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Description

TECHNICAL FIELD

[0001] The present invention relates to a device for
forming a coating on a substrate, which is a component
of a fuel cell separator, by thermal transfer and to a fuel
cell separator.

BACKGROUND ART

[0002] A fuel cell stack has a separator forming a pas-
sage for fuel gas, oxidation gas, or coolant water. Some
of such separators have a substrate that is formed by
pressing a metal plate such as a stainless steel plate or
a titanium plate.
[0003] Conventionally, a corrosion-resistant and elec-
trically conductive coating is formed on the surface of a
substrate. This improves the corrosion resistance prop-
erty of the separator and decreases the contact resist-
ance between the separator and a membrane electrode
assembly, which is arranged adjacent to the separator
(see, for example, Patent Document 1).
[0004] As a method of forming such a coating on the
surface of a substrate, there is a method of a technique
described in Patent Document 1. The method applies
coating material, which contains bonding material formed
of thermosetting plastic and electrically conductive par-
ticles, on a surface of a substrate and hot-presses the
substrate to harden the bonding material.
[0005] There is also a method that thermal-transfers a
coating onto the surface of a substrate using a thermal-
transfer film. First, a film 160 on which a coating 162 is
formed is prepared in advance. Subsequently, as shown
in Fig. 13, a substrate 150 is mounted on a pressing sur-
face of a lower die 120. The thermal-transfer film 160 is
then mounted on the substrate 150 such that the coating
162 of the film 160 faces the substrate 150. Then, an
upper die 130 is moved toward the lower die 120 to clamp
and press the substrate 150 and the thermal-transfer film
160 by means of the pressing surface of the lower die
120 and a pressing surface of the upper die 130. The
lower die 120 and the upper die 130 are then electrically
heated. Alternatively, there may be cases in which the
lower die 120 and the upper die 130 are heated in ad-
vance before the substrate 150 and the thermal-transfer
film 160 are mounted. In these manners, the coating 162
of the thermal-transfer film 160 is thermal-transferred on-
to top surfaces of projections 151 of the substrate 150.

PRIOR ART DOCUMENT

Patent Document

[0006] Patent Document 1: Japanese Laid-Open Pat-
ent Publication No. 2015-22885

SUMMARY OF THE INVENTION

Problems that the Invention is to Solve

[0007] With reference to Fig. 13, height variation may
occur in the top surfaces of the projections 151 of the
substrate 150 at the time of manufacturing the substrate
150. This hampers contact under pressure between the
coating 162 of the thermal-transfer film 160 and compar-
atively low sections of the top surfaces of the projections
151 when the lower die 120 and the upper die 130 clamp
and press the substrate 150 and the thermal-transfer film
160 together. Thermal-transfer of the coating 162 thus
cannot be performed properly, as illustrated in Fig. 14.
This hampers improvement of the corrosion resistance
property and reduction in the contact resistance at the
sections without thermal-transfer of the coating 162.
[0008] Accordingly, it is an objective of the present in-
vention to provide a coating forming device for a fuel cell
separator capable of thermal-transferring a coating prop-
erly on a substrate and a fuel cell separator.

Means for Solving the Problems

[0009] To achieve the foregoing objective and in ac-
cordance with one aspect of the present invention, a de-
vice for forming a coating on a substrate, which is a com-
ponent of a fuel cell separator, by thermal transfer, is
provided. The device includes a lower die and an upper
die each having a heating portion. At least one of a press-
ing surface of the lower die and a pressing surface of the
upper die is formed by a heat-resistant elastic member.
[0010] In this configuration, a thermal-transfer film is
arranged between the substrate and at least one of the
pressing surface of the lower die and the pressing surface
of the upper die. In this state, the substrate and the film
are clamped and pressed by the lower die and the upper
die and heated. This causes thermo-compression bond-
ing of the coating onto the surface of the substrate, thus
thermal-transferring the coating from the thermal-trans-
fer film onto the substrate. At this time, if the pressing
surface that contacts the film is configured by a heat-
resistant elastic member, the elastic member elastically
deforms to allow the pressing surface to follow the shape
of the surface of the substrate. This decreases the
number of the sections of the surface that are not pressed
against the film.

EFFECTS OF THE INVENTION

[0011] According to the present invention, the coating
is thermal-transferred properly onto the substrate.

BRIEF DESCRIPTION OF THE DRAWINGS

[0012]

Fig. 1 is a cross-sectional view showing a fuel cell
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stack, in a manner focused on a single cell, according
to a first embodiment of a coating forming device for
a fuel cell separator.
Fig. 2 is a partial perspective view showing a first
separator, which is a component of the cell.
Fig. 3A is a cross-sectional view showing a coating
forming device of the first embodiment in a state in
which a pressing surface of a lower die and a press-
ing surface of an upper die are separate from each
other.
Fig. 3B is a cross-sectional view showing a state of
pressing.
Fig. 4 is a cross-sectional view showing an elastic
member arranged in the coating forming device.
Fig. 5 is a cross-sectional view showing a thermal-
transfer film of the first embodiment.
Fig. 6A is a cross-sectional view showing a proce-
dure of manufacturing the thermal-transfer film of the
first embodiment in a state in which a first coating
material is applied onto a surface of a base film.
Fig. 6B is a cross-sectional view showing a state in
which a second coating material is applied onto a
surface of a first layer formed on the base film.
Fig. 6C is an enlarged cross-sectional view showing
an obtained thermal-transfer film.
Fig. 7 is a cross-sectional view illustrating the oper-
ation of the first embodiment and showing the sub-
strate and the thermal-transfer film in a state
clamped by a lower die and an upper die.
Fig. 8 is a cross-sectional view showing a second
separator, which is a component of a cell according
to a second embodiment.
Fig. 9 is a cross-sectional view showing a state in
which a third coating material is applied onto a sur-
face of a flat separator of the second embodiment.
Fig. 10 is a cross-sectional view showing a coating
forming device of the second embodiment.
Fig. 11 is an enlarged cross-sectional view showing
the flat separator, a porous passage plate, and a
thermal-transfer film before thermo-compression
bonding.
Fig. 12 is a cross-sectional view showing a coating
forming device of a modified example, in correspond-
ence with the cross section of the device of the first
embodiment taken along line 12-12 of Fig. 3A.
Fig. 13 is a cross-sectional view showing a conven-
tional coating forming device for a fuel cell separator
in a state in which a substrate and a thermal-transfer
film are mounted on a lower die.
Fig. 14 is a cross-sectional view showing a conven-
tional separator.

MODES FOR CARRYING OUT THE INVENTION

<First Embodiment>

[0013] A first embodiment will now be described with
reference to Figs. 1 to 7.

[0014] As illustrated in Fig. 1, a polymer electrolyte fuel
cell (hereinafter, a fuel cell) includes a stack configured
by stacking cells 90, each of which has a membrane elec-
trode assembly 96 and a pair of separators 91, 92. The
membrane electrode assembly 96 is arranged between
the separators 91, 92.
[0015] The membrane electrode assembly 96 includes
an electrolyte membrane formed by a solid polymer
membrane, as well as a fuel electrode and an air elec-
trode (neither is shown), between which the electrolyte
membrane is arranged. The membrane electrode as-
sembly 96 may be referred to as MEGA (Membrane Elec-
trode Gas Diffusion Layer Assembly).
[0016] With reference to Figs. 1 and 2, a first separator
91 has a substrate 50, which is formed by pressing a
titanium plate. As shown in Fig. 2, projections 51 are
formed on an upper surface of the substrate 50. A groove
52 is formed between adjacent projections 51. Similarly,
projections 51 are formed on a lower surface of the first
separator 91, with grooves 52 formed between adjacent
projections 51. The grooves 52 formed in the lower sur-
face are located opposite to the projections 51 formed
on the upper surface. The projections 51 formed on the
lower surface are located opposite to the grooves 52
formed in the upper surface.
[0017] Referring to Fig. 1, the membrane electrode as-
sembly 96 contacts the lower surface of the first separator
91. A flat separator 93, which is a flat metal plate, contacts
the upper surface of the first separator 91. In the first
embodiment, those of the grooves 52 of the first separator
91 facing the membrane electrode assembly 96 config-
ure fuel gas passages. Those of the grooves 52 of the
first separator 91 facing the flat separator 93 configure
coolant water passages.
[0018] As shown in Figs. 1 and 2, a corrosion-resistant
and electrically conductive coating 62 is formed, by ther-
mal-transfer, on the top surface of each one of the pro-
jections 51 of the first separator 91.
[0019] With reference to Fig. 1, the substrate of the
second separator 92 is configured by the flat separator
93 and a porous passage plate 94, which is arranged
between the flat separator 93 and the membrane elec-
trode assembly 96. The flat separator 93 and the porous
passage plate 94 are made from titanium. The porous
passage plate 94 is formed using, for example, metal
lath. A number of through holes 941 are formed in the
porous passage plate 94. The through holes 941 form a
passage 95 for oxidation gas.
[0020] A coating forming device 10, which thermal-
transfers the coating 62 onto the top surfaces of the pro-
jections 51 of the substrate 50, will hereafter be de-
scribed.
[0021] As illustrated in Figs. 3A and 3B, the coating
forming device 10 includes a lower die 20, guide pillars
11, which are fixed to an outer peripheral section of the
lower die 20 and extend upward, and an upper die 30,
which is located above the lower die 20 and guided by
the guide pillars 11 in a manner movable in the vertical

3 4 



EP 3 346 530 A1

5

5

10

15

20

25

30

35

40

45

50

55

direction.
[0022] The lower die 20 is formed of metal and has a
heating portion 21, which projects upward. A heating wire
22 is incorporated in the lower die 20. The heating wire
22 is electrified to heat the heating portion 21. A sheet-
shaped elastic member 40, which forms a pressing sur-
face of the lower die 20, is arranged on the heating portion
21 of the lower die 20.
[0023] The upper die 30 is formed of metal and has a
heating portion 31, which projects downward. A heating
wire 32 is incorporated in the upper die 20. The heating
wire 32 is electrified to heat the heating portion 31. A
sheet-shaped elastic member 40, which forms a pressing
surface of the upper die 30, is arranged under the heating
portion 31 of the upper die 30.
[0024] With reference to Fig. 4, each of the elastic
members 40 has a pair of rubber sheets 41 and a restric-
tion member 42. The rubber sheets 41 are formed of
heat-resistant rubber material such as fluoro-rubber. The
restriction member 42 is arranged between the two rub-
ber sheets 41 and restricts extension of the rubber sheets
41 in the direction extending along the pressing surfaces
(the left-right direction as viewed in Fig. 4). The restriction
member 42 of the first embodiment is of reinforced cloth
made of glass fiber and bonded to the rubber sheets 41.
[0025] As illustrated in Figs. 3A and 3B, accommoda-
tion holes 25, which are located in the outer periphery of
the elastic member 40, are formed in the lower die 20.
Support members 27, each of which is urged upward by
a spring 28, are accommodated in the accommodation
holes 25. A support surface 271 is formed on an upper
end of each of the support members 27.
[0026] Referring to Fig. 3A, in a state in which the
pressing surface of the upper die 30 is raised from the
pressing surface of the lower die 20, the support surfaces
271 of the support members 27 are located between the
two pressing surfaces.
[0027] A thermal-transfer film 60 will now be described.
[0028] As illustrated in Fig. 5, the thermal-transfer film
60 has a base film 61 formed of plastic such as polyeth-
ylene terephthalate and the coating 62, which is arranged
on one of opposite surfaces of the base film 61. The coat-
ing 62 of the first embodiment is configured by two layers
63, 64.
[0029] The first layer 63 contains graphite particles 632
and first bonding material 631 and is applied directly on
the base film 61. The first bonding material 631 of the
first embodiment is, for example, polyvinylidene fluoride
(PVDF) resin. A preferable range of the diameters of the
graphite particles 632 is 0.1 to 100 mm. The first layer 63
may be configured simply by the graphite particles 632
without employing the first bonding material 631.
[0030] The second layer 64 contains electrically con-
ductive particles 642 and second bonding material 641
and is applied on the first layer 63. The second bonding
material 641 of the first embodiment is, for example,
epoxy resin 641. It is preferable that the electrically con-
ductive particles be of titanium nitride or the like, which

is harder than the oxidation coating of the titanium form-
ing the substrate 50 and is electrically conductive. A pref-
erable range of the diameters of the electrically conduc-
tive particles 642 is 0.1 to 10 mm.
[0031] A procedure of manufacturing the thermal-
transfer film 60 will hereafter be described.
[0032] As shown in Fig. 6A, the base film 61 is con-
veyed in the direction indicated by the arrow in the draw-
ing. A first coating material 63A is then applied onto the
upper surface of the base film 61 from a coating head 81
of a coating machine (not shown). The first coating ma-
terial 63A contains solvent in addition to the first bonding
material 631 and the graphite particles 632. The solvent,
the first bonding material 631, and the graphite particles
632 are uniformly mixed. The solvent may be, for exam-
ple, N-Methyl-2-pyrrolidone (NMP).
[0033] Subsequently, with reference to Fig. 6B, the
base film 61 is conveyed in the direction indicated by the
arrow in the drawing. A second coating material 64A is
then applied onto a surface of the first layer 61 (the first
coating material 63A) formed in the base film 61 through
a coating head 82 of a coating machine (not shown). The
second coating material 64A contains solvent in addition
to the second bonding material 641 and the electrically
conductive particles 642. The solvent, the second bond-
ing material 641, and the electrically conductive particles
642 are uniformly mixed. The solvent may be, for exam-
ple, methyl ethyl ketone (MEK).
[0034] In this manner, the thermal-transfer film 60 is
formed as illustrated in Fig. 6C.
[0035] A procedure of thermal-transferring the coating
62 onto a surface of the substrate 50 will hereafter be
described.
[0036] As illustrated in Fig. 3A, the pressing surface of
the upper die 30 is raised from the pressing surface of
the lower die 20 with the support surfaces 271 of the
support members 27 located between the pressing sur-
faces. In this state, to start the thermal transfer, two ther-
mal-transfer films 60 and the substrate 50 are mounted
on the support surfaces 271 of the support members 27.
At this time, the thermal-transfer films 60 and the sub-
strate 50 are supported by the support members 27 each
at a position separate from both the pressing surface of
the lower die 20 and the pressing surface of the upper
die 30.
[0037] Then, with reference to Fig. 3B, the upper die
30 is lowered toward the lower die 20 to clamp and press
the two, upper and lower, thermal-transfer films 60 and
the substrate 50 by means of the pressing surface of the
lower die 20 and the pressing surface of the upper die
30. The coatings 62 of the upper and lower thermal-trans-
fer films 60 are thus pressed against the top surfaces of
the projections 51 projected from the upper surface and
the lower surface of the substrate 50.
[0038] Subsequently, the heating wires 22, 32 are elec-
trified to heat the heating portions 21, 31, thus heating
the substrate 50 to a predetermined temperature. The
predetermined temperature is the temperature at which

5 6 



EP 3 346 530 A1

6

5

10

15

20

25

30

35

40

45

50

55

the epoxy resin, which is the thermosetting resin forming
the second layer 64, hardens and is 200°C in the first
embodiment. In this manner, the coatings 62 are thermo-
compression bonded to the top surfaces of the projec-
tions 51 of the substrate 50. The coatings 62 are thus
thermal-transferred from the thermal-transfer films 60 on-
to the substrate 50.
[0039] Afterwards, the upper die 30 is separated from
the lower die 20 and the substrate 50 is removed from
the coating forming device 10.
[0040] Operation of the present embodiment will now
be described.
[0041] The two thermal-transfer films 60 and the sub-
strate 50 are supported by the support members 27 each
at a position separate from both the pressing surface of
the lower die 20 and the pressing surface of the upper
die 30. In this state, the thermal-transfer films 60 and the
substrate 50 are pressed and heated sequentially. The
thermal-transfer films 60 and the substrate 50 are thus
maintained without contacting the pressing surface of the
lower die 20 before being pressed. This restrains ther-
mosetting of the epoxy resin forming the second layer
64, which would otherwise be brought about by heating
of the thermal-transfer films 60 and the substrate 50 by
the thermal received through the pressing surface. Such
pressing before thermosetting of the epoxy resin facili-
tates movement of the electrically conductive particles
and the graphite particles in the epoxy resin. This allows
the electrically conductive particles 642 to pass through
the oxidation coating of the substrate 50 and contact the
body of the substrate 50. Also, the electrically conductive
particles 642 and the graphite particles 632 contact each
other.
[0042] Alternatively, the pressing surface of the lower
die 20 and the pressing surface of the upper die 30 may
be cooled to the ambient temperature before being
caused to clamp and press the two thermal-transfer films
60 and the substrate 50, thus heating the heating portions
21, 31 in this state. However, in this case, the coating
forming device 10 cannot be operated unless the press-
ing surface of the lower die 20 and the pressing surface
of the upper die 30 are cooled to the ambient tempera-
ture. This lowers the operation efficiency of the coating
forming device 10.
[0043] Further, as illustrated in Fig. 7, when the coating
is thermal-transferred onto the top surfaces of the pro-
jections 51 of the substrate 50 by the coating forming
device 10, the elastic members 40 elastically deform
such that the pressing surface of the lower die 20 and
the pressing surface of the upper die 30 follow the shapes
of the top surfaces of the projections 51 on the front sur-
face and the back surface of the substrate 50. This de-
creases the number of the sections of the top surfaces
of the projections 51 that are not pressed against the
thermal-transfer films 60. The coatings 62 are thus ther-
mal-transferred properly onto the substrate 50. Specifi-
cally, Fig. 7 is illustrated in an exaggerated manner to
vary the heights of the projections 51 on the upper surface

of the substrate 50 from one position to another.
[0044] The coating forming device for a fuel cell sep-
arator according to the first embodiment, which has been
described, has the advantages described below.

(1) The pressing surface of the lower die 20 and the
pressing surface of the upper die 30, which are com-
ponents of the coating forming device 10, are both
formed by the heat-resistant elastic members 40.
Therefore, the elastic members 40 elastically deform
to allow the pressing surfaces of the lower die 20
and the upper die 30 to follow the shapes of the pro-
jections 51 on the front surface and the back surface
of the substrate 50. This decreases the number of
the sections of the top surfaces of the projections 51
that are not pressed against the thermal-transfer
films 60. The coatings 62 are thus thermal-trans-
ferred properly onto the substrate 50. This decreases
the contact resistance of the first separator 91.
(2) The elastic members 40 are arranged over the
entire pressing surfaces of the lower die 20 and the
upper die 30. The coatings 62 are thus thermal-trans-
ferred properly onto the entire sections of the top
surfaces of the projections 51 of the substrate 50
that are pressed by the pressing surfaces.
(3) Each of the restriction members 42, which re-
stricts extension of the two rubber sheets 41, the
components of the elastic member 40, in the direc-
tion extending along the pressing surfaces, is ar-
ranged between the rubber sheets 41.
In this configuration, the extension of the rubber
sheets 41 in the direction extending along the press-
ing surfaces is restricted by each restriction member
42. Therefore, when the substrate 50 is clamped and
pressed by the elastic members 40, the rubber
sheets 41 are allowed to elastically deform in an ef-
fective manner such that the pressing surfaces follow
the shapes of the top surfaces of the projections 51
of the substrate 50. This facilitates decrease of the
number of the sections of the top surfaces of the
projections 51 that are not pressed against the ther-
mal-transfer films 60.
(4) Each of the restriction members 42 is configured
by reinforced cloth formed of glass fiber. This en-
sures effective restriction of the extension of the rub-
ber sheets 41 in the direction extending along the
pressing surfaces.
(5) The coating forming device 10 includes the sup-
port members 27, which support the substrate 50
and the thermal-transfer films 60 in a state separate
from both the pressing surface of the lower die 20
and the pressing surface of the upper die 30, at the
time these pressing surfaces are separate from each
other.
This configuration restrains early thermosetting of
the epoxy resin and avoids limitation of the move-
ment of the electrically conductive particles and the
graphite particles in the epoxy resin. The electrically
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conductive particles are thus allowed to pass through
the oxidation coating of the substrate 50 and contact
the body of the substrate 50. Also, the electrically
conductive particles and the graphite particles are
allowed to contact each other. This facilitates forma-
tion of an electrically conductive path by the body of
the substrate 50, the electrically conductive parti-
cles, and the graphite particles. The contact resist-
ance of the first separator 91 is thus decreased prop-
erly.
Also, in the above-described configuration, the coat-
ing forming device 10 does not need to be held in a
standby state until the pressing surface of the lower
die 20 and the pressing surface of the upper die 30
cool down. This improves the operation efficiency of
the coating forming device 10.
(6) The lower die 20 has the springs 28, which urge
the support members 27 upward.

[0045] In this configuration, the support members 27
are moved upward by the urging force of the springs 28
simply by separating the upper die 30 upward from the
lower die 20. The support surfaces 271 of the support
members 27 are thus arranged between the pressing
surfaces. That is, the position of each of the support mem-
bers 27 is changed by means of a simple configuration.

<Second Embodiment>

[0046] A second embodiment will now be described
with reference to Figs. 8 to 11.
[0047] In the second embodiment, as illustrated in Fig.
8, the corrosion-resistant and electrically conductive
coating 62 is formed, by thermal transfer, on the surface
(the upper surface, as viewed in the drawing) contacting
the membrane electrode assembly 96 of the porous pas-
sage plate 94, which is a component of the substrate of
the second separator 92. The coating 62 is identical with
the coating 62 of the first embodiment and has the first
layer 63 and the second layer 64.
[0048] Also, the flat separator 93 and the porous pas-
sage plate 94, which are components of the second sep-
arator 92, are thermo-compression bonded to each other
by means of third bonding material 65 formed of thermo-
setting plastic. The third bonding material 65 of the sec-
ond embodiment is epoxy resin.
[0049] The flat separator 93 and the porous passage
plate 94 are bonded together by means of the third bond-
ing material 65 in a state superposed on each other at a
predetermined surface pressure. The entire periphery of
the mutually contacting surfaces of the flat separator 93
and the porous passage plate 94 is surrounded by the
third bonding material 65. A slight amount of third bonding
material 65 is also arranged between the mutually con-
tacting surfaces of the flat separator 93 and the porous
passage plate 94.
[0050] A procedure of forming the third bonding mate-
rial 65 on a surface of the flat separator 93 will hereafter

be described.
[0051] With reference to Fig. 9, the flat separator 93 is
conveyed in the direction indicated by the arrow in the
drawing. A third coating material 65A is applied onto a
top surface of the flat separator 93 through a coating
head 83 of a coating machine (not shown). This forms a
layer of the third bonding material 65. The third coating
material 65A contains solvent, in addition to the afore-
mentioned epoxy resin. The solvent and the epoxy resin
are uniformly mixed. The solvent may be, for example,
methyl ethyl ketone (MEK).
[0052] Next, a method of forming the coating 62 on the
upper surface of the porous passage plate 94 and, si-
multaneously, thermo-compression bonding the flat sep-
arator 93 with the lower surface of the porous passage
plate 94 will be described.
[0053] As illustrated in Figs. 10 and 11, the flat sepa-
rator 93, in which the third bonding material 65 is formed,
the porous passage plate 94, and the thermal-transfer
film 60 are stacked in this order on the support surfaces
271 of the support members 27 of the coating forming
device 10. The coating forming device 10 of the second
embodiment is identical with the coating forming device
10 of the first embodiment.
[0054] Then, referring to Fig. 10, the upper die 30 is
moved toward the lower die 20 to clamp and press the
flat separator 93, the porous passage plate 94, and the
thermal-transfer film 60 together by means of the press-
ing surface of the lower die 20 and the pressing surface
of the upper die 30.
[0055] Subsequently, the heating wires 22, 32 are elec-
trified to heat the corresponding heating portions 21, 31.
The flat separator 93 and the porous passage plate 94
are thus heated to a predetermined temperature. The
predetermined temperature is the hardening tempera-
ture of the epoxy resin, which is the second bonding ma-
terial 641, a component of the second layer 64, and the
third bonding material 65, and is set to 200°C in the sec-
ond embodiment. This causes thermo-compression
bonding of the coating 62 on a surface of the porous
passage plate 94, thus thermal-transferring the coating
62 from the thermal-transfer film 60 onto the porous pas-
sage plate 94. Also, in a state in which the flat separator
93 is superposed on the lower surface of the porous pas-
sage plate 94, the porous passage plate 94 and the flat
separator 93 are thermo-compression bonded to each
other by means of the third bonding material 65. At this
time, some of the third bonding material 65 on the flat
separator 93 held between each set of mutually contact-
ing surfaces of the flat separator 93 and the porous pas-
sage plate 94 is extruded toward the outer periphery. The
entire periphery of the mutually contacting surfaces of
the flat separator 93 and the porous passage plate 94 is
thus surrounded by the extruded third bonding material
65.
[0056] Afterwards, the upper die 30 is separated from
the lower die 20 to remove the porous passage plate 94
and the flat separator 93, which are now an integral body,

9 10 



EP 3 346 530 A1

8

5

10

15

20

25

30

35

40

45

50

55

from the coating forming device 10.
[0057] The coating forming device for a fuel cell sep-
arator and the fuel cell separator of the second embod-
iment, which have been described, have the advantages
described below in addition to the advantages (1) to (6)
of the first embodiment.

(7) The step of forming the coating 62 on the surface
of the porous passage plate 94 that contacts the
membrane electrode assembly 96 and the step of
thermo-compression bonding the flat separator 93
and the porous passage plate 94 together are carried
out simultaneously. As a result, the cell 90 and the
stack are efficiently manufactured.
(8) The flat separator 93 and the porous passage
plate 94 are thermo-compression bonded to and
fixed to each other in a positioned state. Position
displacement between the flat separator 93 and the
porous passage plate 94 is thus avoided when the
stack is assembled. The stack is thus assembled
easily and accurately.
(9) The flat separator 93 and the porous passage
plate 94 are bonded to each other by means of the
third bonding material 65 in a state superposed on
each other. The substrate of the flat separator 93
and the substrate of the porous passage plate 94
thus directly contact each other. This decreases the
contact resistance compared to, for example, a con-
figuration in which the coatings 62 are formed on a
surface of the flat separator 93 and a surface of the
porous passage plate 94 and the coating 62 of the
flat separator 93 and the coating 62 of the porous
passage plate 94 contact each other.
(10) The entire periphery of the mutually contacting
surfaces of the flat separator 93 and the porous pas-
sage plate 94 is surrounded by the third bonding ma-
terial 65. The third bonding material 65 thus seals
the gap between the mutually contacting surfaces of
the flat separator 93 and the porous passage plate
94. Also, the sections of the flat separator 93 other
than the aforementioned mutually contacting surfac-
es are coated by the third bonding material 65. Cor-
rosion of the flat separator 93 is thus stopped and
durability is improved.

<Modifications>

[0058] The above described embodiments may be
modified as follows.
[0059] In the first embodiment, the lower die 20 and
the upper die 30 may be heated in advance before the
substrate 50 and the thermal-transfer films 60 are set
between the dies 20 and 30. The second embodiment
may be modified in the same manner.
[0060] The first separator 91, the flat separator 93, and
the porous passage plate 94 may be formed by a metal
plate other than the stainless steel plate or the titanium
plate.

[0061] The coating 62 may be formed on at least one
of the opposite surfaces of the porous passage plate 94,
which is shown in Fig. 1.
[0062] In the second embodiment, the third coating
material 65A may be applied on the surface of the porous
passage plate 94 facing the flat separator 93. In this case,
application of the third coating material 65A on the flat
separator 93 may be omitted.
[0063] In the second embodiment, when the porous
passage plate 94 and the flat separator 93 are thermo-
compression bonded to each other, a coating may be
thermal-transferred onto the surface of the flat separator
93 opposite to the surface facing the porous passage
plate 94 using a film similar to the thermal-transfer film 60.
[0064] The support members 27 may be omitted.
[0065] As illustrated in Fig. 12, a thermal-transfer film
260 may be conveyed to the space between the pressing
surface of the lower die 20 and the pressing surface of
the upper die 30 by a conveyor device 70 employing roll-
ers 71 and 72. That is, the conveyor device 70 includes
the roller 71 around which the thermal-transfer film 260,
which has an elongated shape, is wound and the roller
72 onto which the thermal-transfer film 260 is rewound.
The rollers 71, 72 are driven to rotate by a non-illustrated
motor. In this case, a thermal-transferred section of the
thermal-transfer film 260 is automatically discharged
from between the pressing surface of the lower die 20
and the pressing surface of the upper die 30. This elim-
inates troublesome operation such as mounting a ther-
mal-transfer film on the pressing surface of the lower die
20. Specifically, the configuration shown in Fig. 12 cor-
responds to the cross-sectional configuration taken
along line 12-12 of Fig. 3A. In Fig. 12, the illustration of
the support members 27 is omitted.
[0066] If the coating 62 is thermal-transferred onto only
one of the opposite surfaces of the substrate 50, only
one of the lower die 20 and the upper die 30 may have
the elastic member 40.
[0067] The restriction members 42 may be formed of
fiber material other than the glass fiber, such as heat-
resistant synthetic fiber including aramid fiber or carbon
fiber.
[0068] The restriction members 42 may be omitted. In
this case, the elastic members 40 may each be formed
by a single rubber sheet 41.

DESCRIPTION OF THE REFERENCE NUMERALS

[0069] 10...Coating Forming Device, 11...Guide Pillar,
20...Lower Die, 21...Heating Portion, 22...Heating Wire,
25...Accommodation Hole, 27...Support Member,
271...Support Surface, 28...Spring (Urging Member),
30...Upper Die, 31...Heating Portion, 32...Heating Wire,
40...Elastic Member, 41...Rubber Sheet, 42...Restriction
Member, 50...Substrate, 51...Projection, 52...Groove,
60, 260...Thermal-Transfer Film, 61...Base Film,
62...Coating, 63...First Layer, 63A...First Coating mate-
rial, 631...First Bonding material, 632...Graphite Particle,
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64...Second Layer, 64A...Second Coating material,
641...Second Bonding material, 642...Electrically Con-
ductive Particle, 65...Third Bonding material, 65A...Third
Coating material, 70...Conveyor Device, 71, 72...Roller,
81, 82, 83...Coating Head, 90...Cell, 91...First Separator,
92...Second Separator, 93...Flat Separator (Substrate),
94...Porous Passage Plate (Substrate), 941...Through
Hole, 95...Passage, 96...Membrane Electrode Assembly

Claims

1. A device for forming a coating on a substrate, which
is a component of a fuel cell separator, by thermal
transfer, the device comprising a lower die and an
upper die each having a heating portion, wherein at
least one of a pressing surface of the lower die and
a pressing surface of the upper die is formed by a
heat-resistant elastic member.

2. The device according to claim 1, wherein the elastic
member is arranged over the entire pressing surface.

3. The device according to claim 1 or 2, wherein the
elastic member includes a heat-resistant rubber
sheet forming the pressing surface and a restriction
member that restricts extension of the rubber sheet
in a direction extending along the pressing surface.

4. The device according to claim 3, wherein the restric-
tion member is a reinforced cloth formed of fiber ma-
terial.

5. The device according to any one of claims 1 to 4,
wherein the pressing surface of the lower die and
the pressing surface of the upper die are both formed
by the elastic member.

6. The device according to any one of claims 1 to 5,
comprising a support member that supports the sub-
strate and a thermal-transfer film in a state separate
from both the pressing surface of the lower die and
the pressing surface of the upper die when the press-
ing surfaces are separate from each other.

7. A fuel cell separator comprising:

a substrate including a flat plate-shaped flat sep-
arator and a porous passage plate; and
a bonding material that bonds the flat separator
and the porous passage plate in a state super-
posed on each other,
wherein the bonding material surrounds a pe-
riphery of mutually contacting surfaces of the flat
separator and the porous passage plate.
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