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Methodology
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Results and Conclusions
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e Sigmacell had the greatest impact on porosity and microstructure. More material was able to be incorporated
within the coating due to its smaller size and therefore produced a more porous coating upon its removal.

* Tencel produced the opposite effect to all other pore formers, decreasing the porosity and total pore volume.
However it did increase the average pore diameter within the coating.

* This increase in porosity and total pore volume will allow more of the fuel and waste gases to diffuse in and out
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Conclusion Total Pore Surface Area
* The Cross Sections of the coating showed that the smaller cellulose pore former had a greater impact on the B No PF M Sigmacel ™ Avicel Tencel B Knife Mill
coating microstructure. It produced more perpendicular pores as well as greater interconnectivity between
them than the larger sizes. Conclusion

* The surface images also showed that the smaller pore former produced more surface openings than the larger
pore formers. This was shown by conducting an EDS of the surface and looking for peaks in carbon located
around the pore openings.

* This increase in perpendicular pores and greater pore interconnectivity will allow for more of the gaseous fuel
to diffuse through the electrode and produce a greater power density when used in a SOFC electrode.

* Sigmacell had the greatest impact on the total pore surface area, increasing it by 2910%.

* This gain in pore volume will increase the available triple phase boundaries within the electrode. By increasing
the available reaction sites, more reactions will be able to occur simultaneously, causing an increase in power
density when used as an electrode within a SOFC
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