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ABSTRACT

Photovoltaic modules may include multiple flexible thin film
photovoltaic cells electrically connected in series, and lami
nated to a substantially transparent top sheet having a con
ductive grid pattern facing the cells. Methods of manufactur
ing photovoltaic modules including integrated multi-cell
interconnections are provided. Methods may include steps of
coordinating, integrating, and registering multiple rolls of
substrates in continuous processes.
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INTEGRATED THIN FILM SOLAR CELL
INTERCONNECTION

where it is transformed into AC current at an appropriate
frequency, which is chosen to match the frequency of AC
current supplied by a conventional power grid. In the United
States, this frequency is 60 Hertz (Hz), and most other coun
tries provide AC power at either 50 Hz or 60 Hz.
One particular type of solar cell that has been developed for
commercial use is a “thin-film” PV cell. In comparison to
other types of PV cells, such as crystalline silicon PV cells,
thin-film PV cells require less light-absorbing semiconductor
material to create a working cell, and thus can reduce pro
cessing costs. Thin-film based PV cells also offer reduced
cost by employing previously developed deposition tech
niques for the electrode layers, where similar materials are
widely used in the thin-film industries for protective, decora
tive, and functional coatings. Common examples of low cost
commercial thin-film products include water impermeable
coatings on polymer-based food packaging, decorative coat
ings on architectural glass, low emissivity thermal control
coatings on residential and commercial glass, and scratch and
anti-reflective coatings on eyewear. Adopting or modifying
techniques that have been developed in these other fields has
allowed a reduction in development costs for PV cell thin-film
deposition techniques.
Furthermore, thin-film cells have exhibited efficiencies
approaching 20%, which rivals or exceeds the efficiencies of
the most efficient crystalline cells. In particular, the semicon
ductor material copper indium gallium diselenide (CIGS) is
stable, has low toxicity, and is truly a thin film, requiring a
thickness of less than two microns in a working PV cell. As a
result, to date CIGS appears to have demonstrated the greatest
potential for high performance, low cost thin-film PV prod
ucts, and thus for penetrating bulk power generation markets.
Other semiconductor variants for thin-film PV technology
include copper indium diselenide, copper indium disulfide,
copper indium aluminum diselenide, and cadmium telluride.
Some thin-film PV materials may be deposited either on
rigid glass substrates, or on flexible substrates. Glass sub
strates are relatively inexpensive, generally have a coefficient
of thermal expansion that is a relatively close match with the
CIGS or other absorber layers, and allow for the use of
vacuum deposition systems. However, when comparing tech
nology options applicable during the deposition process,
rigid substrates suffer from various shortcomings during pro
cessing, such as a need for substantial floor space for process
ing equipment and material storage, expensive and special
ized equipment for heating glass uniformly to elevated
temperatures at or near the glass annealing temperature, a
high potential for substrate fracture with resultant yield loss,
and higher heat capacity with resultant higher electricity cost
for heating the glass. Furthermore, rigid substrates require
increased shipping costs due to the weight and fragile nature
of the glass. As a result, the use of glass substrates for the
deposition of thin films may not be the best choice for lowcost, large-volume, high-yield, commercial manufacturing of
multi-layer functional thin-film materials such as photovol
taics.
In contrast, roll-to-roll processing of thin flexible sub
strates allows for the use of compact, less expensive vacuum
systems, and of non-specialized equipment that already has
been developed for other thin film industries. PV cells based
on thin flexible substrate materials also exhibit a relatively
high tolerance to rapid heating and cooling and to laige ther
mal gradients (resulting in a low likelihood of fracture or
failure during processing), require comparatively low ship
ping costs, and exhibit a greater ease of installation than cells
based on rigid substrates. Additional details relating to the
composition and manufacture of thin film PV cells of a type

CROSS-REFERENCE TO RELATED
APPLICATIONS
This application is a continuation of U.S. patent applica
tion Ser. No. 12/980,201, filed Dec. 28, 2010, which claims
priority from U.S. Provisional Patent Application Ser. No.
61/284,924, filed Dec. 28, 2009; Ser. No. 61/284,956, filed
Dec. 28, 2009; and Ser. No. 61/284,958, filed Dec. 28, 2009,
all of which are incorporated herein by reference. Also incor
porated by reference in their entireties are the following pat
ents and patent applications: U.S. Pat. No. 7,194,197; U.S.
Pat. No. 6,690,041; Ser. No. 12/364,440, filed Feb. 2, 2009;
Ser. No. 12/424,497, filedApr. 15,2009; and Ser. No. 12/587,
111, filed Sep. 30, 2009.
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The field of photovoltaics generally relates to multi-layer
materials that convert sunlight directly into DC electrical
power. The basic mechanism for this conversion is the pho
tovoltaic effect, first observed by Antoine-Cesar Becquerel in
1839, and first correctly described by Einstein in a seminal
1905 scientific paper for which he was awarded a Nobel Prize
for physics. In the United States, photovoltaic (PV) devices
are popularly known as solar cells or PV cells. Solar cells are
typically configured as a cooperating sandwich of p-type and
n-type semiconductors, in which the n-type semiconductor
material (on one “side” of the sandwich) exhibits an excess of
electrons, and the p-type semiconductor material (on the
other “side” ofthe sandwich) exhibits an excess of holes, each
of which signifies the absence of an electron. Near the ρ-η
junction between the two materials, valence electrons from
the n-type layer move into neighboring holes in the p-type
layer, creating a small electrical imbalance inside the solar
cell. This results in an electric field in the vicinity of the
metallurgical junction that forms the electronic ρ-η junction.
When an incident photon excites an electron in the cell into
the conduction band, the excited electron becomes unbound
from the atoms of the semiconductor, creating a free electron/
hole pair. Because, as described above, the ρ-η junction cre
ates an electric field in the vicinity of the junction, electron/
hole pairs created in this manner near the junction tend to
separate and move away from junction, with the electron
moving toward the electrode on the n-type side, and the hole
moving toward the electrode on the p-type side of the junc
tion. This creates an overall chaige imbalance in the cell, so
that if an external conductive path is provided between the
two sides of the cell, electrons will move from the n-type side
back to the p-type side along the external path, creating an
electric current. In practice, electrons may be collected from
at or near the surface of the n-type side by a conducting grid
that covers a portion of the surface, while still allowing suf
ficient access into the cell by incident photons.
Such a photovoltaic structure, when appropriately located
electrical contacts are included and the cell (or a series of
cells) is incorporated into a closed electrical circuit, forms a
working PV device. As a standalone device, a single conven
tional solar cell is not sufficient to power most applications.
As a result, solar cells are commonly arranged into PV mod
ules, or “strings,” by connecting the front of one cell to the
back of another, thereby adding the voltages of the individual
cells together in electrical series. Typically, a significant num
ber of cells are connected in series to achieve a usable voltage.
The resulting DC current then may be fed through an inverter,
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suitable for use with the presently disclosed methods and
apparatus may be found, for example, inU.S. Pat. Nos. 6,310,
281, 6,372,538, and 7,194,197, all to Wendt et al. These
patents are hereby incorporated into the present disclosure by
reference for all purposes.
As noted previously, a significant number of PV cells often
are connected in series to achieve a usable voltage, and thus a
desired power output. Such a configuration is often called a
“string” of PV cells. Due to the different properties of crys
talline substrates and flexible thin film substrates, the electri
cal series connection between cells may be constructed dif
ferently for a thin film cell than for a crystalline cell, and
forming reliable series connections between thin film cells
poses several challenges. For example, soldering (the tradi
tional technique used to connect crystalline solar cells)
directly on thin film cells exposes the PV coatings of the cells
to damaging temperatures, and the organic-based silver inks
typically used to form a collection grid on thin film cells may
not allow strong adherence by ordinary solder materials in
any case. Thus, PV cells often are joined with wires or con
ductive tabs attached to the cells with an electrically conduc
tive adhesive (ECA), rather than by soldering.
Flowever, even when wires or tabs are used to form inter
cell connections, the extremely thin coatings and potential
flaking along cut PV cell edges introduces opportunities for
shorting (power loss) wherever a wire or tab crosses over a
cell edge. Furthermore, the conductive substrate on which the
PV coatings are deposited, which typically is a metal foil,
may be easily deformed by thermo-mechanical stress from
attached wires and tabs. This stress can be transferred to
weakly-adhering interfaces, which can result in delamination
of the cells. In addition, adhesion between the ECA and the
cell back side, or between the ECA and the conductive grid on
the front side, can be weak, and mechanical stress may cause
separation of the wires or tabs at these locations. Also, cor
rosion can occur between the molybdenum or other coating
on the back side of a cell and the ECA that joins the tab to the
solar cell there. This corrosion may result in a high-resistance
contact or adhesion failure, leading to power losses.
Advanced methods ofjoining thin film PV cells with con
ductive tabs or ribbons may largely overcome the problems of
electrical shorting and delamination, but may require unde
sirably high production costs to do so. Furthermore, all such
methods—no matter how robust—require that at least some
portion ofthe PV string be covered by a conductive tab, which
blocks solar radiation from striking that portion of the string
and thus reduces the efficiency of the system. As a result, there
is a need for improved methods of interconnecting PV cells
into strings, and for improved strings of interconnected cells.
Specifically, there is a need for strings and methods of their
formation that reduce interconnection costs and reduce the
fraction of each PV cell that is covered by the interconnection
mechanism, while maintaining or improving the ability of the
cell to withstand stress.

Methods include steps of coordinating, integrating, and reg
istering multiple rolls of substrates in a continuous process. A
photovoltaic web material may be cut to provide partially
singulated cell regions. Singulation of discrete cells may later
be carried out by trimming edge portions after the web has
been laminated to another continuous sheet of material.
Methods of producing a building integrated photovoltaic
(BIPV) product, and methods of installing a BIPV product are
also described. A BIPV product including a laminated mod
ule package containing plural interconnected photovoltaic
cells may be provided in roll form. The laminated module
may also have a conductive return line parallel to the string of
cells. The module may be configured to allow an installer to
cut an appropriate strip from the roll for a specific building
feature, for example, a stretch of roof. The installer may then
apply an electrical connection from the last cell in the string,
to the return line, providing positive and negative connection
contacts on the same end, side, or proximity of the module.
Numerous other devices, intermediate articles, methods of
manufacture, and methods of BIPV installation will be appar
ent from the detailed description below and related figures.
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SUMMARY
Photovoltaic module configurations include multiple flex
ible thin film photovoltaic cells electrically connected in
series, and laminated to a substantially transparent top sheet
having a conductive grid pattern facing the cells. Modules
may also have a back sheet for protection. The back sheet may
also have a conductive pattern which is connected at selected
locations to the top sheet grid establishing electrical intercon
nection between opposite sides of adjacent cells.
Methods of manufacturing photovoltaic modules includ
ing integrated multi-cell interconnections are also described.

60

65

FIG. 1 is a top plan view of a continuous web of thin-film
photovoltaic material including slits and vias being prepared
for assembly into an interconnected photovoltaic module.
FIG. 2 is a top plan view of the photovoltaic web shown in
FIG. 1, with the addition of a front sheet including a metalized
pattern registered over the photovoltaic material.
FIG. 3 is a top plan view of the same assembly shown in
FIG. 2, after an additional step of trimming the edge regions
of the web to complete singulation of individual cells.
FIG. 4 is a top plan view of a back sheet for a photovoltaic
module, including a metalized pattern for conducting elec
tricity from one cell to an adjacent cell.
FIG. 5 is a perspective view showing the composite assem
bly of FIG. 3 in the process of being laminated onto the back
sheet of FIG. 4 in a continuous roll-to-roll process.
FIG. 6Α is a top plan view of the component shown in FIG.
5, after assembly and lamination.
FIG. 6Β is a magnified perspective view of a portion of the
substrate composition shown in FIG. 6Α, focusing on a
bypass diode component of a photovoltaic module.
FIG. 7 is a magnified perspective view of a via as shown in
FIG. 6Α.
FIG. 8 is a partial perspective, sectional view of a via prior
to applying dielectric material around the via.
FIG. 9 is a partial perspective, sectional view of the via
shown in FIG. 8 with the addition of dielectric material
applied around the perimeter of the via.
FIG. 10 is a bottom perspective, sectional view of the via
shown in FIGS. 8 and 9.
FIG. 11 is a top plan view of a photovoltaic module includ
ing integrated interconnection between cells, and an area
which is partially cut away to show conductive paths through
a metalized pattern on the back sheet of the module.
FIG. 12 is a top plan view of a back sheet including a
metalized pattern, as shown in FIG. 11, with the addition of a
spring mechanism for accommodating variable thermal
expansion rates between different layers of the photovoltaic
module.
FIG. 13 is a flow chart illustrating a method of manufac
turing a flexible photovoltaic module for installation on an
exterior surface of a building.
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FIG. 14 is a flow chart illustrating a method of installing a
building integrated photovoltaic (BIPV) product on a build
ing.
FIG. 15Α is a perspective view of a photovoltaic web, in
roll form, with scribe cuts defining discreet cells for eventual
assembly into interconnected sets of cells in another example
of a photovoltaic module.
FIG. 15Β is a magnified perspective view of a portion of the
web shown in FIG. 15Α.
FIG. 15C is a cross-sectional view of a portion of the web
shown in FIG. 15Α.
FIG. 16Α is a top plan view of the photovoltaic web of FIG.
15Α, with the addition of cuts between discreet cell areas to
provide partial singulation of the cells.
FIG. 16Β is a magnified plan view of a portion of the web
shown in FIG. 16Α.
FIG. 17 is a top plan view of a transparent front sheet
including a conductive grid pattern for mounting on top of the
cells defined in FIGS. 15Α and 16Α.
FIG. 18Α is a top plan view of the transparent front sheet
shown in FIG. 17, with the addition of dielectric strips applied
over portions of the conductive grid.
FIG. 18Β is a magnified plan view of a portion of the front
sheet shown in FIG. 18Α.
FIG. 19 is an exploded view illustrating registered assem
bly of the photovoltaic web to the front sheet.
FIG. 20 is a top plan view of the photovoltaic web lami
nated to the front sheet with grid sub-patterns registered over
respective cell areas.
FIG. 21 is a partial magnified view of a portion of the
laminated composite shown in FIG. 20, with certain internal
structures drawn in dashed lines to illustrate interconnection
concepts between adjacent cells.
FIG. 22 is a flow chart illustrating steps in a process for
manufacturing a photovoltaic module with integrated cell
interconnection structures.

and/or (4) providing an attachment area to simplify installa
tion of a module, for example, on a roof or other exterior
surface of a building.
FIG. 1 shows an intermediate article of manufacture used
in a continuous in-line process to produce photovoltaic mod
ules including a plurality of photovoltaic cells integrally
interconnected in series. Web 100 is a thin-film flexible con
tinuous expanse of photovoltaic material made, for example,
according to principles explained in detail in U.S. Pat. No.
7,194,197 which is hereby incorporated by reference. In a
preliminary step of the process, a laser may be used to make
cuts in web 100 including a plurality of holes or “vias” 104,
edge apertures 108 and partial singulation slits 112. The pur
poses of the initial cuts shown in FIG. 1, will become more
apparent below with further description of the subsequent
processing steps.
After cutting holes as shown in FIG. 1, dielectric material
108 is applied and cured around the vias 104 and edge aper
tures. Suitable dielectric materials for application around the
vias may be any insulating material that is easy to apply and
cure in a roll-to-roll process, without harming the surround
ing photovoltaic material.
Independently from preparation of web 100 as shown in
FIG. 1, transparent front sheet 120 as shown in FIG. 2,
receives conductive grid pattern 124. In a preferred embodi
ment, the conductive grid is applied onto a thermoplastic
layer. For example, a thermoplastic layer may include an
ionomer which may be obtained from E.I. du Pont de Nem
ours and Company, commonly referred to as DuPont, under
the trade name Surlyn. The front sheet is a clear sheet of
starting substrate, for example (PET), having a thickness of
approximately 50-microns. The PET receives an even extru
sion coating of the ionomer everywhere on one side, for
example, about 100-microns in thickness. Next, a layer of
copper foil having a thickness of about 20-microns is applied
to the ionomer layer. The grid pattern on the front sheet may
be defined using an “etch resist” pattern, and then the copper
in all other areas is removed (chemically etched away). After
the etch step, the PET and ionomer layers remain with copper
remaining only in areas where it is desired to form the con
ductive grid or conducting traces for a reverse diode structure,
to be described in more detail below. The ionomer material
remains exposed everywhere where the copper has been
removed, i.e., around the grid structure.
As shown in FIG. 2, front sheet 120 includes grid structure
124 and conductive traces 129. Front sheet 120 is applied to
web 100 with grid 124 subcomponents aligned over partially
singulated cell regions 128. Front sheet 120 is then “tacked”
into place on web 100 by, for example, using direct heat from
laser diodes, a laser, or hot air jets, which are directed at a
small number of spots (small areas, for example, 1 - to 2-cm in
diameter, to melt ionomer on the front sheet or back sheet) as
the photovoltaic passes through a final pair of “nip” rollers in
the in-line process. The heat melts the ionomer in a few small
spots over each partially singulated cell, and the nip rolls
press the front sheet and the photovoltaic layers together
causing them to stick together in a few small spots, which is
enough to hold the assembly together as it is rolled up. In a
subsequent step later in the process, the entire composite goes
through final lamination where it is re-melted, causing it to
stick together everywhere.
FIG. 3 shows a subsequent process step in which the multi
sheet composite of FIG. 2 is cut along edges 140. The side
cuts 140 along with prior cuts 112 in web 100 complete
singulation (complete separation of individual photovoltaic
cells 128). The edge cuts shown in FIG. 3 may be made by a
laser to selectively trim the edges of the photovoltaic material

DETAILED DESCRIPTION
Systems and methods of interconnecting thin-film photo
voltaic cells in a flexible substrate package may include a
series of photovoltaic cells and a transparent top sheet cover
ing the cells. Electrically-conductive pathways are estab
lished connecting a “sunny” side of one cell to the back side
of an adjacent cell. One or more holes or “vias” may be
provided in a given cell for providing an electrical connection
from a conductive grid on the top side of a cell to a back side
of an adjacent cell. Additional methods and apparatus for
interconnecting flexible, thin-film photovoltaic (PV) cells in a
scalable, efficient process, are provided. More specifically,
examples of the present teachings relate to a roll-to-roll
assembly of flexible PV cells on a flexible current-carrying
back sheet. The back sheet may be a conductive substrate on
which photovoltaic materials have been deposited. Alterna
tively a current carrying back sheet may include an insulating
substrate having a conductive grid pattern deposited on one
side. The resulting assembly may be particularly well suited
for building integrated photovoltaic (BIPV) applications,
such as installation onto the roof or side of a building. A
current-carrying back sheet may include a metalized pattern
that provides one or more of the following features, among
others: (1) facilitating PV cell interconnection, (2) providing
a “return line” to transfer power produced by a module of
interconnected cells to a desired location, (3) providing a test
area allowing PV cells to be tested prior to final installation,
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while leaving overlapping end portions 142 of front sheet
120. Overlapping edge regions 142 then are available to be
laminated to a back sheet, as described in a subsequent step
below.
FIG. 4 shows back sheet 150 which has been prepared for
lamination with the composite shown in FIG. 3 in a roll-toroll process. Back sheet 150 may be made from a flexible
substrate material. For example, suitable substrates may be
constructed from PET, PEN, PEEK, polyimide, ETFE,
among others. In a preferred method, an “etch resist” process
is used to pattern upper layer 154 on back sheet 150. Conduc
tive pattern 154 may be made of copper or silver, among other
materials. In a preferred embodiment, back sheet 150 has a
layer of thermoplastic material 156, for example, an ionomer
as discussed above. The substrate material may be, for
example, PET at a thickness of about 50-microns. An
extruded coating of ionomer is applied across the surface at a
thickness of about 100-microns. A copper foil is then applied
over the ionomer. The copper foil layer may be about 25-microns thick. The copper layer is then patterned with an “etch
resist” material at a flex circuit manufacturer, and then the
copper in all other areas is removed chemically, i.e., etched
away using a process similar to those used to make printed
circuit boards. What remains is the PET and ionomer layers
everywhere with copper remaining only in the areas where its
needed to form back sheet conductive grid 154 and return line
158. Back sheet 150 is then printed with an insulating layer
(dielectric) everywhere except where contacts (shown in sub
sequent drawings) will be made through vias or to the back
side of a cell.
FIG. 5 shows front sheet 120 laminated on top of photo
voltaic web and/or discreet cells 128, and back sheet 150
being thermoplastically adhered to the bottom side of web
100. Prior to assembly, however, electrically conductive
adhesive (ECA) is applied over the vias on the underside of
photovoltaic web 100. The purpose of the ECA adhesive is to
connect the grid on the top side of cells 128 to back sheet grid
154. For example, a suitable ECA for this purpose may be
obtained from Engineered Conductive Materials under the
name DB1541-5. Similar suitable products may be obtained
from Conductive Materials, Inc., Ε. I. du Pont de Nemours
and Company, and Flenkel AG & Co. KGaA.
FIG. 6Α shows a plan view of a partially manufactured
photovoltaic module. As explained previously, back sheet
150 and front sheet 120 have been laminated together sand
wiching singulated photovoltaic cells 128. Electrically con
ductive adhesive (ECA) has been placed in vias 104 to pro
vide electrical interconnection from grids 124 on the top side
ofphotovoltaic cells 128 with grid 154 on back sheet 150. Test
areas 180 are provided at the end of each cell. Test areas 180
are formed by a portion of each cell which extends beyond its
respective grid 124. Test areas 180 provide easy access to
each cell for testing electrical efficiency and performance
during or at the end of the manufacturing process.
In a final stage of assembling the photovoltaic module into
a packaged product configuration, for example, a building
integrated photovoltaic (BIPV) product, terminal tape 184
which is selected to be nonconducting and protective, is
placed over return line 158 and over exposed contacts or test
areas 180. It may also be desirable to create partially cut out
regions 188 on return line 158 and test areas 180.
An entire module including the portion shown in FIG. 6Α
may take the form of a continuous photovoltaic product in a
roll form. A product example is configured for installation on
a roof. An installer may unroll a line of BIPV roofing material,
substantially as shown in FIG. 6Α. Nailing area 194 is pro
vided near an edge for attaching the material to the exterior of

a building by nailing, stapling, tacking, or some other appro
priate attachment mechanism. Once the installer has unrolled
an appropriate dimension of the flexible photovoltaic com
posite substrate, terminal tape may be removed from die cut
holes 188 over a pair of corresponding holes over a selected
terminal contact of a particular cell and a corresponding hole
on return line 158. Conductive tape, or some other appropri
ate conductive connector, 198 may then be applied to electri
cally connect the selected cell contact to return line 158. The
photovoltaic composite substrate may then be cut along line
200. Return line 158 leads to a terminal approximately near or
along the same end of the module where an opposite terminal
is connected to the other end of the string of cells. Providing
positive and negative contacts for the module near the same
side or end of the module product simplifies the installation
layout and process.
FIGS. 2, 3 and 6Α also show integrated bypass diode
structures for allowing current to pass backwards from a cell
that is shaded from light while the rest of the cells are oper
ating, thereby preventing damage to the shaded cell, and
allowing the power from the unshaded cells to leave the
module. The concept of using integrated diodes in thin-film
photovoltaic devices is described in detail in U.S. Pat. No.
6,690,041 which is hereby incorporated by reference in its
entirety for all purposes. FIG. 6Β shows close up details of an
integrated bypass diode foruse in photovoltaic modules. FIG.
6Β shows cells 128 including exposed contact regions 180.
Vias 108 contain ECA for making contact to grid 154, shown
in dashed lines, on back sheet 150. Dielectric 116 is applied
encompassing via 108 and extending in an oblong shape
covering edges of adjacent cells. Rectangular scribe cut 280
penetrates through the photovoltaic layers, but not through
the metal foil substrate. The scribed area defines a small
rectangle of photovoltaic material at the edge of each cell that
forms a “bypass diode”. In general, the bypass concept uses a
small rectangular area of the photovoltaic material near the
cell edge, separated from the rest of the cell by a laser scribe,
to form the bypass diode. The bypass diode allows current to
pass backwards through any cell that is shaded from light
while the rest of the cells are operating, preventing damage to
the shaded cell, and allowing power from the unshaded cells
to leave the module. Conductive trace 129, as described pre
viously, is printed on the top sheet, and applied to the top of
the photovoltaic web, for conducting current from via 108 of
one cell to the top side of an adjacent cell.
FIG. 7 shows a close up perspective view of via 104 cir
cumscribed by dielectric material 116 in photovoltaic cell
128. Conductive grid 124 includes bus bar 124α which passes
over and contacts ECA 210 in via 104. The oblong shape of
via 104 provides registration tolerance for placement of bus
bar 124α on top of ECA 210.
FIG. 8 shows a cross-sectional view through via 104.
Recess 218 is laser scribed around via 104 to isolate the
shunted edges ofthe via aperture. Recess 218 cuts through PV
layer 220, but not through back contact layer 224. FIG. 9
shows partial via 104 with dielectric material applied around
the circumference of via 104 including in recess 218.
FIG. 10 shows a partial view of via 104 from the underside
of web 100. Bus bar 124α of grid 124 may be seen on top of
ECA conductor 210 which electrically connects bus bar 124α
to grid 154 on back sheet 150. Dielectric layer 230 is applied
on the back side of web 100 around via 104 in a large enough
area to prevent shorting between grid 154 on back sheet 150
and the back contact layer of cell 128, i.e., the same cell
including via 104 and ECA conductor 210.
FIGS. 11 and 12 show conductive grid 154 on back sheet
150 and illustrate conductive paths relative to interconnection
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of adjacent photovoltaic cells. As shown in FIG. 11, negative
contact regions 250 are registered with respect to correspond
ing ECA conductors through vias in the photovoltaic web (not
shown in FIG. 11). Negative contact regions 250 receive
current from the top side grid, through vias, then conduct the
current to positive contact regions 254 which are connected to
the back (positive) contact of the adjacent cell. Dielectric
layer 230 (FIG. 10) has openings corresponding to contact
regions 250 and 254 to permit the desired interconnection of
the series of cells in the photovoltaic module.
FIG. 12, again shows conductive grid 154 on back sheet
150, with the addition of spring structures 260 which are
patterned out of metal, preferably copper, using the “etch
resist” procedure, as described above. A multi-layered com
posite of different materials, as described herein, may expe
rience problems due to variable thermal expansion rates of the
different layers. For example, copper may expand or contract
at a different rate with changing temperature, compared to
front sheet 120, PV web 100, and back sheet 150. Spring
structures 260 may allow some degree of tolerance or shifting
of the copper layer relative to other layers without interrupt
ing the conductive function of the back layer or the photovol
taic module as a whole. Also shown in FIG. 12 are apertures
264 provided around contact regions. Apertures 264 allow
increased surface area for adhesion between back sheet 150
and overlying photovoltaic cells. It will be appreciated that
other apertures or cut outs in grid 154 may be made in other
locations, for example, around other contact regions to
accomplish the same goal of increasing adhesion between the
sheets.
As shown in the figures, back sheet grid 154 includes
relatively laige or expansive conduits compared to grid strips
in grid 124 on the top side of the module. Grid strips on the
front of the module must be relatively thin to allow sufficient
transmissive area for sun to reach the photovoltaic cells. In
contrast, there is no similar need for the back sheet with grid
pattern to be transmissive. Accordingly, back sheet grid 154
uses relatively wide conduits which may decrease resistance.
FIG. 13 shows a flowchart illustrating process steps in an
exemplary method of manufacturing a photovoltaic module.
Method of manufacturing 300 is initiated by preparing a
photovoltaic (PV) web 304, preferably in roll form. Prepara
tion of a suitable PV web may be carried out, for example,
using principles disclosed in U.S. Pat. No. 7,194,197 and/or
in U.S. patent application Ser. No. 12/424,497, each of which
is incorporated herein by reference. Next, vias or small holes
or apertures, are cut 308 into the PV web along with linear
cuts extending width-wise across most of the width of the PV
web to define partially singulated photovoltaic cell regions
along the web. In a subsequent step 312 dielectric material is
applied around the vias which were cut in step 308.
In a subsequent or parallel step 316, a transmissive front
sheet is prepared with a metalized, conductive, grid pattern
applied on one side. The grid pattern includes sub-patterns
corresponding to cell regions which were partially singulated
in step 308. Next, in step 318, the front sheet is applied to the
PV web, aligning the grid with cell regions, and with the vias
cut in step 308. Edges of the PV web are then trimmed 322 to
complete singulation of the PV cells.
In a subsequent or parallel set of steps 326, a back sheet is
prepared having a metalized connection pattern. In step 330,
electrically conductive adhesive (ECA) is applied over the
vias on the underside ofthe PV web. In step 334 the back sheet
is applied to the PV web and the front sheet forming a lami
nated package or module in which individual photovoltaic
cells are interconnected in series, and protected between
laminated front and back sheets. Step 338 involves testing

cells by contacting exposed contact areas on the individual
cells. Step 338 may be carried out during the manufacturing
process prior to completing lamination of the entire package.
After testing 338, terminal tape may be applied 342 to cover
cell contacts and a return line which may, optionally, be
provided in the PV module.
FIG. 14 shows a flow chart 350 including steps for install
ing a BIPV product, for example, such as one which may be
manufactured according to the steps shown in FIG. 13. First,
a roll of BIPV solar composite is provided 354. In step 358,
the BIPV solar composite is partially unrolled along an exte
rior expanse of a building. A suitable length of the composite
is attached to the building exterior. Attachment step 358 may
involve nailing, stapling, adhesive binding, screwing, clamp
ing, or any other suitable attachment mechanism. Next, in
step 362, a selected corresponding pair of contacts are
accessed. A suitable pair of contacts may include one contact
on a particular photovoltaic cell, and another contact nearby
exposing a portion of a return line. Finally, in step 366, con
ductive tape, or another suitable conductive material, is
applied to the exposed pair of contacts, thereby completing
electrical interconnection of a suitably lengthed photovoltaic
module to a pair of contacts located near each other, on the
same end or side of the module.
FIG. 15Α shows photovoltaic web material 500, an unfin
ished portion of which (i.e., without any material removed) is
manufactured according to prior teachings, for example, as
disclosed in U.S. Pat. No. 7,194,197 whichis incorporated by
reference. Web 500 may, for example, be a metal back sheet
coated on a top side with a combination of chemicals which
produce a photoactive layer, for example, CIGS. As shown in
FIG. 15Α, scribe cuts 504 are made defining discreet cell
areas. Scribe cuts 504 remove semiconductor (CIGS) mate
rial cleanly down to the back contact. Scribe cuts 504 define
discreet cell regions 508. Each cell region 508 additionally
has tab or pad areas 512 on a long edge. Tab areas or regions
512 create interconnection pads, the use of which will be
shown and explained in more detail below.
FIG. 15Β shows a close up view of scribe cut 504 and
interconnection tab or pad 512. FIG. 15C shows a cross
section through the web portion shown in FIG. 15Α illustrat
ing where photovoltaic material has been removed leaving
behind exposed back contact layer 513.
FIG. 16Α shows PV web 500, as shown in FIG. 15Α, with
the addition of cuts 518 which extend most of the way across
the width of web 500 perpendicular to the long axis of the
web. Cuts 518 are between adjacent cells 508 and go through
the back contact sheet. Cuts 518 provide partial singulation of
discreet cells 508. Partial singulation cuts 518 may be made
for example using a laser process to cut across the web outside
the scribed cell perimeter. FIG. 16Β shows a close up of a
portion of FIG. 16Α showing the relative position of cut 518
relative to scribe cuts 504.
FIG. 17 shows front sheet 530 which is substantially trans
parent to permit sunlight to reach photovoltaic cells which
will eventually be positioned behind front sheet 530. Metal
grid pattern 534 is applied to one side of sheet 530. Grid
pattern 534 includes multiple sub-patterns corresponding to
respective cells. The configuration of grid 534 is designed to
permit a maximum amount of light to pass through front sheet
530, while also functioning to harness or collect current from
the top side of a respective PV cell. Grid 534 may be com
prised of copper or silver, and includes interconnection tabs
538 for eventual interconnection with pads 512 which were
previously described and shown in FIGS. 15Α and 16Α.
FIG. 18Α shows front sheet 530 including conductive grid
534 and interconnection tabs 538, as described previously,
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with the addition of dielectric strips 546 applied over an edge
of each sub-pattern of conductive collection grid 530. FIG.
18Β shows a close up of a portion of front sheet 530 indicating
the relative position of conductive strip 546 relative to an edge
of a sub-pattern of grid 534.
FIG. 19 shows an exploded view of web 500 being lami
nated to front sheet 530. Sub-patterns of grid 534 are regis
tered or aligned with cell regions 508 of web 500. As shown
in more detail below, interconnection tabs 538 of grid 534 on
front sheet 530 are registered with interconnection pads 512
on web 500.
FIG. 20 shows front sheet 530 laminated onto PV web 500.
The two sheets have been “tac” laminated. For example, the
two sheets may be tac laminated by heating selected locations
of the composite, in which a heat sensitive layer, such as
ionomer has been coated on a inner side of one or both of the
substrates. As shown in FIG. 20, interconnection tabs 538 on
grid 534 are registered relative to interconnection pads 512
which are essentially exposed regions of the back contact
layer where photovoltaic material has been removed. Addi
tional cuts 560 are made to trim the edges of web 500 which
completes singulation of discreet and separate PV cells 508.
FIG. 21 shows a portion of FIG. 20 with certain covered
features drawn in dashed lines to show how various structures
on web 500 and front sheet 530 are aligned in the intercon
nection region of the module. Scribe cuts 504 through the PV
layer exposing the back contact sheet 513 of web 500. Inter
connection tab 538 of grid 534 on front sheet of 530 is shown
registered on interconnection pad 512. Note that interconnec
tion tab 538 is significantly smaller than pad 512 to permit
some degree of registration tolerance. PV cell expanses 508
are actually slightly larger than the area circumscribed by
scribe cuts 504. Gap 570 is defined between adjacent cell
expanses 508α and 5086. Grid 534α extends beyond the edge
of respective cell expanse 508α, into gap 570 between cells
508α and 5086. Dielectric strip 546 covers the edge of cell
expanse 508α, the edge of conductive grid 534α, and the
adjacent edge of cell 5046. It can be seen from FIG. 21 how
grid 534α conducts current from the top (sunny) side of cell
508α to the back contact 572 of cell 5086, via interconnection
tab 538 and pad 512.
FIG. 22 shows a flow chart 700 for illustrating steps in a
process for manufacturing a photovoltaic module in accor
dance with concepts described above. Process 700 begins
with preparation 704 of a photovoltaic (PV) web material in
accordance with principles described in U.S. Pat. No. 7,194,
197, and in U.S. patent application Ser. No. 12/424,497, both
of which are incorporated by reference in their entirety. Sub
sequently, in step 708 the PV layer on the PV web is scribe cut
down to the back contact, thus defining perimeters of indi
vidual photovoltaic cells, and edge connection areas or pads.
Next, width-wise cuts are made 712 between cell areas to
partially singulate discrete cells.
In a subsequent or parallel set of steps, a front sheet is
prepared 716 with metal collection grid and interconnect
zones. Then dielectric strips are applied 720 over portions of
the grid on the front sheet. Subsequently, the front sheet is
joined 724 to the PV web. Interconnect tabs on the grid of the
front sheet are registered with respect to interconnect zones or
pads on the PV web material. Next, the edge regions of the
photovoltaic web are trimmed 728 to complete singulation of
discrete cells. Finally, electrically conductive adhesive
(ECA) or ultrasonic welding is used to connect 732 intercon
nection tabs of the grid on the front sheet, to the back contact
pads of the PV web, thus establishing electrical interconnec

tion between opposite sides of adjacent cells. A protective
back sheet may then be applied on the back side of the PV web
for protective purposes.
The methods described above and shown in FIGS. 13,14,
and 22 may be modified in many different ways for various
purposes. For example, subcombinations of the steps may be
practiced independently or in conjunction with other steps or
methods. Additional steps may be added. Steps may be
deleted, and the order of steps may be modified in accordance
with the principles described in this disclosure.
The method illustrated in FIG. 22 provides a roll-to-roll
process for serially connecting thing film, flexible PV solar
cells in the “downweb” or “machine direction.” A single
polymer web front sheet may be any length, and may be
patterned with a conductive collecting grid only on one side,
applied only on the front (light-incident) side of the PV web.
The grid may contact the light-incident PV cell surface of one
polarity, with selected portions of the grid contacting the
opposite polarity substrate of an adjacent cell on the front side
through a region where the PV material has been removed by
laser ablation, for example. The connection regions may be
created by removing PV material using mechanical or chemi
cal methods. The process may be carried out by handling the
PV material and the front sheet as continuous webs by fully
singulating the PV cells only after they are joined to the
continuous front sheet. Dielectric insulating regions may be
printed over selected areas ofthe conductive collection grid to
prevent undesirable shunting. Dielectric insulating regions
may also be printed over selected areas of the PV cells to
prevent undesirable shunting. Buss areas including conduc
tive regions of the conductive collection grid may be placed
over the gaps between PV cells to minimize active area loss.
The printed dielectric may be substantially transparent to
avoid shading losses. Laser processes may be used for selec
tive removal of the PV material to expose connection regions
to the substrate, and to electrically isolate defective areas of
the cells such as cut edges, by cleanly cutting the PV layers.
A laser process may be used to cut the PV cell and substrate
for cell singulation. The conductive collection grid patterned
on the polymer front sheet may be formed using multiple,
discrete lengths of metal wire or ribbon placed and adhered to
the front sheet. Electrical interconnections may be made
between the grid conductors on the front sheet and the
selected exposed substrate areas using ultrasonic welding, or
ECA.
While the concepts discussed above have been described
primarily in the context of flexible substrates having thin film
CIGS photovoltaic layers, it should be understood that many
of the concepts may also be readily used advantageously with
other thin film devices and processes, for example, based on
cadmium telluride, as well as rigid silicon based photovoltaic
devices.
The various structural members disclosed herein may be
constructed from any suitable material, or combination of
materials, such as metal, plastic, nylon, rubber, or any other
materials with sufficient structural strength to withstand the
loads incurred during use. Materials may be selected based on
their durability, flexibility, weight, and/or aesthetic qualities.
It is believed that the following claims particularly point
out certain combinations and subcombinations that are
directed to one of the disclosed inventions and are novel and
non-obvious. Inventions embodied in other combinations and
subcombinations of features, functions, elements and/or
properties may be claimed through amendment of the present
claims or presentation of new claims in this or a related
application. Such amended or new claims, whether they are
directed to a different invention or directed to the same inven

5

10

15

20

25

30

35

40

45

50

55

60

65

US 8,993,364 Β2
13

14

tion, whether different, broader, narrower or equal in scope to
the original claims, are also regarded as included within the
subject matter of the inventions of the present disclosure.
What is claimed is:
1. A method ofmanufacturing a photovoltaic module, com
prising:
preparing photovoltaic web material including a photoac
tive top layer formed of semiconductor material and a
metal back sheet;
scribing the web material by removing semiconductor
material down to the back sheet, to define a plurality of
discrete cell regions and a plurality of discrete intercon
nection pad areas disposed on a long edge of each cell
region;
cutting entirely through the web material between adjacent
cell regions;
applying a conductive grid pattern to a transparent front
sheet, the grid pattern including multiple sub-patterns
corresponding to the discrete cell regions and a plurality
of discrete interconnection tabs corresponding to the pad
areas of each cell region; and
laminating the web material to the transparent front sheet
with each grid sub-pattern aligned with one of the cell
regions so that each interconnection tab of the grid pat
tern is registered with a corresponding interconnection
pad area of one of the cell regions, thereby connecting
adjacent cell regions in electrical series.
2. The method of claim 1, further comprising applying
dielectric strips over an edge of each sub-pattern, each dielec
tric strip partially overlapping the interconnection tabs of a
particular cell region.
3. The method of claim 1, wherein cutting entirely through
the web material between adjacent cell regions includes
forming cuts that extend most of the way across the web
material in a direction perpendicular to a long axis of the web,
and further comprising trimming edge regions of the web
material to complete singulation of discrete cells, after lami
nating the web material to the transparent front sheet.
4. The method of claim 1, further comprising welding the
interconnection tabs to the interconnection pad areas.
5. The method of claim 1, further comprising connecting
the interconnection tabs to the interconnection pad areas with
electrically conductive adhesive.
6. The method of claim 1, wherein the interconnection tabs
are smaller than the interconnection pads to permit registra
tion tolerance.

7. A method of manufacturing a photovoltaic module, com
prising:
preparing a continuous roll of photovoltaic web material
including a photoactive top layer and a conductive back
sheet;
removing semiconductor material down to the back sheet,
to define a plurality of substantially rectangular discrete
cell regions each having a pair of short edges and a pair
of long edges, and a plurality of discrete interconnection
pad areas disposed on one of the long edges of each cell
region;
cutting entirely through the web material between long
edges of adjacent cell regions without completely sepa
rating the adjacent cell regions;
applying a conductive grid pattern to a transparent front
sheet, the grid pattern including multiple sub-patterns
corresponding to the discrete cell regions and a plurality
of interconnection tabs corresponding to each of the
interconnection pad areas; and
attaching the web material to the transparent front sheet
with each interconnection tab of the grid pattern regis
tered with a corresponding interconnection pad area of
one of the cell regions, to create a plurality of discrete
electrical series connections between each pair of adja
cent cell regions.
8. The method of claim 7, further comprising applying
dielectric strips over an edge of each sub-pattern, each dielec
tric strip partially overlapping the interconnection tabs corre
sponding to a particular cell region.
9. The method of claim 7, wherein cutting entirely through
the web material between adjacent cell regions includes
forming cuts that extend most of the way across the web
material in a direction perpendicular to a long axis ofthe web,
and further comprising trimming edge regions of the web
material to complete singulation of discrete cells, after lami
nating the web material to the transparent front sheet.
10. The method of claim 7, further comprising welding the
interconnection tabs to the interconnection pad areas.
11. The method of claim 7, further comprising connecting
the interconnection tabs to the interconnection pad areas with
electrically conductive adhesive.
12. The method of claim 7, wherein the interconnection
tabs are smaller than the interconnection pads to permit reg
istration tolerance.
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