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(54) Active material coating apparatus and coating method

(57) An active material coating apparatus forms an
active material layer having a uniform thickness across
the width of a substrate. The active material coating ap-
paratus includes a lower die having a groove for supply-
ing an active material of a slurry state and forming a first
lip portion of an outlet slot connected to the groove and
outputting the active material; an upper die disposed on
an upper side of the lower die to face the first lip portion,
having a second lip portion of the outlet slot, and having
a hinge portion at the rear of the second lip portion ac-
cording to the outlet direction of the active material; a
fixing spacer interposed between the lower die and the
upper die at the rear of the hinge portion according to the
outlet direction of the active material and determining a
fixing gap; a flexible spacer interposed between the first
lip portion and the second lip portion on both sides of the
width direction of the outlet slot and forming a variable
gap; and a controller installed to the upper die and push-
ing/pulling the second lip portion with respect to the hinge
portion to control the variable gap between the first lip
portion and the second lip portion.
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Description

[0001] The present invention relates to an active ma-
terial coating apparatus to form an active material layer
on a substrate, for example to form an electrode plate of
a rechargeable battery, and a coating method using the
same.
[0002] A rechargeable battery includes an electrode
plate where an active material layer is formed on a current
collector. In the rechargeable battery, ions emitted from
a positive active material layer are moved into a cathode
active material layer and are stored during charging, and
the ions stored in the cathode active material layer are
again returned to the positive active material layer during
discharging. It is preferred for these positive and negative
active material layers to have a uniform thickness on the
current collector to obtain a more uniform characteristic
of the rechargeable battery. For this purpose, an active
material coating apparatus is used.
[0003] As an example, the active material coating ap-
paratus includes an upper die and a lower die forming
an outlet slot, a spacer interposed between the upper die
and the lower die, and a controller controlling a gap be-
tween the upper die and the lower die.
[0004] The active material coating apparatus outputs
the active material in a slurry state through the outlet slot
formed on a front end of the upper die and the lower die.
The active material is then coated on substrates that are
separated by a minute interval and proceed at the front
side of the outlet slot.
[0005] However, if the gap between the upper die and
the lower die is uniformly maintained by the spacer and
the controller, the active material coating apparatus may
non-uniformly form the thickness of the active material
layer coated on the substrate in the width direction. This
may be the result of a limitation of the processing accu-
racy for the upper die and the lower die or as a result of
a material property change of the active material slurry.
[0006] Also, the active material coating apparatus in-
cludes the spacers that are formed with the same material
between the upper die and the lower die. The edge por-
tion of the spacers at the both ends of the outlet slot is
raised, which increases the thickness of the active ma-
terial layer. This may result in more non-uniform thick-
nesses of the active material on both outer ends of the
width of the substrate.
[0007] As described above, when the thickness of the
active material layer formed on the substrate is non-uni-
form in the length direction, the electrode plate forms a
portion having different performance in a unit cell. Also,
when the thickness of the active material layer formed
on the substrate is non-uniform in the width direction, a
plurality of electrode plates forming a rechargeable bat-
tery may have different performances, and the perform-
ance uniformity of the battery may be deteriorated.
[0008] The present invention provides an active mate-
rial coating apparatus and a coating method using the
same that are capable of forming a uniform thickness of

an active material layer across the width of the substrate
when forming the active material layer on the substrate.
[0009] According to a first aspect of the invention, there
is provided an active material coating apparatus com-
prising a first die comprising means for supplying an ac-
tive material in a slurry state, wherein the first die defines
a first lip portion of an outlet slot, a second die arranged
to engage with the first die, wherein the second die de-
fines a second lip portion of the outlet slot, the second
lip portion being movable relative to the first lip portion,
a first spacer interposed between the first die and the
second die for setting a first gap, a second, flexible spacer
interposed between the first lip portion and the second
lip portion and forming a variable gap and a controller
arranged to move the second lip portion with respect to
the first lip portion to control the variable gap between
the first lip portion and the second lip portion.
[0010] An active material coating apparatus according
to an exemplary embodiment of the present invention
includes: a lower die having a groove for supplying an
active material of a slurry state wherein the lower die
forms a first lip portion of an outlet slot connected to the
groove which outputs the active material; an upper die
disposed on an upper side of the lower die to face the
first lip portion, wherein the upper die has a second lip
portion of the outlet slot, and further has a hinge portion
at the rear of the second lip portion according to the outlet
direction of the active material; a fixing spacer interposed
between the lower die and the upper die at the rear of
the hinge portion according to the outlet direction of the
active material and wherein the fixing spacer determines
a fixing gap; a flexible spacer interposed between the
first lip portion and the second lip portion on both sides
of the width direction of the outlet slot and forming a var-
iable gap; and a controller installed to the upper die and
moving the second lip portion with respect to the hinge
portion to control the variable gap between the first lip
portion and the second lip portion.
[0011] The fixing spacer may be formed of steel, and
may include a main body disposed according to the width
direction of the outlet slot at the rear of the groove and a
pair of branch portions extended in the outlet direction of
the active material on both sides of the main body and
wherein the branch portions provide a first determination
of the width of the outlet slot.
[0012] The flexible spacer may be supported by the
front end of the branch portion for the outlet direction of
the active material, and may be controlled in the width
direction of the outlet slot to provide a second determi-
nation of the width of the outlet slot.
[0013] The flexible spacer may include a guide hole
elongated in the width direction of the outlet slot, and the
first lip portion may include a guide pin inserted in the
guide hole.
[0014] The flexible spacer may be formed of a single-
layered structure of one of synthetic resin and synthetic
rubber.
[0015] The flexible spacer may be formed of a multi-
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layered structure including a synthetic resin layer and a
steel layer that are alternately disposed.
[0016] The flexible spacer may include a shim made
of steel, and a flexible layer made of synthetic rubber,
synthetic resin, or silicone, and covering the shim.
[0017] The flexible spacer may include a shim made
of steel, a flexible layer made of synthetic rubber or sili-
cone and covering the shim, and a lower friction layer
made of PTFE and covering the flexible layer.
[0018] An active material coating method according to
an exemplary embodiment of the present invention in-
cludes: determining a fixing gap between a lower die and
an upper die through a fixing spacer as a first step; de-
termining a width of an outlet slot by a first lip portion of
the lower die and a second lip portion of the upper die
through a flexible spacer as a second step; moving the
second lip portion with respect to the hinge portion
through a controller to control the variable gap between
the first lip portion and the second lip portion as a third
step; and outputting an active material of a slurry state
through an outlet slot that is controlled with the width of
the variable gap to coat the active material layer on a
proceeding substrate at the front end of the outlet slot.
[0019] According to an exemplary embodiment of the
present invention, a fixing gap between a lower die and
an upper die is determined through a fixing spacer, and
a flexible spacer is interposed between the first lip portion
of the lower die and the second lip portion of the upper
die to control a variable gap through a controller, when
coating an active material on a substrate through an out-
let slot, in spite of a limitation of processing accuracy or
a change of the matter property of the active material
slurry, such that the thickness of the active material layer
is uniform in the width direction of the substrate.
[0020] Also, the flexible spacer prevents the edge por-
tion from being raised on both ends of the width direction
of the outlet slot such that the thickness of the active
material layer may be further uniform on both ends of the
width direction of the substrate.
[0021] Embodiments of the invention will now be de-
scribed by way of example with reference to the accom-
panying drawings, in which:

FIG. 1 is a top plan view of an active material coating
apparatus according to an exemplary embodiment
of the present invention.
FIG. 2 is a cross-sectional view taken along the line
II - II of FIG. 1.
FIG. 3 is a cross-sectional view taken along the line
III-III of FIG. 1.
FIG. 4 is an exploded perspective view of a lower
die and a spacer separated from the upper die in
FIG. 2.
FIG. 5 is a top plan view of FIG. 4.
FIG. 6 is a cross-sectional view of a flexible spacer
according to the first exemplary embodiment.
FIG. 7 is a view showing formation of a non-uniform
thickness of an active material slurry in an outlet slot

in a width direction of an outlet slot.
FIG. 8 is a view showing formation of a uniform thick-
ness of an active material slurry in an outlet slot in a
width direction of an outlet slot.
FIG. 9 is a top plan view of a state in which an active
material layer is formed on a substrate by using the
active material coating apparatus of FIG. 1.
FIG. 10 is a cross-sectional view of a flexible spacer
according to the second exemplary embodiment.
FIG. 11 is a cross-sectional view of a flexible spacer
according to the third exemplary embodiment.
FIG. 12 is a cross-sectional view of a flexible spacer
according to the fourth exemplary embodiment.
FIG. 13 is a flowchart of a coating method according
to an exemplary embodiment of the present inven-
tion.

[0022] The present invention will be described more
fully hereinafter with reference to the accompanying
drawings, in which exemplary embodiments of the inven-
tion are shown. As those skilled in the art would realize,
the described embodiments may be modified in various
different ways, all without departing from the scope of
the present invention. The drawings and description are
to be regarded as illustrative in nature and not restrictive.
Like reference numerals designate like elements
throughout the specification.
[0023] FIG. 1 is a top plan view of an active material
coating apparatus according to an exemplary embodi-
ment of the present invention, FIG. 2 is a cross-sectional
view taken along the line II-II of FIG. 1, and FIG. 3 is a
cross-sectional view taken along the line III-III of FIG. 1.
Referring to FIG. 1 to FIG. 3, an active material coating
apparatus according to an exemplary embodiment in-
cludes a lower die 1, an upper die 2, a fixing spacer 3, a
flexible spacer 4, and a controller 5 to coat the active
material supplied in a slurry state on a substrate S with
a uniform thickness. The substrate S may be made of an
aluminum sheet forming a current collector.
[0024] If the substrate S coated with the active material
is cut to a predetermined size, it forms an electrode plate
of a positive electrode or a cathode of a unit cell of a
rechargeable battery. That is, the substrate S coated with
the active material includes a plurality of electrode plates.
[0025] The lower die 1 and the upper die 2 overlap and
are combined in an-up-and down direction (z-axis direc-
tion), the fixing spacer 3 and the flexible spacer 4 are
interposed therebetween, and an outlet slot SL to output
the active material is formed on one side (as shown in
FIG. 4).
[0026] The lower die 1 includes a groove 12 supplying
the active material in the slurry state to the outlet slot SL.
The groove 12 is elongated in the width W direction (y-
axis direction) of the outlet slot SL on the upper surface
of the lower die 1 such that it is formed throughout the
whole width W. Accordingly, the outlet slot SL may uni-
formly output the active material supplied to the groove
12 to the whole width W.
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[0027] The lower die 1 includes a first lip portion 11
formed on the front end according to the outlet direction
(x-axis direction) of the active material, and the upper die
2 includes a second lip portion 21 formed on the front
end according to the outlet direction (x-axis direction) of
the active material and facing the first lip portion 11. The
upper die 2 has a hinge portion 22 formed on the rear of
the x-axis direction of the second lip portion 21. The hinge
portion 22 may control the position in the z-axis direction
of the second lip portion 21.
[0028] The fixing spacer 3 is interposed between the
lower die 1 and the upper die 2 on the rear of the hinge
portion 22 with reference to the outlet direction (x-axis
direction) of the active material, thereby determining the
fixing gap G1 between the lower die 1 and the upper die
2 (referring to FIG. 3). For example, the fixing spacer 3
is made of steel having a plate shape, and the thickness
thereof determines the fixing gap G1. A variable gap G2
may be controlled in a range in which the active material
does not leak. That is, the variable gap G2 may be con-
trolled and made wider or narrower than the fixing gap
G1 so that the outlet thickness of the active material is
more uniform throughout the whole width W direction (y-
axis direction) of the substrate S.
[0029] FIG. 4 is an exploded perspective view of a low-
er die and a spacer separated from the upper die in FIG.
2, and FIG. 5 is a top plan view of FIG. 4. Referring to
FIG. 4 and FIG. 5, the fixing spacer 3 includes a main
body 31 and a pair of branch portions 32, and they are
formed with the same thickness. The main body 31 is
formed with a plate shape, and is disposed according to
the width W direction (y-axis direction) of the outlet slot
SL on the rear of the groove 12. A plurality of branch
portions 32 are formed with a plate shape and extended
in the outlet direction (x-axis direction) of the active ma-
terial on both sides of the main body 31, and thereby the
width W of the outlet slot SL as the interval therebetween
is first determined by the width of the arms 32.
[0030] The fixing gap G1 is determined in the range L
where the main body 31 and the branch portion 32 of the
fixing spacer 3 exist between the lower die 1 and the
upper die 2. The branch portion 32 traverses the groove
12 such that this region L includes the region from the
main body 31 to the front of the groove 12. In this case,
the branch portion 32 does not prevent the active material
from being supplied through the groove 12.
[0031] The flexible spacer 4 is interposed between the
first lip portion 11 and the second lip portion 21 on both
sides of the width W direction (y-axis direction) of the
outlet slot SL. Thus, the variable gap G2 between the
first lip portion 11 and the second lip portion 21 in the z-
axis direction and the width W of the outlet slot SL in the
y-axis direction may be controlled.
[0032] The width W of the outlet slot SL is firstly deter-
mined by the fixing spacer 3, that is, a pair of branch
portions 32, and is finally determined by the position of
the y-axis direction of a pair of flexible spacers 4 inter-
posed between the first lip portion 11 and the second lip

portion 21. That is, the width W of the outlet slot SL is
the distance between a pair of flexible spacers 4 in the
y-axis direction.
[0033] The flexible spacer 4 is supported by the front
end of the branch portion 32 for the x-axis direction. The
position of the flexible spacer 4 is thus, controlled in the
width W direction (y-axis direction) of the outlet slot SL
thereby providing a second level of control of the width
of the outlet slot SL.
[0034] More specifically, the upper die 2 includes an
adjusting screw 53. The adjusting screw 53 is screw-
coupled to the hinge portion 22 to be controlled in the
clockwise direction or the counterclockwise direction,
wherein the upper die 2 is assembled to the lower die 1.
The second lip portion 21 is moved in the z-axis direction
with respect to the first lip portion 11 such that the position
control of the y-axis direction of the flexible spacer 4 is
possible between the first lip portion 11 and the second
lip portion 21.
[0035] For example, if the adjusting screw 53 is rotated
in the clockwise direction, the adjusting screw 53 is de-
creased in the hinge portion 22 and presses the lower
die 1 to the front end thereof, and finally, draws up the
second lip portion 21 of the upper die 2. In this way, the
position of the y-axis direction of the flexible spacer 4 is
controlled. Also, if the adjusting screw 53 is rotated in the
counterclockwise direction, the adjusting screw 53 in the
hinge portion 22 and the force pressing the lower die 1
to the front end thereof is increased, resulting in the sec-
ond lip portion 21 of the upper die 2 being drawn down.
[0036] The flexible spacer 4 is moved in the y-axis di-
rection in the front end of the branch portion 32, thereby
being supported in the x-axis direction. Also, the flexible
spacer 4 may further include a guide hole 41 that is elon-
gated in the width W direction (y-axis direction) of the
outlet slot SL. Here, the first lip portion 11 includes a
guide pin 42 inserted in the guide hole 41 such that the
movement of the y-axis direction of the flexible spacer 4
may be further correctly guided.
[0037] FIG. 6 is a cross-sectional view of a flexible
spacer according to the first exemplary embodiment. The
flexible spacer 4 may be formed of various materials and
structures to form the variable gap G2. Referring to FIG.
6, the flexible spacer 4 may be formed with a single-
layered structure using a synthetic resin or synthetic rub-
ber. For example, the synthetic rubber may be Ethylene
Propylene Diene Monomer (EPDM) having flexibility, and
the synthetic resin may be polytetrafluoroethylene (PT-
FE) having a low friction property (often sold under the
trademark "Teflon").
[0038] Further, the controller 5 is installed to the upper
die 2 and pushes/pulls the second lip portion 21 with re-
spect to the hinge portion 22 to control the variable gap
G2. The controller 5 may be variously configured, and
the present exemplary embodiment provides a cylinder
configuration. In the controller 5, a cylinder 51 is installed
to the upper die 2, and a shaft 52 is connected to the
second lip portion 21.
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[0039] If the shaft 52 is extended (a solid line of FIG.
3) or retracted (a dashed line of FIG. 3) by the driving of
the cylinder 51, the second lip portion 21 is rotated by an
angle θ with respect to the hinge portion 22, ie. around
a hinge axis, such that the variable gap G2 is controlled
and determined. A plurality of controllers 5 may be pro-
vided according to the size of the width W of the outlet
slot SL, and the present exemplary embodiment provides
three cylinder 51 that are disposed at equal intervals.
The plurality of cylinders 51 may uniformly control and
form the variable gap G2 throughout the whole range of
the width W of the outlet slot SL.
[0040] FIG. 7 is a state view of forming a non-uniform
thickness of an active material slurry in the outlet slot in
a width direction of the outlet slot. FIG. 8 is a state view
of forming a uniform thickness of an active material slurry
in the outlet slot in a width direction of the outlet slot.
[0041] The second lip portion 21 controls the variable
gap G2 from the state of FIG. 7 to the state of FIG. 8 in
the outlet slot SL, and the active material is formed with
the uniform thickness that is substantially the same thick-
ness as the variable gap G2 in the y-axis direction, and
is output in this state. In this way, the processing accuracy
and operation of the cylinder 51 can control the variable
gap G2 to account for matter change in the slurry.
[0042] The active material output through the control-
led variable gap G2 is coated on the substrate S that
proceeds while being maintained at a minute interval in
the front of the x-axis direction of the outlet slot SL. The
substrate S moves downward by the rotation of the roller
R and proceeds upward after passing the roller R.
[0043] FIG. 9 is a top plan view of a state in which an
active material layer is formed on a substrate by using
the active material coating apparatus of FIG. 1. Referring
to FIG. 9, the substrate S is formed with an aluminum
sheet having a predetermined width, and is continuously
supplied in the length direction of the substrate S by the
roller R and is coated in a predetermined length. That is,
the active material layer is coated as a pattern P in the
length direction on the substrate S. Also, the substrate
S is divided in the width W direction (y-axis direction) for
each pattern P and is cut in the length direction (x-axis
direction) to form a plurality of electrode plates.
[0044] Here, the thickness of the active material layer
formed on the substrate S is more uniform in the length
direction of the substrate S such that the cut electrode
plate does not have a difference in performance for each
position in the unit cell. Also, the thickness of the active
material layer formed on the substrate S is more uniform
in the width W direction (y-axis direction) of the substrate
S such that the plurality of electrode plates form recharge-
able batteries having more similar performance charac-
teristics, and thereby the performance uniformity may be
improved.
[0045] FIG. 10 is a cross-sectional view of a flexible
spacer according to the second exemplary embodiment.
Referring to FIG. 10, the flexible spacer 24 is different
than the flexible spacer 4 of the single-layered structure

of the first exemplary embodiment in that the flexible
spacer 24 of the second exemplary embodiment is
formed of a multi-layered structure.
[0046] The flexible spacer 24 of the second exemplary
embodiment has the multi-layered structure including a
synthetic resin layer 241 and a steel layer 242 that are
alternately disposed. The synthetic resin layer 241 may
be formed of polytetrafluoroethylene (PTFE). The flexi-
bility of the synthetic resin layer 241 can be used to form
the variable gap G2, and the steel layer 342 may securely
maintain the predetermined variable gap G2.
[0047] FIG. 11 is a cross-sectional view of a flexible
spacer according to the third exemplary embodiment.
Referring to FIG. 11, differently from the flexible spacer
24 having the simple multi-layered structure of the sec-
ond exemplary embodiment, the flexible spacer 34 of the
third exemplary embodiment includes a shim 341 made
of steel and a flexible layer 342 made of synthetic rubber,
synthetic resin, or silicone, which covers the shim 341.
[0048] The flexible spacer 34 of the third exemplary
embodiment may more securely maintain the variable
gap G2 through the shim 341. The flexible layer 342 can
be used to form the variable gap G2, and the outlet re-
sistance of the active material is reduced, which may
thereby make it possible to coat the substrate with more
uniform thickness.
[0049] FIG. 12 is a cross-sectional view of a flexible
spacer according to the fourth exemplary embodiment.
Referring to FIG. 12, different from the third exemplary
embodiment including the flexible spacer 34 having the
shim 341 and the flexible layer 342, the flexible spacer
44 according to the fourth exemplary embodiment in-
cludes a shim 441 made of steel, a flexible layer 442
made of synthetic rubber or silicone and covering the
shim 441, and a lower friction layer 443 made of PTFE
which covers the flexible layer 442.
[0050] In the flexible spacer 44 of the fourth exemplary
embodiment, the shim 441 may securely maintain the
variable gap G2, the flexible layer 442 and the lower fric-
tion layer 443 can be used to form the variable gap G2,
and the lower friction layer 443 reduces the outlet resist-
ance of the active material. This may make coating the
substrate to a more uniform thickness possible.
[0051] FIG. 13 is a flowchart of a coating method ac-
cording to an exemplary embodiment of the present in-
vention. Referring to FIG. 13, a coating method according
to an exemplary embodiment includes a first step ST1
for determining a fixing gap G1, a second step ST2 for
determining the width W of the outlet slot SL, a third step
ST3 for controlling the variable gap G2, and a fourth step
ST4 for coating.
[0052] The first step ST1 determines the fixing gap G1
between the lower die 1 and the upper die 2 through the
fixing spacer 3. It is possible to select a fixing spacer 3
having a predetermined thickness.
[0053] The second step ST2 determines the width W
of the outlet slot SL by the first lip portion 11 of the lower
die 1 and the second lip portion 21 of the upper die 2
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through the flexible spacer 4. The adjusting screw 53 is
rotated in the clockwise direction such that the position
of the y-axis direction of the flexible spacer 4 is deter-
mined between the first lip portion 11 and the second lip
portion 21, and the adjusting screw 53 is rotated in the
counterclockwise direction to fix the flexible spacer 4,
thereby completing the determination of the width W of
the outlet slot SL.
[0054] The third step ST3 pushes/pulls the second lip
portion 21 with respect to the hinge portion 22 through
the controller 5 such that the variable gap G2 is controlled
between the first lip portion 11 and the second lip portion
21 (referring to FIG. 3). The control of the variable gap
G2 is completed from the state of FIG. 7 to the state of
FIG. 8.
[0055] The fourth step ST4 outputs the active material
through the outlet slot SL that is controlled with the width
W and the variable gap G2 such that the proceeding sub-
strate S at the front end of the outlet slot SL is coated
with the active material layer.
[0056] While this invention has been described in con-
nection with what is presently considered to be practical
exemplary embodiments, it is to be understood that the
invention is not limited to the disclosed embodiments,
but, on the contrary, is intended to cover various modifi-
cations and equivalent arrangements included within the
scope of the appended claims.

Claims

1. An active material coating apparatus comprising:

a first die (1) comprising means (12) for supply-
ing an active material in a slurry state, wherein
the first die defines a first lip portion (11) of an
outlet slot;
a second die (2) arranged to engage with the
first die (1), wherein the second die (2) defines
a second lip portion (21) of the outlet slot, the
second lip portion (21) being movable relative
to the first lip portion (11);
a first spacer (3) interposed between the first die
and the second die for setting a first gap (G1);
a second, flexible spacer (4) interposed be-
tween the first lip portion (11) and the second lip
portion (21) and forming a variable gap (G2); and
a controller arranged to move the second lip por-
tion (21) with respect to the first lip portion (11)
to control the variable gap between the first lip
portion and the second lip portion.

2. The apparatus of claim 1, wherein the active material
supplying means comprises a groove (12) behind
the first lip portion (11).

3. The apparatus of claim 1 or 2, wherein the second
die comprises a hinge portion (22) for permitting

movement of the second lip portion (21).

4. The apparatus of claim 3, wherein the first spacer is
behind the hinge portion (22).

5. The apparatus of any one of the preceding claims,
wherein the second spacer (4) is arranged on both
sides of the outlet slot.

6. The apparatus of any one of the preceding claims,
wherein the first die comprises a lower die and the
second die comprises an upper die.

7. The apparatus of any one of the preceding claims,
wherein the first spacer has a base (31) behind the
active material supplying means (12) and two arms
that extend from the base towards the outlet slot.

8. The apparatus of claim 7, wherein the second spacer
(4) is positioned on the ends of the arms of the first
spacer.

9. The apparatus of Claim 8, wherein the second spac-
er is movable so as to adjust the width of the outlet
slot.

10. The apparatus of claim 9, wherein
the second spacer includes an elongated guide hole
(41), and
wherein the first lip portion includes a guide pin (42)
inserted in the guide hole.

11. The apparatus of any one of the preceding claims,
wherein the second spacer is formed of a single-
layered structure of one of synthetic resin and syn-
thetic rubber, or is formed of a multi-layered structure
including a synthetic resin layer and a steel layer that
are alternately disposed.

12. The apparatus of any one of claims 1 to 10, wherein
the second spacer includes:

a steel shim, and
a flexible layer made of synthetic rubber, syn-
thetic resin, or silicone, and covering the shim.

13. The apparatus of any one of claims 1 to 10, wherein
the second spacer includes:

a steel shim,
a flexible layer made of synthetic rubber or sili-
cone, and covering the shim, and
a low friction layer made of PTFE and covering
the flexible layer.

14. The apparatus of any one of the preceding claims,
wherein the first spacer is made of steel.
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15. A method of coating an active material on a substrate
comprising:

providing a fixed gap between a first die and a
second die through a first spacer;
providing an outlet slot by a first lip portion of the
first die and a second lip portion of the second
die through a second, flexible spacer;
moving the second lip portion relative to the first
lip portion through a controller to control the var-
iable gap between the first lip portion and the
second lip portion; and
outputting an active material in a slurry state
through an outlet slot that is controlled with the
height of the variable gap to coat the active ma-
terial layer on a proceeding substrate at the front
end of the outlet slot.
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