁg ouénétgééﬁéﬁ’off from

; and the base material 4B and t mal n
yer 3B_is,cut to.a _desir

dh I
th%’%é ¥ s & of PP SHLLeRd F@Peggecgﬁgéﬁdzguwgmg an
n be_carried out using or di nar

tt
ordigpr %Qﬁﬁﬁﬁ@d S FObE IR B EBUPUSARE L8 aﬁl*:#wg ®Bunching

apparatus or the like.

The smoothness of the surface of the adhesive layer of the
éut adhesive layer 3B is maintained, and hence in the case, for
example, of using the adhesive layer 3B for bonding a cover sheet
for protecting a recording layer of an optical disk, errors in
reading/writing data due to the adhesive layér 3B can be prevented
from arising; moreover, in the case of using the adhesive layer
3B for bonding an anti-reflection film for a display, the adhesive
layer 3B does not impair the transparency of the display or the
imagé sharpness.

Notethatintheaboveembodiment,thehalfcuttingwascarried
- out from the base material 4B surface side so as to form the raised
portions 6B oh the base material 4B surface side, but there is no
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apparatus or the like. The snoothness of the surface

of the adhesive |ayer of the cut adhesive |layer 3B is

mai nt ai ned, and hence in the case, for exanple, of

u5|ng the adhesive | ayer 38 for bonding a cover sheet

rotecti a _recording |layer of, an optical_disk
ll%ﬁ%fjswe% ki RRgiiie PEPRET GRSl 4 Che LaBetyg possible
yer 3B can be prevented from arising; noreover,

totcl"r‘éré’a@‘ét&a%lcﬁ tine HepTesi vRAT SpafacEpside cb%ﬁauen@oth side

an anti-reflection filmfor a display, the adhesive
end gpatt 138 sdobstnotreil ppaier shéet t2Farspas encfooh taksed portions

di splay or the image sharpness. Note that in the

6B’alooy ehenbedt Nt fadde iRl brcuhé imecivas kaehdedor®ubns of the
fromthe base material 4B surface side so as to form

reld¥sd e 2@0%%'Qﬁstﬁ§ Qleﬂtha§§e@€Ifﬁ‘E%h6u% in FIG. 12.
surface side, but thereis no 29 limtation to this

Whéﬁ%ﬁfgleﬁg %éﬂ@ggﬁé SﬁdtﬁafﬁEgSHP po&%a%k?sgggwrtlons

carry out cutting ron1a rear surtrace Si
, h_si ortlons of the rel ease sheet 2B

6B S HERR P8 EES BOREi SHEESEE SHHELPE TRarE SH3SE e e 28 act
of the both side end portions of the release sheet 2B

2% £93CR Fhe 2PANPREFE §heBRliByaRMywhSe s Fiareap thaysewrface of
this am nate sheet 1B' is wound into a roll, the

ther gildsl-poreiconsn 6Bhtfelnpdrohonhef rele sasd aveesiidel 4B and
of the rel ease sheet 2B act as spacers, and hence a

thesmabt gaf=ard s€stietreten sthehsdt f2C e cofi edt fifereupon, whereby
w dth-direction central portion of the base nateri al

efféBtands WbecreatasHbbeeecah baeoheheasa sheet 2B
roll ed thereupon, whereby effects as described above

fﬁgMg gggé?hngﬁ tﬁ@r§58$% o d e APOVE ETMAIBUY p1an view

of each of the raised portions 6B was made to be wavy, but there
is no limitation to this in the present invention, for example
- x-shaped, diagonal line-shaped, or rod-shaped raised portions may
be used as shown in FIGS. 8(a) to (c).
[Other embodiments]
| The above embodiments havebeendescribed tocaidunderstanding
of the present invention, not to limit the present invention. The
various elements disclosed in the above embodiments are thus deemed
toalsoincludeall designvariations andequivalents fallingwithin
the technical scope of the present invention.
For example, each of the bolstering portions 522 on the
laminate sheet 1A may have a band shape with constant width.
Note that in the present invention, the raised portions 6A
or 6B were formed by half cutting, but as a method of deforming
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of each of the raised portions 6B was nmade to be wavy,
but there is no limtation to this in the present
i nvention, for exanple x-shaped, diagona
| i ne-shaped, or rod-shaped raised portions may be
used as shown in FIGS. 8(a) to (c). [Oher i
the Modd FRARIT thRR s péVidre Nabst 3heRve PeeRaBeks? KEYisage
to aid understanding of the present invention, not to
a metod thevlpiesdite bardnendrpofthicony @fi bhe bimieats sheet are
di scl osed in the above enbodi nents are thus deened to
pasdesd bettekadet @b | £ 0eigi Proyahicatllisons andceqoimaefisations, or
falling within the technical scope of the present

a méNEAE hQhi o BXRAPL &0 e 1Phot RenBYHBIIMTo £ the laminate

portions 52A on the |am nate sheet | A may have a band
RE i ant, i dt te t inth _
sheh2RR it 3a8stan MbO! feoalle LI AN BEBSER poreion

- shal f. cuttin byt_,as a net.hod of deformin 30 the :
oo il oEHg RO ROR S b SFaRF A Shoet OB Tcafos| 3FOLL oF
envi sage. a nethod in which the both end portions, of .
a 133 bps RepE ROERICes e i sbed Paafdest ko FAETRY S no acting
cogwheel s so as to formundul ations, or a nethod in

as @hispachel as meetiorardhéne botdtomesaivparatitos ofvari@ps with a
| am nate sheet using a laser, a hot needle or the

conbviekepo et @i sed hporde mirob behfgalermied aieoudbdHdeoll preksure,
each hole. However, for a roll of a |lamnate sheet

andpfoguerd 14sicRe idend @ MBErBRth9drobleneHat fRe 8@hiflcturing
as a spacer at portl ons where a concave portl on

cos%V%EagﬁeWilEHti at%og}é%étp%%ﬁ@sa@% 9\‘/9mﬂt§ﬁh9r obl ems may

arise due to ero pressure, a the latter

: od, there is a problemthat the manufacturing
[Exgﬁéﬁefgr the | am nate sheet becones very high.

Following is a more detailed description of the present
invention through examples and so on; however, the scope of the
present invention is not limited by these examples and so on.
[Example 1]

1l part by weight of a polyisocyanate compound (made by Takeda
Pharmaceutical Company Ltd., Takenate D-140N) as a crosslinking
agent was added to 100 parts by weight of a copolymer obtained by
copolymerizing 97 parts by weight of n-butyl aérylate and 3 parts
by weight of 2-hydroxyethyl acrylate, and 200 parts by weight of
toluene as a solvent was further added, thus a pressure-sensitive
adhesive coating agent was obtained.

The above pressure-sensitive adhesifé coating agent was

applied using a knife coater such that the thickness after drying
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[ Exanpl es] Following is a nore detailed description
of the present invention through exanples and so on;
however, the scope of the present invention is not
limted by these exanples and so on. [Exanple 1] 1
part by wei ght of a polyisocyanate conpound (nmade by

wolllak écta 2 SPpar oreice Uil ale 1€aspahy e bt tent Taklenat te @ duice of a
as a crosslinking agent was added to 100 parts by

re MR GhEhebt a(reapo ?@IN@Q@ ToRSDRAY TORY PP YPBTF 3@1 NJ thh ckness:
- parts by MEIght of n-butyl acrylate and 3 parts by

30 Wb oboBae DHSLANELTY| GBS e 25 2R 2R R s cctea

thus a pressure-sensitive adhesive coating agent was
surdlstcE :n€d 02The) abbteipedshur apsknsig i esiddhesieveelease agent
coating agent was applied using a knife coater such

ontiddhet higrtdi & |‘éﬁe§3pc§li){r }?Iééié‘@:el%%)h\f!ﬁwlgtgefgﬁmp "Bnd drying

onto the release tre subj ected surface of a

was' %E%E§@dsgﬁgt%éfm§jﬁug¥l Elsl\ggc"lﬁ %F%g %Eat? igﬂ:l'nade of

ness. m Ssur ace roug ase

ubJ bt aj ned
Jplﬁ\fy. AR FELRC e 2 e idlon 058 B, c0-75.
pol yet hyl ene terephthalate film and drying was
thl@émeuSéd o7)L/Et ol Sam mress dontgel ¢.o Athaspressariealsensitive
made of a polycarbonate film (nade by Teijin Ltd.,

adhBgie@eAtey &8 b forhade kKOesSs .p rifiudinds Pée§ S-hointat: having
to the pressure-sensitive adhesive layer thus forned,

a whibys B%OQHG'ﬁ& anhongikagtpabe haying a wdth of 150
nmmand a | ength of 100 m" Next, the |am nate was
pasﬁggtpetth‘gefgm?ngkg vpal'g pggs!eg bé@yeel}ga die cut roiler having

a wavy cutting blade (blade edge angle: 60 to 90°) provided around

an outer periphery thereof and an anvil roller provided facing the

die cut roller, thus half cutting each of the width-direction end
portions (a position 10 to 20 mm from each side edge face) of the

base material and the pressure-sensitive adhesive layer in a wavy

shape in plan view as shown in FIG. 2 so as not to penetrate through
the release sheet (thickness of remainder portion not cut: 20 pm),

raised portions being formed by the half cutting. The height of

the raised portions was approximately from 15 to 20 um.

Next, using a punching apparatus (made by Mark Andy Inc.,
Mark Andy 910), as shown in FIG. 2, awidth-direction central portion
of the base material and the pressure-sensitive adhesive layer was
divided into disk-shaped cover sheet portions (diameter: 120 mm)

and a remainder portion, and moreover a central portion of each
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a wavy cutting blade (bl ade edge angle: 60 to 900)
provi ded around an outer periphery thereof and an
anvil roller provided facing the die cut roller, thus
hal f cutting each of the width-direction end portions
(a position 10 to 20 nm from each side edge face) of
covee shrrle Ranteimlvampunicdegr eysupe- sense tien airagitar hole
| ayer in a wavy shape in plan view as shown in FIG 2
poxbies, rowd thepeariet rameinbdeoygirtidre wael pasked bddt and removed
(thickness of remainder portion not cut: 20 nm),

as rsthveed porrionss being formed by the half cutting. The
hei ght of the raised portions was approxi mately from

15 tﬂuezolQﬂ?m%ét ’shlé%'tngtﬁ‘uQU QBHﬂQe@pR?ef@t Héli@ﬁdeori% a 3
Mar k Andy I nc. Mar kAn 10) , as shown in FIG 2,

indf i i eobian gentral, o %fira%nlaffr ! emgaéeengla%ﬁ“@ha N and
e pressuré- sens | Ve Hohesive was
|nto di sk- sh cov sheet _portion dlaneter %

& YRHST difth P Ch‘trer 3 P an@ da (&Rt |F§

portion of each 32 cover sheet portion was punched
[Copaad-ia%e tfocdurf allcenter hole portion, and then the

remai nder portion was peeled off and renoved as shown

in Bl Gamdnatlee sharitnate phedticétiuss pindirced vmsl rapidegt that

onto a 3 inch-dianeter ABS core with an initial

the @bkinagibanst e iGfedlgoNc 288s ¢h taRel akhdha e AfsidYPfrhe die cut
thus a roll was obtained (see FIG 6). [Conparative

rol@&a_cnﬂla% bt Ack 2 Batsusheglq WasnPERLUESH: @St d %@@\m?:lhﬁcalned

1 except that the formation of raised portions on the

wa§f§? gneﬁ @?%Qﬁpgﬁgnggg %@E ?5 Ine?&ﬂﬁ%ﬁ%% ﬁ Example
E?to %@ car.e .under tqﬁ_sane rolllng condltlons as in

aining a
[Test Examples]

The rolled laminate sheet ineach of Example 1 and Comparative
Example 1 was left for 1 week under a 23 °C 50% relative humidity
atmosphere, and then the state of the cover sheet portions was
observed using a mercury lamp proljection method. In the mercury
lamp projection method, the adhesive sheet (cover sheet portion)
from which the release sheet had been peeled off was placed between
amercury lamp (madebyUshioInc., light source: SX-01250HQ, mercury
lamp power source: B-H250) and a white projection screen, and the
projection of the adhesive sheet on the projection screen was
observed visually. The distance between the mercury‘lamp.and the
adhesive sheet was made to be 170 cm, and the distance between the
adhesive sheet and the projection screen was made to be 30 cm.

The result was that for the cover sheet portion of the laminate
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1, thus obtaining a roll. [Test Exanples] The rolled
| am nate sheet in each of Exanple 1 and Conparative
Exanple 1 was left for 1 week under a 23 C 50%
relative humdity atnosphere, and then the state of
t he cover sheet portions was observed using a nercury
shiegipobriiamiod -néeheats|verhaotesegnyat |allp whereas for the
proj ection nethod, the adhesive sheet (cover sheet
coyert spagdt povmiavicththbhelamel maise stwst dfadohpanapiet etikample
of f was placed between a nercury |lanp (nade by Ushio
1, Inaxks off tgBbUSQURERT cPReHZHUKEh 8BE YY1 0haBR RS lstering
source: B-H250) and a white projection screen, and the
oRPEObAG! | ghesi | i
e ey ST G Ty o IR o oo
the nmercury | anp and the adhesive sheet was nmade to
be 170 cm and the di stance between the adhesive

sheet and the projection screen was nmade to be 30 cm
The result was th259E5I5£%¥L§£Eé$§%%£5£1¥ortion of the
| am nate 33 sheet of Exanple 1, defects were not seen
at allre Pagseeisitwmntimn lsprafudhéer gpordhieoni of stiget desired
| am nat e sheet of Conparative Exanple 1, marks of the

todutvd ne deffesttiser foneemeieain pdhkisinve sited¢héor manufacturing
bol stering portions and depressions caused by foreign

an ned tiara Weties ks gancol MPUSTER ALE APBIHGEABK LG Ya TRec Pr&seftlayer,
invention is useful for an adhesive sheet desired to

a shave Moy aed @%@amﬂﬁ—r@@@i%gﬁfa?@?%%‘v‘i%g@ﬂ%e fQboves, pits
manuf acturing an optical disk (a cover sheet for

or pl[l?é q_cit]ié]%oq:r{e%c%r}}(gr%%nl,ag%fz’. 'aoﬁhggt agﬁgéf\ge asl%eet that is
stanper-receiving layer "having’gui de 'gr ooves, pits ~or

he |ike for her eon . r hesj v h
re(%Lth‘fecill gg haoverrgdsnttoogchegui:faect:g o)f’ tl?e a%?le%gw%slayeers, %gtr example

an adhesive sheet for bonding a film for a display of a PDA or the

like.
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required to have a snmooth surface of the adhesive

| ayer, for exanple an adhesive sheet for bonding a
filmfor a display of a PDA or the |I|ike. 34 CLAIM

1. Alam nate sheet conprising: a long rel ease sheet;
an adhesi ve sheet that is |lam_nated on said rel ease
sheet and has a predeterni néd®f%he; and an auxiliary
sheet that is provided on said release sheet in a
different position to said adhesive sheet; wherein a
rai sed portion is fornmed by half cutting on the front
sur flace siAdd aofinsdied shexit] campribéaty:or a part of the
rear surface side of said rel ease sheet correspondi ng

t0 sAildrxidlicay stheel;, so that the thickness of a
portion of said auxiliary sheet including said raised

portajrpgdih%.ég_%%a g%te%héﬂa{hfstférﬁmgééd 0fn 8a RPN I%n%és%f sheet

sai d adhesive s 2. The lam nate sheet accor
claiml,. wherein said_auxiliary sheet has an

am#gg% %%qu%%ﬂﬁm%¥¥ﬁibe % 0“84i d adhesive sheet. 3

The | am nate sheet according to claiml1l or 2, wherein

a pPir 3Ly 18f Ysaraehdhet ves shertided e pridi td¢ iggse sheet
. succession on the center portion in the width
in § idifiegiendf posild ioal éaseagheerhesang shiegtauxiliary

sheet is provided on both side portions in the wdth

di r sberennof saidedebeanskosheetformed bahalaf ewitdely on the

conpri si ng: ,
front surface side of said auxiliary sheet or a part of the rear
surface side of said release sheet corresponding to said auxiliary
éheet, so that the thickness of a portion of said auxiliary sheet
.including said raised portion is greater than the thickness of a
portion of said adhesive sheet.

2. The laminate sheet according to claim 1, wherein said
auxiliary sheet has an identical layer structure to said adhesive
sheet.

3. The laminate sheet according to claim 1 or 2, wherein
a plurality of said adhesive sheets are provided in succession on
the center portion in the width direction of said release sheet,
-and said auxiliary sheet is provided on both side portions in the
width direction of said release sheet.

4. A laminate sheet comprising:

a long release sheet;

an adhesive layer that is laminated on said release sheet;

and
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a long rel ease sheet; an adhesive |ayer that is

| am nated on said rel ease sheet; and 35 a base

material that is |am nated on said adhesive | ayer;

wherein a raised portion is formed by half cutting on

a part correspondln to a portion other than a_main

used RFIS GRTEF184i ghaédhﬁsﬁ@m%‘é@ H sxEd rgdsive layer;

surface side of said base material or the rear

sur e esirde o issd ordlieasks sfeated by Takf lcutitiateeon a part

sheet according to claim4, wherein the center
coprrtpoming ttheavwalt thi ¢h retidronhah $aiadradikesi pertdyerof said

is the main used portion of said adhesive |ayer, and

adifed iOrd ala POréneOFront EQrMBEe08 BOLIF %QQdPEﬁEéQﬁ@téﬂal or
the wwdth direction of said base material or sa

thd &R soRle fAacThe lalnala Sheetgeror i ng o’ any
of a

I
ims 1 throu 5S wher el n sai ralsed portlon i's
for d sot ha the r shape her s.an
ol Bt ve TBY hehtBAbe U SaIA PLE4fafr Sherein the
| am nate sheet. 7. A |l am nate sheet roII obt ai ned by
centan pogtdent Ae FhRi hdkh dheestiee RHiTRLd RARplore layer is
clainms 1 through 6. 8. A nethod of producing a
thegd masedgtvaati oncofrpril diatie s iprobave ng aad savichasésed portion
sheet having: a long rel ease sheet; an adhesive sheet

is fhamedson doithated mwirtsiadds el Ehs&vjsiteetji&ﬁad:th@& af said base
predet erm ned shape; and an auxiliary sheet that is

matprowilded eaigsakdebgbeaneegheet in a different
position to said adhesive sheet; and

6. The laminate sheet according to any of claims 1 through
5, wherein said raised portion is formed so that the planar shape
thereof is angled relative to the longitudinal direction of said
laminate sheet.

7. Alaminatesheetfollobtainedbyrollingﬁpthelaminate
sheet according to any of claims 1 through 6.

8. A method of producing a laminate sheet, comprising:

producing a laminate sheet having: a long release sheet; an
adhesive sheet that is laminated on said release sheet and has a
predetermined shape; and an auxiliary sheet that is provided on
said release sheet in a different position to said adhesive sheet;
and

half cuttingapart inwhichsaidauxiliary sheet ispositioned
or a part corresponding to said auxiliary sheet, at an arbitrary
stage, to form a raised portion on the front surface side of said
auxiliary-sheet or the rear surface side of said release sheet so

36




hal f cutting a part in which said auxiliary sheet is
positioned or a part corresponding to said auxiliary
sheet, at an arbitrary stage, to forma raised
portion on the front surface side of said auxiliary

sheet or the rear surface side of sajd rel ease sheet,
thap thegthidinesmof BiRdesy 8f sg id@uiioiasy shpdt that includes
auxiliary sheet that includes said raised portionis
sagflezaired bantibe ihickertssr dhaa pbetilbiclfessaifda portion of
adhesi ve sheet. 9. A nethod of producing a |am nate
sattieetihesovprsiséang. |amnating a | ong rel ease sheet,
an adhesive |ayer, and a base material in this order,

hal fo cut t imeheahRbba peddudihiakel andhdtPeghddy, Afdmprising:
and renovi ng an unnecessary portl on to form an

e e L 2uht ERLEPERR DR I0 Aoy gover,

predet erm ng a" part i

Ld auxiliary, sheet. is ositiqned or a pa . .
and B R Y S e GEePFs hry Sehbdtind gl getained Laminate,
rbitrary stage, to forma raised portion on the front
amg RIS iU B PG |aRrAraRaS Y R iegy to form an
surface side of said release sheet. 10. A nethod of
adhmgidiec Phgeh dnahin aneidHeaty, shemphiesiing:a pradehetrinnged shape;
| ong rel ease sheet, an adhesive |layer, and a base
andmterial in this order; and half cutting a part in
which a portion other than a nmain used portion of

sai d adhesive bayeinhSa RS 11N@Eieh 8aPalbuxiliary sheet is
corresponding to the portion other than a main used

POS‘E‘?&EQ%@ Ok £3dke ggpgggisggpgl}agg toHa A A48 sheet, at an
érbitrary stage, to form a raised portion on the front surface side
of said auxiliary sheet or the rear surface side of said release
sheet.
10. A method of producing a laminate sheet, comprising:
laminating a long release sheet, an adhesive layer,
and a base material in this order; and
half cutting a part in which a portion other than a
main used portion of said adhesive layer is positioned or a part
corresponding to the portion other than a main used portion of said
adhesive layer, at an arbitrary stage, to form a raised portion
on the front surface side of saidbasematerial or on the rear surface
side of said release sheet.
11. Amethod of producing a laminate sheet roll, comprising
producing a laminate sheet using the method of producing a laminate
sheet according to any of claims 8 through 10, and then winding
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on the front surface side of said base material or on
the rear surface side of said release sheet. 11. A
nmet hod of producing a | am nate sheet roll, conprising
produci ng a | am nate sheet using the nmethod of :
thgroduci ng a |l am nate sheet according to any of clains

PRE3HRT 1EAMERPRE] B ndi ng 37 the obt ai ned

| am nat e sheet. 38
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