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(57) ABSTRACT

A method of manufacturing an electrode product where a
compressible and deformable layer is densified and laminated
to a layer of a material that is relatively resistant to stretching.
The densification and bonding take place in a single step. A
method as used in fabrication of electrodes, for example,
electrodes for double layer capacitors, a deformable and com-
pressible active electrode film is manufactured from activated
carbon, conductive carbon, and a polymer. The electrode film
may be bonded directly to a collector. Alternatively, a collec-
tor may be coated with a wet adhesive layer. The adhesive
layer is subsequently dried onto the foil. The dried adhesive
and foil combination may be manufactured as a product for
later sale or use, and may be stored as such on a storage roll or
other storage device. The active electrode film is overlayed on
the metal foil, and processed in a laminating device, such as a
calender. Lamination both densifies the active electrode film
and bonds the film to the metal foil. Spreading of the active
electrode film in the plane parallel to the plane of the metal
foil is reduced or eliminated during lamination, because of the
adhesion between the film and the foil.
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1
METHOD OF MANUFACTURING AN
ELECTRODE OR CAPACITOR PRODUCT

RELATED APPLICATIONS

The present application is a divisional of U.S. application
Ser. No. 10/900,824, filed Jul. 28, 2004, entitled “Densifica-
tion of Compressible Layers During Electrode Lamination,”
which issued as U.S. Pat. No. 7,384,433, on Jun. 10, 2008,
and which claims the benefit of commonly assigned Provi-
sional Application No. 60/578,722, filed Jun. 10, 2004; com-
monly assigned Provisional Application No. 60/557,576,
filed Mar. 30, 2004; commonly assigned Provisional Appli-
cation No. 60/546,093, filed Feb. 19, 2004. Each of these
nonprovisional and provisional applications is incorporated
herein by reference in its entirety.

FIELD OF THE INVENTION

The present invention relates generally to methods for
increasing density to ductile layers, methods for laminating
ductile layers to layers of less yielding materials, and to
composite structures, such as electrodes of electrical energy
storage devices, fabricated using such methods.

BACKGROUND

Manufacture of many articles involves attachment of a
relatively pliable layer to a relatively rigid layer. Electrodes
constitute on class of such articles.

Electrodes are widely used in many devices that store elec-
trical energy, including primary (non-rechargeable) battery
cells, secondary battery cells, fuel cells, and capacitors.
Because of various competing performance criteria that need
to be considered when designing electrodes, many electrodes
are constructed using two or even more constituent materials.
One application where such composite electrodes are often
used is construction of double layer capacitors, also known as
electrochemical capacitors, supercapacitors, and ultracapaci-
tors.

Double layer capacitors employ, as their energy storage
elements, electrodes immersed in an electrolytic solution
(electrolyte). Typically, a porous separator impregnated with
the electrolyte ensures that the electrodes do not come in
contact with each other. A double layer of charges is formed
at each interface between the solid electrodes and the elec-
trolyte. Double layer capacitors owe their descriptive name to
these layers.

In comparison to conventional capacitors, double layer
capacitors have high capacitance in relation to their volume
and weight. There are two main reasons for this volumetric
and weight efficiency. First, the width of the charge separation
layers is very small, on the order of nanometers. Second, the
electrodes can be made from a porous material, having very
large effective area per unit volume, i.e., very large normal-
ized effective surface area. Because capacitance is directly
proportional to the electrode area, and inversely proportional
to the width of the charge separation layer, the combined
effect of the narrow charge separation layer and large surface
area results in capacitance that is very high in comparison to
that of conventional capacitors. High capacitance enables
double layer capacitors to receive, store, and release large
supplies of electrical energy.

Another important performance parameter of a capacitor is
its internal resistance, also known as equivalent series resis-
tance (ESR). Frequency response of a capacitor depends on
the characteristic time constant of the capacitor, which is
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essentially a product of the capacitance and the internal resis-
tance, or RC. To put it differently, internal resistance limits
both charge and discharge rates of a capacitor, because the
resistance limits the current that flows into or out of the
capacitor. Maximizing the charge and discharge rates is
important in many applications. In hybrid automotive appli-
cations, for example, a capacitor used as the energy storage
element powering a vehicle’s engine has to be able to provide
high instantaneous power during acceleration, and to receive
power produced by regenerative braking.

High internal resistance may create heat during both
charge and discharge cycles. Heat causes mechanical stresses
and speeds up various chemical reactions, thereby accelerat-
ing capacitor aging. Moreover, the energy converted into heat
is lost, decreasing the efficiency of the capacitor. It is there-
fore desirable to reduce internal resistance of capacitors.

Active materials used for electrode construction—acti-
vated carbon, for example—usually have rather limited spe-
cific conductance. Thus, large contact area may be desired to
minimize the contact resistance between the electrode and its
terminal. The active material may also be too brittle or oth-
erwise unsuitable for directly connecting to terminals. Addi-
tionally, the material may have relatively low tensile strength,
needing mechanical support in some applications. For these
reasons, electrodes typically incorporate current collectors.

A current collector is typically a sheet of conductive mate-
rial on which the active electrode material is deposited. Alu-
minum foil is commonly used as the current collector mate-
rial of an electrode. In one electrode fabrication process, a
solvent based electrode film is produced, and then attached to
a thin aluminum foil using a wet solvent based adhesive or
binder layer. To improve the quality of the interfacial bond
between the film of active electrode material and the current
collector, the combination ofthe film and the current collector
is processed in a pressure laminator, for example, a calender
or another nip. Pressure lamination increases the bonding
forces between the film and the current collector, and reduces
the equivalent series resistance. After laminating the combi-
nation of solvent based electrode film, wet adhesive binder,
and current collector are subsequently dried to remove any
liquid solvent, lubricants, or impurities.

As has already been mentioned, high capacitances of
double layer capacitors result, to a great extent, from the high
normalized effective surface area of the active electrode lay-
ers. Porosity of the active electrode layer film plays an impor-
tant role in increasing the effective surface area. Generally,
porosity on a small scale level is unchanged when the active
electrode film is densified through compaction, for example,
through calendering or processing in another kind of high-
pressure nip. Because compacting reduces the film’s volume
while keeping pore surfaces relatively unchanged, the nor-
malized effective surface area is increased. Furthermore,
compacting tends to decrease the equivalent series resistance,
and possibly also improves structural integrity of the film. For
these reasons, current solvent based active electrode films are
often compacted before they are attached to current collec-
tors.

The material of a typical active electrode film is compress-
ible and malleable. When the film is processed in a calender,
alone, or onto a wet adhesive binder layer, it tends not only to
densify through compaction in the direction of pressure appli-
cation, but also to deform, elongating and widening in the
plane transverse to this direction. This is problematic for two
reasons. First, densification is reduced, potentially requiring
multiple compaction/densification steps. Second, the film
may need to be trimmed because of spreading, i.e., because of
the elongation and widening. Trimming becomes necessary,
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for example, when the film spreads beyond the current col-
lector surface, or when the film spreads to the areas of the
current collector that need to be connected to other compo-
nents, such as terminals or other electrodes. The additional
compacting and trimming steps increase processing costs and
time, and are best reduced or avoided altogether. These prob-
lems are not necessarily limited to electrode fabrication, but
may be relevant when densifying and laminating other com-
pressible materials.

SUMMARY

A need thus exists for methods of densifying ductile layers
using a reduced number of compacting steps. Another need
exists for methods that reduce elongation and widening of the
layers during compacting or during other high-pressure pro-
cedures. A further need exists for electrodes fabricated using
such methods. Still another need exists for energy storage
devices, such as double layer capacitors, using these elec-
trodes.

The present invention is directed to methods, electrodes,
and energy storage devices that satisfy these needs. An exem-
plary embodiment of the invention herein disclosed is a
method of manufacturing an electrode. According to the
method, a current collector and a film of active electrode
material are provided and stacked so that a first surface of the
current collector is in contact with the film. The resulting
stack is then laminated by pressing the current collector and
the film to cause the film to densify and to adhere to the first
surface of the current collector, thereby obtaining a laminated
electrode product. Lamination is performed so that the film is
densified without spreading to an extent necessitating trim-
ming. For example, in some embodiments the film does not
spread beyond the current collector or an adhesion layer
disposed on the current collector.

In various embodiments, the current collector is made from
a material that does not stretch significantly, for example,
from aluminum foil. Friction between the current collector
and the film helps to prevent spreading of the film during
lamination. The friction can be increased in a variety of ways,
for example, by mechanically roughening or chemically pit-
ting the current collector, or subjecting the current collector to
a surface activation treatment.

In various embodiments, the current collector is coated
with a conduction-promoting binder. In one embodiment, the
binder is dried before the current collector and the film are
brought into contact with each other.

Reduced spreading of the film improves densification of
the film achieved during lamination. A single pass through a
laminator can thus achieve specified densification, eliminat-
ing the need for additional compaction or other densification
steps.

The film can be fabricated using various techniques, for
example, by fibrillizing a mixture of active electrode material,
a polymer, and a conduction promoter.

In various embodiments, lamination is performed by pass-
ing the film and the current collector between rolls of a lami-
nator. The laminator is set to provide a known pressure
between the rolls. In some embodiments, the rolls are heated.

In one embodiment, a method of manufacturing an elec-
trode product comprises steps of providing a current collector
comprising a first surface; providing a film of active electrode
material; stacking the film and the current collector so that the
first surface is in contact with the film; and laminating the
current collector and the film by pressing the current collector
and the film to cause the film to densify and to adhere to the
first surface, thereby obtaining a laminated electrode product;
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wherein the step of laminating is performed so that the film is
densified without spreading to an extent necessitating trim-
ming of the film after laminating. The step of providing a
current collector may comprise providing the current collec-
tor with a dried layer of adhesive material. The step of pro-
viding a current collector may comprise providing the current
collector comprising a material that causes the current col-
lector to be capable of stretching to a lesser degree than the
film. The step of laminating may consist of a single pass
through a laminator. The step of lamination may be per-
formed so as not to cause the film to spread beyond the current
collector. The step of providing the film may comprise mixing
particles of active electrode material with a polymer and a
conduction promoter to form a dry powder material; and
fibrillizing the dry powder material using a dry high-shear
technique. The product may comprise a double-layer capaci-
tor. The step of lamination may comprise processing the film
and the current collector between rolls of a laminator. The
step of processing may comprise heating surface of at least
one of the laminator rolls. The step of processing may com-
prise heating surface of at least one of the laminator rolls to a
temperature between about 100 degrees Celsius and about
300 degrees Celsius. The film and the current collector may
pass between a first laminator roll and a second laminator roll;
and the step of processing may comprise setting a gap
between the first laminator roll and the second laminator roll
so that thickness of the film is reduced by between about 30
and about 70 percent, the step of setting a gap being per-
formed before the film and the current collector pass between
the first and second laminator rolls. The laminated electrode
product may be cooled. The step of cooling may comprise
S-wrapping the laminated electrode product on a pair of chill-
ing rolls and cooling the chilling rolls using a liquid with a
temperature of between about 18 and about 22 degrees Cel-
sius. The rolls of the laminator may apply pressure of between
about 50 and about 1000 pounds per linear inch of width of
the film to the current collector and the film. The rolls of the
laminator may apply pressure of between about 350 and
about 650 pounds per linear inch of width of the film to the
current collector and the film. The rolls of the laminator may
apply pressure of about 500 pounds per linear inch of width of
the film to the current collector and the film.

In one embodiment, a method of manufacturing an elec-
trode product may comprise providing a current collector
comprising a first surface and a second surface; coating the
first surface with a first wet binder layer; drying the first wet
binder layer to resultin a first dry binder layer coating the first
surface; providing a first film of active electrode material;
stacking the first film and the current collector so that the first
dry binder layer is in contact with the first film; and laminat-
ing the current collector and the first film by pressing the
current collector and the first film to cause the first film to
densify and to adhere to the first surface, thereby obtaining a
laminated electrode product. The step of laminating may be
performed so that the first film is densified without spreading
to an extent necessitating trimming. The method of manufac-
turing may further comprise coating the second surface with
a second wet binder layer; drying the second wet binder layer
to result in a second dry binder layer coating the second
surface; providing a second film of active electrode material;
and stacking the second film and the current collector so that
the second dry binder layer is in contact with the second film;
wherein the step of laminating further comprises pressing the
second film and the current collector to cause the second film
to adhere to the second surface, and the second film to be
densified without spreading to an extent necessitating trim-
ming. The step of providing a current collector may comprise
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providing the current collector comprising a material that
does not stretch significantly. The step of providing a current
collector may comprise providing the current collector com-
prising a material that causes the current collector to be
capable of stretching to a lesser degree than the first film. The
step of providing a current collector may comprise providing
the current collector comprising a metal. The step of provid-
ing a current collector may comprise providing a metal foil.
Laminating may consist of a single pass through a laminator.
The first and second films are not separately densified. The
step of lamination does not cause the first and second films to
spread beyond the current collector. The step of providing the
first film may comprise mixing particles of active electrode
material with a polymer and a conduction promoter to form a
dry powder material; and fibrillizing the dry powder material
using a dry high-shear technique. The step of lamination may
comprise heating the first film and the second film. The step of
lamination may comprise processing the first film, the second
film, and the current collector between rolls of a laminator.
The step of processing may comprise heating surface of at
least one of the laminator rolls. The first binder layer and the
second binder layer may comprise a thermoplastic; and the
step of processing may comprise heating surfaces of at least
one of the laminator rolls to a temperature sufficient to melt
the thermoplastic of the first and second binder layers but
insufficient to decompose the thermoplastic of the first and
second binder layers. The step of processing may comprise
heating surfaces of at least two of the laminator rolls to a
temperature between about 100 degrees Celsius and about
300 degrees Celsius. The first film, the second film, and the
current collector may pass between a first laminator roll and
a second laminator roll; and the step of processing further
may comprise setting a gap between the first laminator roll
and the second laminator roll so that combined thickness of
the current collector, the first and second films, and the first
and second binder layers is reduced by between about 30 and
about 70 percent, the step of setting a gap being performed
before the film and the current collector pass between the first
and second laminator rolls. The rolls of the laminator may
apply pressure of between about 50 and about 1000 pounds
per linear inch to the current collector and the first and second
films. The method of may further comprise a step of winding
the laminated current collector on a roll.

In one embodiment, a method of manufacturing a capacitor
product comprises providing a current collector comprising a
first surface; providing an adhesive onto the first surface; and
drying the wet adhesive to form a dried adhesive on the
current collector. After the step of drying the adhesive, the
current collector may be rolled onto a storage roll. After the
step of drying an electrode film is calendered onto the dried
adhesive. The electrode film may comprise a dry fibrillized
blend of carbon and binder particles.

In one embodiment, an energy storage device product com-
prises a collector; and a dry adhesive adhered on the collector.
The product further may comprise a storage roll and the
collector and dried adhesive are rolled onto the storage roll.
The product further may comprise an electrode film and the
electrode film is adhered to the collector by the dried adhe-
sive. The electrode film may be formed of a plurality of dry
fibrillized particles. The electrode film may be formed from
an extruded slurry. The electrode film and the dried adhesive
may be densified together. The collector may comprise an
aluminum. The product may be a capacitor. The product may
be a double-layer capacitor. The electrode film may comprise
a length, a width, and a thickness, wherein when placed
against the dry adhesive the electrode film is constrained by
the dried adhesive such that when a force is applied to the
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electrode film perpendicular to the length and width of the
film the electrode film substantially maintains its width and
length.

These and other features and aspects of the present inven-
tion will be better understood with reference to the following
description, drawings, and appended claims.

BRIEF DESCRIPTION OF THE FIGURES

FIG. 1 illustrates selected steps of a process of manufac-
turing an electrode of a double layer capacitor, in accordance
with an embodiment of the present invention; and

FIG. 2 illustrates stacking and lamination steps of the pro-
cess of FIG. 1.

DETAILED DESCRIPTION

Reference will now be made in detail to several embodi-
ments of the invention that are illustrated in the accompany-
ing drawings. Wherever possible, same or similar reference
numerals are used in the drawings and the description to refer
to the same or like parts or steps. The drawings are in simpli-
fied form and not to precise scale. For purposes of conve-
nience and clarity only, directional terms, such as top, bottom,
left, right, up, down, over, above, below, beneath, rear, and
front may be used with respect to the accompanying draw-
ings. These and similar directional terms should not be con-
strued to limit the scope of the invention in any manner. The
words binder and adhesive are used interchangeably within
the description, unless the difference is noted or made other-
wise clear from the context. The expression “active electrode
material” and similar phrases signify material that enhances
the function of'the electrode beyond simply providing a con-
tact or reactive area approximately the size of the visible
external surface of the electrode. In a double layer capacitor
electrode, for example, a film of active electrode material
includes particles with high porosity, so that the surface area
of the electrode exposed to an electrolyte in which the elec-
trode is immersed, is increased well beyond the area of the
visible external surface; in effect, the surface area exposed to
the electrolyte becomes a function of the volume of the film
made from the active electrode material.

Referring more particularly to the drawings, FIG. 1 illus-
trates selected steps of a process 100 of manufacturing an
electrode of a double layer capacitor. Not all illustrated steps
are strictly necessary, and other steps can be added to the
process 100. A high level overview of the process 100 is
provided immediately below; more detailed explanations of
the steps of the process 100 and variations of the steps are
provided at later points in this document.

At step 105, a current collector foil is provided. At step 120,
one or more films of active electrode material are provided.

In one embodiment, a single active electrode film is placed
on the side of the current collector that is covered with a dried
conduction-promoting adhesive. Accordingly, in one
embodiment, at step 110, the current collector foil is coated
with a wet layer of conduction-promoting adhesive. As will
be discussed below, the current collector can be coated on two
sides. Wet adhesive coating of the second side can be per-
formed as part of the step 110, or as a separate step substan-
tially similar to step 110. (The separate coating step is not
illustrated in FIG. 1.) At step 115, the wet adhesive layer is
dried. In one embodiment, after drying, the current collector
foil may be rolled or otherwise stored until needed for the
following steps of the process 100. In other embodiments, the
current collector is coated on two sides, and films of active
electrode material are placed on each of the coated sides.
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At step 125, a lamination stack is formed from the current
collector and the one or more active electrode films and/or dry
adhesive layer.

At step 130, the stack is processed in a laminator, a device
similar to a calender or another high-pressure nip. As a result
of'this step, the film or films of the active electrode material
are bonded to the current collector. At the same time, the
active electrode material of the film(s) is densified under the
pressure applied by the lamination device. A bonded elec-
trode product is available after processing in the laminator.
The bonded electrode product may be cooled in a step 135.

We now turn to the description ofthe individual steps of the
process 100.

In one embodiment, the current collector provided in step
105 is made from a material that does not stretch significantly.
Cohesive forces that arise between an applied active electrode
film and the current collector surface preferably restrict defor-
mation of the film in the plane parallel to the current collector.
Itis identified that because the tendency to spread in the plane
of'the collector is limited by adhesion to the current collector,
densification of an active electrode material film is enhanced.
In other words, when compared to the prior art use of a wet
adhesive layer, wherein the wet adhesive layer has a tendency
to spread when subject to lamination type forces, spreading of
the film applied in step 120 is substantially reduced or
avoided altogether when applied to a collector as described
herein.

The current collector can take various forms and be made
of different materials. In one electrode embodiment, the cur-
rent collector is a sheet of aluminum foil approximately 40
microns thick. In alternative embodiments in accordance with
the present invention, the thickness of the foil is between
about 20 and about 100 microns; in other, more specific
embodiments, the thickness of the aluminum foil is between
about 30 and about 50 microns. Conductive materials other
than aluminum can also be used for the current collector.
These materials include, for example, silver, copper, gold,
platinum, palladium, steel, and tantalum, as well as various
alloys of these metals.

In some electrode embodiments, the surface of the current
collector is uneven and rough. Surface unevenness can be
achieved, for example, by mechanical roughing, or chemical
pitting. The current collector can also be subjected to a sur-
face activation treatment using, for example, corona dis-
charge, active plasma, ultraviolet, laser, or high frequency
treatment methods known to a person skilled in the appropri-
ate art. The activation treatment tends to promote adhesion
between the current collector and the active electrode film
adjacent to it. Indeed, in some electrode embodiments in
accordance with the invention, the surface activation treat-
ment also performs the function of roughing the film surface,
or is applied instead of roughing the surface. Furthermore, in
some embodiments, cohesive forces between the current col-
lector and the film of the active electrode material are suffi-
cient to bond the two components together and substantially
to prevent spreading of the film with respect to the current
collector, even in the absence of the binder layer interposed
between the two components.

In one embodiment, rather than calandering an electrode
directly to a collector, the electrode is calandered to a dried
adhesive disposed on the collector. A wet adhesive coating
applied to the current collector in step 110 can be obtained by
dissolving a binder in a processing additive, such as organic
solvent, aqueous solvent, or a blend of aqueous and organic
solvents. In some electrode embodiments, an electrical con-
duction enhancer may be added to the binder solution. The
resulting solution typically has a slurry-like composition. The
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wet slurry may be coated onto the current collector through a
doctor blade or a slot die. The slurry can also be sprayed onto
the current collector, or applied using other techniques known
to a person skilled in the relevant art.

In certain exemplary electrode embodiments, the solvents
used to produce the wet adhesive coating include water, iso-
propyl alcohol (IPA), and ammonia solutions; the conduction
enhancer includes graphite or conductive carbon powder; and
the binder includes a thermoplastic powder material.

In various electrode manufacturing process embodiments,
the proportions (by weight) of the constituent components of
the wet adhesive are as follows: between 5 and 20 percent of
conductive carbon, between 7 and 40 percent of thermoplas-
tic, and between 40 and 85 percent of solvent. In more specific
process embodiments, the proportions are as follows: 7-11
percent of conductive carbon, 12-25 percent of thermoplastic,
and 65-80 percent of solvent. In a still more specific process
embodiment, the proportions are: about 10 percent graphite,
20 percent thermoplastic, and 70 percent binder. Another
embodiment uses adhesive coating known by trade name
Electrodag® EB-012, available from Acheson Colloids Com-
pany, 1600 Washington Avenue, Port Huron, Mich. 48060;
telephone number (810) 984-5581; www.achesonindustri-
es.com. The Electrodag® EB-012 is a water-based dispersion
of graphite in a thermoplastic binder.

The thickness of the binder layer applied to the current
collector can vary widely. In one embodiment, the thickness
of'the binder layer is between about 20 and 30 microns when
wet.

Turning now to step 115, the wet adhesive coating can be
air-dried at about room temperature to remove the solvent.
Alternatively, the wet adhesive coating can be force-dried. In
the case of Electrodag® EB-012, the manufacturer recom-
mends air-drying at room temperature for 24 hours, or force-
drying between 3 and 10 minutes at a temperature between 70
and 90 degrees Celsius (between 158 and 203 degrees Fahr-
enheit). The minimum durations of the drying process may
depend not only on the ambient or drying agent temperature,
but also on the relative humidity ofthe air and the thickness of
the applied coating. Force-drying is often employed to speed
up the manufacturing process and achieve a more uniform,
homogeneous dry binder layer.

Because of the loss of solvent in the course of the drying
step 115, the thickness of the dried binder layer decreases in
comparison to its thickness in the wet state. In one exemplary
embodiment that uses Electrodag® EB-012, the thickness
decreases from about 20-30 microns to about 10 microns.
Although not shown in FIG. 1, in one embodiment, after
drying the current collector and adhesive, the coated collector
may be rolled onto a storage roll for later use.

We now proceed to discuss step 120, i.e., providing the
active electrode material film. One way to manufacture the
film is by using a solvent based extrusion processes known to
those skilled in the art. The polymers used in electrode
embodiments in accordance with the present invention
include, without limitation, polytetraflouroethylene (PTFE or
Teflon®), polypropylene, polyethylene, co-polymers, and
various polymer blends. The polymers act as a matrix for the
active electrode material within the film. To form the film,
powders of the polymer, the active electrode material, and
possibly other powder materials are blended. The resulting
compound is introduced, together with a solvent, into an
extruder to fibrillate the blended material, creating a dough-
like film. In one embodiment, the proportions of the powder
compound and the solvent are about 80/20 by weight. The
dough-like film may be calendered one or more times to
produce the film of active electrode material having desired
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thickness and density. The number of separate calendaring
steps can be reduced, or separate calendaring steps can be
eliminated altogether, using processes in accordance with the
present invention.

According to another technique for manufacturing the film
of active electrode material, particles of the active electrode
material (activated carbon) are blended or otherwise dry
mixed together with a polymer and a conduction promoter
(conductive carbon) to form a dry powder material. In one
exemplary embodiment, the powders and proportions used
are as follows: 85-90 percent by weight of activated carbon
(the active electrode material), 5-8 percent by weight of poly-
mer, and 2-10 percent by weight of conductive carbon (graph-
ite, acting as a promoter of electrical conduction). Another
exemplary embodiment contains 85-93 percent of activated
carbon, 3-8 percent of polymer, and 2-10 percent of conduc-
tive carbon. Suitable activated carbon powders are available
from a variety of sources, including Nuchar® powders sold
by Westvaco Corporation of Stamford, Conn. In one embodi-
ment, the polymer comprises fibrillizable Teflon or PTFE. Yet
another exemplary embodiment contains activated carbon
and PTFE, and does not use conductive carbon. In one
embodiment, the dry mixed powder material is fibrillized
using a dry non-lubricated high-shear technique. In one
embodiment, the dry shearing forces are applied in a jet mill,
wherein high pressure air is applied to the dry mixed powder
to cause the powder to impact against a surface, thus causing
the polymer in the mix to shear. The shear forces that arise
during a dry fibrillation process physically stretch the poly-
mer particles, causing the polymer to form a network of fibers
that bind the polymer to the conduction promoter and to the
active particles, e.g., to the graphite and activated carbon
particles. The fibrillized material may then be fed into one or
more high-pressure nips to form an electrode film, such as roll
mills, calendars, belt-presses, or flat plate presses. When a dry
electrode process as described above is used, the number of
high-pressure processing steps can be reduced, or such steps
can be eliminated altogether. Because no solvents or liquids
are used in formation of the electrode film using a dry fibrilli-
zation technique as described above, the resulting electrode
film self supporting and substantially free of any impurities
that can be introduced or left behind by such additives and,
thus, is not subject to degradation caused by such impurities
that can reduce the film’s lifetime. Because electrode film
made according to the above dry process is dry, when lami-
nated it does not spread as much as a solvent based or wet
electrode film and, furthermore, because the film is self sup-
porting it is readily adaptable for use in a calendar. The
tendency of a dry electrode film not to spread when used in
combination with a bare collector or a collector coated with a
dried adhesive enables a densified electrode structure that
resists deformation in the width and length of the collector.

Dry processes for manufacturing self supporting solvent
and additive free active electrode films are discussed in more
detail in the following commonly assigned U.S. patent appli-
cation: entitted DRY PARTICLE BASED ELECTRO-
CHEMICAL DEVICE AND METHODS OF MAKING
SAME, Ser. No. 10/817,701, which is hereby incorporated by
reference as if fully set forth herein.

FIG. 2 illustrates in more detail the stacking, lamination,
and cooling steps 125/130/135. In one embodiment, a current
collector 250 and two active electrode films 234a and 2345
are fed from storage rolls 248 into a laminator 252 so that the
current collector 250 is positioned between the two films
234q and 234b. Tension control elements 251 can also be
employed in one or more locations of the system in FIG. 2. As
previously described herein, in one embodiment, the current
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collector 250 may be a bare collector, and in one embodiment,
the current collector may comprise dried binder layers 223a
and 223b. In one embodiment, the laminator 252 includes
heated rolls 253a and 2535, each having a diameter of about
six inches and working surface (width) of about 13 inches.
The rolls 253 rotate so that the films 234 and the current
collector 250 are processed at the rate of between about 12
and 120 inches per minute. In one embodiment, the rolls 253
are heated in order to soften the and the electrode films and/or,
if used, dry binder layers 223, such that good adhesion of the
films 234 to the current collector 250 is effectuated.

In one embodiment, the surface temperature of the rolls
253 at the nip of the laminator 252 is between 100 and 300
degrees Celsius (212 and 572 degrees Fahrenheit). In a more
specific embodiment, the surface temperature of the rolls 253
is between 150 and 250 degrees Celsius (302 and 482 degrees
Fahrenheit). In a still more specific embodiment, the surface
temperature of the rolls is set between 195 and 205 degrees
Celsius (383 and 401 degrees Fahrenheit). In one embodi-
ment, the surface temperature of the rolls 253 is selected so as
to melt the thermoplastic (or other resin) of the binder layers
223, but avoid decomposition of the thermoplastic (or of other
resin).

To assist in heating, the apparatus illustrated in FIG. 2 may
also include heaters 279 positioned in front of the rolls 253.

Each film 234 becomes calendared and bonded to a side of
the current collector 250, resulting in an electrode product
254 exiting the laminator 252. In one embodiment, the elec-
trode 254 is S-wrapped over chill rolls 256 to set the film 234
onto the current collector 250 and controllably cool the elec-
trode product 254. In this embodiment, the chill rolls 256 are
cooled by internal liquid coolant with temperature of about 18
to 22 degrees Celsius (about 64 to 72 degrees Fahrenheit). In
a more specific embodiment, the temperature of the liquid
coolant is between about 20 and 21 degrees Celsius (68 to 70
degrees Fahrenheit).

In one embodiment, the nip pressure is set in the range
between 50 and 1000 pounds per linear inch (PLI) of the
width of the films 234. In a more specific embodiment, the nip
pressure is set in the range between 350 and 650 PLI. In a still
more specific embodiment, the nip pressure is set between
450 and 550 PLI. In a particular embodiment, the nip pressure
is set to about 500 PLI.

In various electrode embodiments, the pre-lamination
thickness of each layer 234 is between 80 and 500 microns. In
more specific embodiments, the pre-lamination thickness is
between about 100 and 200 microns.

In one embodiment, the gap between the laminator rolls
253a and 2534 is set to between 30 and 45 percent of the stack
thickness, i.e., of the combined thicknesses of the films 234a/
b, the current collector 250, and if used the dry binder layers
223a/b. In a more specific embodiment, the laminator gap is
set to between 35 and 40 percent of the stack thickness.

In one embodiment, the laminator pressure and gap set-
tings are selected so as to obtain (1) a good bond between the
films 234 and the current collector 250, (2) sufficient densi-
fication of the films 234, and, at the same time, (3) so as not to
cause spreading of the films 234 beyond the boundary of the
dried coated and dried binder layer on the current collector
250, or spreading that would otherwise require subsequent
trimming. In some embodiments, a single pass through the
laminator 252 is sufficient to obtain the needed bonding and
densification effects. Note, however, that the laminator used
can have multiple sets of rolls 253. For example, the laminator
can cave three sets of rolls that sequentially process the films
234 and the current collector 250.
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In some embodiments, densification of the films 234
results in the reduction of the thickness of each of the films
234 by between 30 and 70 percent. (It should be noted that
after processing in the laminator 252, the stack thickness
rebounds to some extent; thickness reduction discussed here
is reduction after the rebound.) In more specific embodi-
ments, the thickness reduction is between 35 and 60 percent.
In yet more specific embodiments, the thickness reduction is
between about 40 and 50 percent. Because thicknesses of the
current collector and the binder layers are typically much
smaller than the thickness of each film, the percentage reduc-
tion in the combined stack thickness in these embodiments is
about the same as the percentage reduction in the thickness of
the films.

In one embodiment, wherein an extrusion solvent based
electrode layer is adhered and/or calendared to a dry adhesive
disposed on a collector, a subsequent drying step to remove
the solvent would be utilized after the adhesion step to remove
solvents from the solvent based electrode layer. Those skilled
in the art would identify that such a secondary drying step
would not necessarily be needed if an electrode layer made by
the dry fibrillization process previously referenced was used.

A calendared electrode 254 can be collected onto a storage
roll 258 or other similar storage device. The resulting product
can subsequently be provided for use in manufacture of an
energy storage device, for example, as an electrode in a
double-layer capacitor.

This document describes the inventive electrodes and pro-
cesses used in the course of their fabrication in considerable
detail. This was done for illustration purposes only. Neither
the specific embodiments of the invention as a whole, nor
those of its features, limit the general principles underlying
the invention. In particular, the invention is not limited to the
specific materials used for fabricating the electrodes; and
pressure-bonding of the inventive electrodes is not limited to
the use of calendars, but includes various other pressure
devices. The invention is also not limited to electrodes used in
double layer capacitors, but extends to other electrode appli-
cations and to applications in other technological areas where
densification and lamination of a compressible/malleable
layer without significant spreading is needed. The specific
features described herein may be used in some embodiments,
but not in others, without departure from the spirit and scope
of the invention as set forth. Many additional modifications
are intended in the foregoing disclosure, and it will be appre-
ciated by those of ordinary skill in the art that, in some
instances, some features of the invention will be employed in
the absence of a corresponding use of other features. The
illustrative examples therefore do not define the metes and
bounds of the invention and the legal protection afforded the
invention, which function is served by the claims and their
legal equivalents.

What is claimed is:

1. A method of manufacturing an electrode product, the
method comprising:

providing a current collector comprising a first surface and

a second surface; coating the first surface with a first wet
binder layer;

drying the first wet binder layer to result in a first dry binder

layer coating the first surface;

providing a first film of active electrode material;

stacking the first film and the current collector so that the

first dry binder layer is in contact with the first film; and
laminating the current collector and the first film by press-
ing the current collector and the first film to cause the
first film to densify and to adhere to the first surface,
thereby obtaining a laminated electrode product.

20

25

40

45

55

60

65

12

2. A method of manufacturing an electrode according to
claim 1, wherein the step of laminating is performed so that
the first film is densified without spreading to an extent neces-
sitating trimming.

3. A method of manufacturing an electrode according to
claim 2, further comprising:

coating the second surface with a second wet binder layer;

drying the second wet binder layer to result in a second dry

binder layer coating the second surface;

providing a second film of active electrode material; and

stacking the second film and the current collector so that

the second dry binder layer is in contact with the second
film;

wherein the step of laminating further comprises pressing

the second film and the current collector to cause the
second film to adhere to the second surface, and the
second film to be densified without spreading to an
extent necessitating trimming.

4. A method of manufacturing an electrode according to
claim 3, wherein the step of providing a current collector
comprises providing the current collector comprising a mate-
rial that causes the current collector to be capable of stretch-
ing to a lesser degree than the first film.

5. A method of manufacturing an electrode according to
claim 3, wherein the step of providing a current collector
comprises providing a metal.

6. A method of manufacturing an electrode according to
claim 3, wherein the step of providing a current collector
comprises providing a metal foil.

7. A method of manufacturing an electrode according to
claim 6, wherein laminating consists of a single pass through
a laminator.

8. A method of manufacturing an electrode according to
claim 6, wherein the first and second films are not separately
densified.

9. A method of manufacturing an electrode according to
claim 6, wherein the step of lamination does not cause the first
and second films to spread beyond the current collector.

10. A method of manufacturing an electrode according to
claim 6, wherein the step of providing the first film comprises:
mixing particles of active electrode material with a polymer
and a conduction promoter to form a dry powder material; and
fibrillizing the dry powder material using a dry high-shear
technique.

11. A method of manufacturing an electrode according to
claim 6, wherein the step of lamination comprises heating the
first film and the second film.

12. A method of manufacturing an electrode according to
claim 6, wherein the step of lamination comprises processing
the first film, the second film, and the current collector
between rolls of a laminator.

13. A method of manufacturing an electrode according to
claim 12, wherein the step of processing comprises heating
surface of at least one of the laminator rolls.

14. A method of manufacturing an electrode according to
claim 12, wherein: the first binder layer and the second binder
layer comprise a thermoplastic; and the step of processing
comprises heating surfaces of at least one of the laminator
rolls to a temperature sufficient to melt the thermoplastic of
the first and second binder layers but insufficient to decom-
pose the thermoplastic of the first and second binder layers.

15. A method of manufacturing an electrode according to
claim 14, wherein:

the first film, the second film, and the current collector pass

between a first laminator roll and a second laminator
roll; and
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the step of processing further comprises setting a gap
between the first laminator roll and the second laminator
roll so that combined thickness of the current collector,
the first and second films, and the first and second binder
layers is reduced by between about 30 and about 70
percent, the step of setting a gap being performed before
the film and the current collector pass between the first
and second laminator rolls.

16. A method of manufacturing an electrode according to
claim 12, wherein the step of processing comprises heating
surfaces of at least two of the laminator rolls to a temperature
between about 100 degrees Celsius and about 300 degrees
Celsius.

17. A method of manufacturing an electrode according to
claim 16, wherein the step of providing a current collector
comprises providing a material that does not stretch signifi-
cantly.

14

18. A method of manufacturing an electrode according to
claim 12, wherein the rolls of the laminator apply pressure of
between about 50 and about 1000 pounds per linear inch to
the current collector and the first and second films.

19. A method of claim 1, further comprising a step of
winding the laminated current collector on a roll.

20. A method of manufacturing a capacitor product, the
method comprising:

providing a current collector comprising a first surface;

providing an adhesive onto the first surface; and

drying the adhesive to form a dried adhesive on the current

collector,

wherein after the step of drying the adhesive, the current

collector is rolled onto a storage roll.



