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Development of High-durability and Low-cost Fuel Cell Bipolar Plate
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ABSTRACT

A bipolar plate for a new structure fuel cell stack
was developed jointly with General Motors Company.
In order to achieve both lower cost and higher
productivity while enhancing the functionality of the
bipolar plate in this study, a bipolar plate structure
that assumes high-cycle molding was developed. A
coating consisting of carbon and titanium is applied to
the stainless steel base material before stamping. The
seal structure was changed from a multilayer rubber
seal structure to a metal bead seal structure formed
by stamping after coating and a welded seal structure.
In addition, a structure without a rubber coating was
adopted for high-cycle molding.
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