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Description

BACKGROUND OF THE INVENTION

Field of the Invention

[0001] The present invention relates to a method for
manufacturing a substrate integrated gasket by applying
a gasket forming material onto a surface of a substrate
according to a screen printing.

Description of the Conventional Art

[0002] In a fuel battery structured such that a lot of fuel
battery cells are laminated, each of the laminated fuel
battery cells is provided with a seal means for sealing
fuel gas and oxidation gas. As the seal means, there has
been known a substrate integrated gasket 10 in which a
gasket 2 constructed by a rubber elastic body (a rubber
material or a synthetic resin material having a rubber
elasticity) having a flat upper surface is integrally formed
on a surface of a substrate 1 such as a separator which
corresponds to a component of the fuel battery cell, as
shown in Figs. 8A and 8B. Further, it has been known to
form the flat gasket mentioned above by using the screen
printing, and use the flat gasket by combining with a seal
projection or a bead having a chevron protruding shape
(refer to the following patent documents 1 and 2).
[0003] In order to form this kind of substrate integrated
gasket 10 according to the screen printing, a paste ap-
plication layer 300a is formed on a surface of a substrate
1 according to a predetermined print pattern as shown
in Fig. 10, by first of all positioning the substrate 1 and
bringing the substrate 1 into contact with a lower surface
of a screen plate 100 structured such that a mask 102
forming a paste applying opening 102a having a prede-
termined print pattern corresponding to a planar shape
of a gasket is formed in a lower surface side of a screen
101 constructed by a stainless mesh, pressing out a
paste 300 which is made of an uncross-linked rubber
material for forming the gasket and is supplied onto the
screen plate 100 to the paste applying opening 102a of
the mask 102 by traveling a squeegee 200 so as to attach
the paste 300 to the surface of the substrate 1, and there-
after separating the substrate 1 from the screen plate
100, as shown in Fig. 9. Further, the gasket 2 is integrated
with the substrate 1 at the same time of being formed as
shown in Figs. 8A and 8B, by crosslinking an application
layer 300a by heat.
[0004] Patent Document 3 discloses a method for man-
ufacturing a seal on a component, comprising the steps
of applying a seal material onto a surface of the compo-
nent by screen printing, and impressing the geometry of
the finished seal into the seal material by means of a tool,
wherein the tool is at a predetermined temperature so as
to cure the seal material. Further prior art is discussed in
Patent Document 4.

PRIOR ART DOCUMENTS

Patent Documents

[0005]

Patent Document 1: Japanese Patent No. 5310976
Patent Document 2: Japanese Unexamined Patent
Publication No. 2004-63295
Patent Document 3: EP 1 477 712 A1
Patent Document 4: WO 02/21890 A1

SUMMARY OF THE INVENTION

Problem to be Solved by the Invention

[0006] However, in the screen printing mentioned
above, the application layer 300a tends to collapse during
the process of separating the substrate 1 from the screen
plate 100. As a result, a cross sectional shape of the
application layer 300a is frequently changed to a curved
surface as shown in Fig. 11A or 11B in a practical sense.
Further, in this case, a height h of the application layer
300a is widely dispersed. Therefore, there has been fear
that a sealing performance becomes unstable in the gas-
ket which is formed in a state of having the cross sectional
shape.
[0007] The present invention is made by taking the
above point into consideration, and a technical object of
the present invention is to make it possible to form a
gasket having a cross sectional shape with high precision
in manufacturing of a substrate integrated gasket with
using a screen printing.

Means for Solving the Problem

[0008] The present invention employs the following
means for achieving the technical object mentioned
above.
The object is achieved by a method of manufacturing a
substrate integrated gasket having the features of inde-
pendent claim 1. Further advantageous developments
are set out in the dependent claims.
[0009] According to the method mentioned above, the
cross sectional shape of the application layer of the gas-
ket forming paste applied to the surface of the substrate
according to the screen printing is corrected by the ap-
plication layer correcting member pressed onto the ap-
plication layer after the printing, and the application layer
is cured in this state and forms the gasket. As a result,
the gasket having the high-precision cross sectional
shape is formed.
[0010] Further, the present invention may further em-
ploy the following means for achieving the technical ob-
ject mentioned above.
Preferably, in the method of manufacturing the substrate
integrated gasket having the structure mentioned above,
the gasket forming paste is made of an ultraviolet curable
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liquid rubber, the application layer correcting member is
constructed by a transparent plate, and the application
layer is cured by irradiating ultraviolet light to the appli-
cation layer via the application layer correcting member.
[0011] According to the method, since the application
layer correcting the cross sectional shape of the applica-
tion layer is constructed by the transparent plate, the ap-
plication layer made of the ultraviolet curable liquid rub-
ber can be crosslinked and cured by irradiating the ultra-
violet light to the application layer from the above of the
application layer correcting member, it is possible to
widely shorten a time for forming the gasket.
[0012] Further preferably, in the method of manufac-
turing the substrate integrated gasket having the struc-
ture mentioned above, the application layer correcting
member is formed into a tabular shape.
[0013] According to the method, since the upper sur-
face of the application layer is formed into a flat shape,
it is possible to easily manufacture the substrate integrat-
ed gasket in which the gasket having the flat upper sur-
face is integrally formed on the surface of the substrate.

Effect of the Invention

[0014] On the basis of the method of manufacturing
the substrate integrated gasket according to the present
invention, it is possible to easily form the gasket having
the high-precision cross sectional shape in the manufac-
turing of the substrate integrated gasket with using the
screen printing. Therefore, it is possible to manufacture
the substrate integrated gasket which is excellent in the
sealing performance.

BRIEF EXPLANATION OF THE DRAWINGS

[0015]

Fig. 1 is an explanatory view showing a process of
forming an application layer onto a surface of a sub-
strate according to a screen printing, in a preferable
embodiment of a method of manufacturing a sub-
strate integrated gasket according to the present in-
vention;
Fig. 2 is an explanatory view showing a state the
application layer is formed onto the surface of the
substrate according to the screen printing, in the
preferable embodiment of the method of manufac-
turing the substrate integrated gasket according to
the present invention;
Fig. 3 is an explanatory view showing a process of
pressing an application layer correcting member to
the application layer, in the preferable embodiment
of the method of manufacturing the substrate inte-
grated gasket according to the present invention;
Fig. 4 is an explanatory view showing a step of press-
ing the application layer correcting member to the
application layer and curing the application layer, in
the preferable embodiment of the method of manu-

facturing the substrate integrated gasket according
to the present invention;
Fig. 5 is an explanatory view showing a step of press-
ing the application layer correcting member to the
application layer and curing the application layer, in
the preferable embodiment of the method of manu-
facturing the substrate integrated gasket according
to the present invention;
Fig. 6 is an explanatory view showing the formed
substrate integrated gasket, in the preferable em-
bodiment of the method of manufacturing the sub-
strate integrated gasket according to the present in-
vention;
Fig. 7 is an explanatory view showing a step of press-
ing an application layer correcting member con-
structed by a transparent plate to an application layer
and curing the application layer by irradiating ultra-
violet light, in a preferable second embodiment of
the method of manufacturing the substrate integrat-
ed gasket according to the present invention;
Figs. 8A and 8B show an example of the substrate
integrated gasket, in which Fig. 8A is a plan view and
Fig. 8B is a cross sectional view along a line B-B’ in
Fig. 8A;
Fig. 9 is an explanatory view showing a process of
forming an application layer onto a surface of a sub-
strate according to a screen printing, in a conven-
tional art;
Fig. 10 is an explanatory view showing a state in
which the flat application layer is formed onto the
surface of the substrate according to the screen
printing; and
Figs. 11A and 11B are explanatory views showing
an example of a cross sectional shape of the appli-
cation layer which is formed onto the surface of the
substrate according to the screen printing.

DETAILED DESCRIPTION OF PREFERRED EMBOD-
IMENTS

[0016] A description will be given below of a preferable
embodiment in which a method of manufacturing a sub-
strate integrated gasket according to the present inven-
tion is applied to manufacturing of a substrate integrated
gasket 10 shown in Figs. 8A and 8B, with reference to
the accompanying drawings.
[0017] In this embodiment, first of all as shown in Fig.
1, a gasket forming paste 30 is applied to a surface of a
substrate 1 by a screen printing device 20. More specif-
ically, the screen printing device 20 is provided with a
movable table 3 which can position and fix the substrate
1 to an upper surface thereof and is moved up and down
by an actuator (not shown), a screen plate 4 which is
arranged in an upper side of the movable table and is
structured such that a mask 42 forming a paste applying
opening 42a having a predetermined print pattern corre-
sponding to a planar shape of the gasket is integrally
provided in a lower surface side of a screen 41 construct-
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ed by a stainless mesh, and a squeegee 5 which travels
and moves on an upper surface of the screen plate 4 so
as to slide. A thickness of the mask 42 is set in such a
manner that a height h1 of a paste application layer 31
applied to the surface of the substrate 1 as shown in Fig.
2 by the screen printing device is appropriately higher
than a height h3 (refer to Fig. 6) of the gasket 2 to be
formed.
[0018] The substrate 1 is constructed by a metal plate
which is formed into a rectangular picture frame shape
obtained by rounding corners (refer to Figs. 8A and 8B),
the substrate 1 is brought into contact with a lower surface
of the screen plate 4 by positioning and installing the
substrate 1 on the movable table 3 and thereafter moving
up the movable table 3, and a paste 30 supplied onto the
screen plate 4 and made of an uncross-linked rubber
material for forming the gasket is pressed to the paste
applying opening 42a of the mask 42 by the traveling of
the squeegee 5 and is attached to the surface of the
substrate 1.
[0019] Next, the substrate 1 is separated from the
screen plate 4 by moving down the movable table 3 as
shown in Fig. 2. The paste application layer 31 is formed
on the surface of the substrate 1 with a predetermined
print pattern. Further, the cross sectional shape of the
application layer 31 is unstable by a shearing action
caused by an attachment property to the screen 41 and
the paste applying opening 42a when detaching the
screen plate 4, and the height h1 thereof is higher than
the height of the gasket to be formed.
[0020] Next, as shown in Fig. 3, the substrate 1 in which
the application layer 31 is formed according to the screen
printing is installed to a correcting device 40. The cor-
recting device 40 is provided with a table 6 which can
position and fix the substrate 1 to an upper surface there-
of, a spacer 7 which is arranged so as to surround an
installation space of the substrate 1 in the upper surface
of the table 6, and an application layer correcting plate
correcting plate 8 which can be mounted onto the spacer
7 by an actuator (not shown) and is constructed by a
stainless plate. A height h2 of the spacer 7 is set so as
to correspond to sum of the height of the gasket to be
formed and the thickness of the substrate 1. Therefore,
a height of the application layer 31 on the substrate 1
which is positioned and fixed to the upper surface of the
movable table 6 is Δh higher than the height h2 of the
spacer 7.
[0021] The application layer correcting member 8 is
pressed onto the application layer 31 at a predetermined
height, that is, the support height h2 from the table 6 by
the spacer 7, by positioning and fixing the substrate 1 to
the upper surface of the table 6 and thereafter moving
down the application layer correcting plate 8 onto the
spacer 7 so as to mount and fix as shown in Fig. 4. As a
result, the height of the application layer 31 is pressed
down at Δh shown in Fig. 3 to be corrected to a height
h3, and the cross sectional shape thereof is formed so
that the upper surface is flat.

[0022] Next, the application layer 31 is crosslinked and
cured by feeding the correcting device 40 to a tempera-
ture controlled bath 50 shown in Fig. 5 while keeping a
state in which the application layer correcting plate 8 is
mounted and fixed onto the spacer 7 as mentioned
above, and heating the correcting device 40 within the
temperature controlled bath 50 at a predetermined tem-
perature (for example, 130 to 150 °C) for a predetermined
time.
[0023] After the elapse of necessary time for crosslink-
ing and curing the application layer 31 (forming the gasket
2), the correcting device 40 is fed to an external portion
of the temperature controlled bath 50, and the application
layer correcting plate 8 is opened. Then, the substrate
integrated gasket constructed by the substrate 1 and the
gasket 2 integrally formed on the surface of the substrate
can be taken out. As shown in Fig. 6, the substrate inte-
grated gasket 10 is flat in the upper surface of the gasket
2, is fixed in the height h3, and has the high-precision
cross sectional shape.
[0024] A flat gasket is manufactured as an embodiment
by printing a paste constructed by an uncross-linked liq-
uid rubber onto a substrate of 100 mm x 150 mm accord-
ing to a screen printing into a paste application layer hav-
ing a print width (a width of a paste applying opening) =
3 mm, and a height of about 350 mm, and feeding the
paste application layer in a temperature controlled bath
and curing the paste application layer in a state of being
corrected to a height of 300 mm by pressing a tabular
application layer correcting plate. Observing a cross sec-
tional shape of the formed gasket, the upper surface is
confirmed to be flat with high precision. Further, in a gas-
ket which is cured without being pressed by the applica-
tion layer correcting plate and is formed as a comparative
example, the height is dispersed at about 270 to 330 mm.
On the contrary, the height is between about 290 and
310 mm in the embodiment, and a dimensional dispersion
is confirmed to be improved.
[0025] Fig. 7 shows a step of forming an application
layer correcting plate 8 in a correcting device 40 by a
transparent plate and curing an application layer 31
formed in a substrate 1 according to a screen printing
and made of an ultraviolet curable liquid rubber material
on the basis of irradiation of ultraviolet light UV, as a
preferable second embodiment of the method of manu-
facturing the substrate integrated gasket according to the
present invention.
[0026] More specifically, the second embodiment em-
ploys the ultraviolet curable liquid rubber material as the
gasket forming paste 30 in the screen printing step shown
in Fig. 1. Further, the substrate 1 in which the paste ap-
plication layer 31 is formed in the predetermined print
pattern is installed to the correcting device 40 by sepa-
rating the substrate 1 from the screen plate 4 as shown
in Fig. 2. The correcting device 40 is provided with the
same structure as that of Fig. 3 which is previously de-
scribed, except the structure in which the application lay-
er correcting plate 8 is constructed by the transparent
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plate such as a glass.
[0027] Therefore, the application layer correcting
member 8 is pressed onto the application layer 31 at the
support height h2 from the table 6 by the spacer 7 by
positioning and installing the substrate 1 in which the
paste application layer 31 made of the ultraviolet curable
liquid rubber material is formed, on the upper surface of
the table 6 of the correcting device 40, and thereafter
moving down the application layer correcting plate 8 onto
the spacer 7 so as to mount and fix. Therefore, the height
of the application layer 31 is corrected to the height h3,
and the cross sectional shape is formed so that the upper
surface is flat.
[0028] Further, when the ultraviolet light UV is irradiat-
ed by the ultraviolet irradiation device (not shown) from
the above of the application layer correcting plate 8 in
this state, the ultraviolet light UV passes through the ap-
plication layer correcting plate 8 constructed by the trans-
parent plate, and cures the application layer 31 made of
the ultraviolet curable liquid rubber material on the basis
of energy thereof. As a result, it is not necessary to feed
the correcting device 40 in the temperature controlled
bath, and it is possible to cure the application layer 31
for a short time (for example, several tens of seconds).
[0029] The substrate integrated gasket constructed by
the substrate 1 and the gasket 2 which is integrally formed
on the surface of the substrate 1 can be taken out by
opening the application layer correcting plate 8, after the
elapse of necessary time for crosslinking and curing the
application layer 31 (forming the gasket 2) on the basis
of the irradiation of the ultraviolet light UV. Further, the
substrate integrated gasket is also flat in the upper sur-
face of the gasket 2, is fixed in the height h3, and has
the high-precision cross sectional shape as shown in Fig.
6.

Description of Reference Numerals

[0030]

1 substrate
2 gasket
4 screen plate
7 spacer
8 application layer correcting plate
10 substrate integrated gasket
20 screen printing device
30 gasket forming paste
31 paste application layer
40 correcting device
50 temperature controlled bath
UV ultraviolet light

Claims

1. A method of manufacturing a substrate integrated
gasket (2), the method characterized by compris-

ing:

a step of forming an application layer (31) of a
gasket forming paste (30) to a surface of a sub-
strate (1) according to a screen printing, such
that a height (h1) of the application layer (31) is
higher than a height (h3) of the gasket (2) to be
formed; and
a step of pressing an application layer correcting
member (8) onto the application layer (31), such
that the height (h1) of the application layer (31)
is pressed down to be corrected to the height
(h3) of the gasket (2) to be formed, and curing
the application layer (31).

2. The method of manufacturing the substrate integrat-
ed gasket (2) according to claim 1, wherein the gas-
ket forming paste (30) is made of an ultraviolet cur-
able liquid rubber, the application layer correcting
member (8) is constructed by a transparent plate,
and the application layer (31) is cured by irradiating
ultraviolet light to the application layer (31) via the
application layer correcting member (8).

3. The method of manufacturing the substrate integrat-
ed gasket (2) according to claim 1 or 2, wherein the
application layer correcting member (8) is formed
into a tabular shape.

Patentansprüche

1. Verfahren zur Herstellung einer Dichtung (2) mit in-
tegriertem Substrat, wobei das Verfahren durch fol-
gende Schritte gekennzeichnet ist:

einen Schritt eines Ausbildens einer Aufbrin-
gungsschicht (31) einer Dichtungsausbildungs-
paste (30) auf einer Fläche eines Substrats (1)
gemäß einem Siebdruck, sodass eine Höhe (h1)
der Aufbringungsschicht (31) höher als eine Hö-
he (h3) der auszubildenden Dichtung (2) ist; und
einen Schritt eines Drückens eines Aufbrin-
gungsschichtkorrekturbauteils (8) auf die Auf-
bringungsschicht (31), sodass die Höhe (h1) der
Aufbringungsschicht (31) niedergedrückt wird,
um auf die Höhe (h3) der auszubildenden Dich-
tung (2) korrigiert zu werden, und eines Aushär-
tens der Aufbringungsschicht (31).

2. Verfahren zur Herstellung der Dichtung (2) mit inte-
griertem Substrat gemäß Anspruch 1, wobei die
Dichtungsausbildungspaste (30) aus einem Ultravi-
olett-härtenden flüssigen Gummi gefertigt ist, das
Aufbringungsschichtkorrekturbauteil (8) durch eine
transparente Platte konstruiert ist und die Aufbrin-
gungsschicht (31) durch Bestrahlen der Aufbrin-
gungsschicht (31) mit ultraviolettem Licht über das
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Aufbringungsschichtkorrekturbauteil (8) gehärtet
wird.

3. Verfahren zur Herstellung der Dichtung (2) mit inte-
griertem Substrat gemäß Anspruch 1 oder 2, wobei
das Aufbringungsschichtkorrekturbauteil (8) in einer
plattenförmigen Form ausgebildet ist.

Revendications

1. Procédé de fabrication d’un joint d’étanchéité intégré
à un substrat (2), le procédé étant caractérisé en
ce qu’il comprend :

une étape de formation d’une couche d’applica-
tion (31) d’une pâte de formation de joint d’étan-
chéité (30) sur une surface d’un substrat (1) se-
lon une sérigraphie, de sorte qu’une hauteur
(h1) de la couche d’application (31) soit supé-
rieure à une hauteur (h3) du joint d’étanchéité
(2) à former ; et
une étape de pression d’un organe de correction
de couche d’application (8) sur la couche d’ap-
plication (31), de sorte que la hauteur (h1) de la
couche d’application (31) soit pressée vers le
bas pour être corrigée à la hauteur (h3) du joint
d’étanchéité (2) à former, et de durcissement de
la couche d’application (31).

2. Procédé de fabrication du joint d’étanchéité intégré
à un substrat (2) selon la revendication 1, dans lequel
la pâte de formation de joint d’étanchéité (30) est
constituée d’un caoutchouc liquide durcissable par
ultraviolets, l’organe de correction de couche d’ap-
plication (8) est construit par une plaque transparen-
te, et la couche d’application (31) est durcie par ir-
radiation de lumière ultraviolette sur la couche d’ap-
plication (31) par l’intermédiaire de l’organe de cor-
rection de couche d’application (8).

3. Procédé de fabrication du joint d’étanchéité intégré
à un substrat (2) selon la revendication 1 ou 2, dans
lequel l’organe de correction de couche d’application
(8) est formé dans une forme tabulaire.

9 10 



EP 3 306 723 B1

7



EP 3 306 723 B1

8



EP 3 306 723 B1

9



EP 3 306 723 B1

10



EP 3 306 723 B1

11



EP 3 306 723 B1

12



EP 3 306 723 B1

13



EP 3 306 723 B1

14

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• JP 5310976 B [0005]
• JP 2004063295 A [0005]

• EP 1477712 A1 [0005]
• WO 0221890 A1 [0005]


	bibliography
	description
	claims
	drawings
	cited references

