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SECONDARY BATTERY PLATE AND METHOD OF MAKING SAME.

APPLICATION FILED FEB. 183, 1905.
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Be it known that 1. Lours Nesron dosppu
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Method of AMakino L}w Same, of which the
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for the manufacture of plates for secoludary
electric hatterics comprising a core obtsined
by fusion, C&ksum} and moldin ¢ and a sup-
port formed ! oy casting around the said core.
- The uwmtmn {"‘{}Hui%th,}*mdt”} 1 forming
by fusion, casting, and molding o core of

active nmwrml ml in casting around this
b presenting the fmm of a grid
with miultiple ran :shmtmm this support he-
ing cast i 2 mold the core of which i con-
stituted by the cove of active material itself,

which, as indicated, has previously been cast ;.

and in order that mv invention may bo more |

fully understecod I will deseribe hereafter a
fmm of mold by mesns of which th&, proces

- carried into pr mmce -ﬁum moeids, whie E_
do not form a part of the invention Umz,ww
are lustrated in the A a:*rf:"rm;@z}. ying drawings,
of which—

Kigure 1 1s 4 per
for casting the core.

spective view of the mold
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& CrOSS-S section’ through
ine A B of 1] o, 2. Iig. 4 shows the core of
active material after casting.  Fig. 5 repre-
sents one of the inner WELN*-‘ m the mold for
casting the grid or support for the core.
Kl 6 1s 2 pe*‘%pm-tne VIOW ui a part of said
oy td or support.

Nm process acc r_;zdmh i:a':.‘;

thereon. Iie. 3 is

'!'lli._; ; VO i,iim

}HLIL&GL a,mi A L{muemul one with Lhe othoer
for example, b y means of o hinge ¢--—and m..,t,h
provided with & handle d, gnmn%‘é_ﬂ'iiw Liye
ctosing of the mold. During the casting
{}p{,mtwﬁ the closing of the mold s insrecd
by means of a %mmmle device, such as a
TInY €. |

The internal arrangement of the mold,
which may be seen in Ifig. 2, comprises two
-a1r holes or wents £, a pum ipal casting

channel or geat ¢, and small casting-c Emm:{lla
h, giving rise to @ casting; which is reme Ve
aftor cooling.

Kach inner face carries a series of pro jﬁ?{‘
presenting the form of a Lum ated

shiows one of its
inner walls with the grooves and projections
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vighit through i, 2s seen in Uie. 4. The
mold is also mmude-i ab i u,n;_:__rl sg with

notehes A w:‘*"_f“u;{ to form slots m 1n the
, eachy of whijeh slots te evminates in an eye.

When the core of active material is cast in
the manuer dese ribed, it is removed from the
mold, and before it is completely cool (pref-

e

erably in as hot s state as pmgibhﬁ' it is
placed 1 8 second Lzml when the a,,upmnt
Y orkd 1w east around mn_i core and in the
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~Fhe external shape of the mold for easting
the supporct or grid is . substantially the same
A hﬁ,u oi the mold for casting the core, g,
1o dis inner Toco is _J;'_n:_s..fndml with air-holes
ST ‘1?"ﬁ“1‘“a‘-1“f-‘ 7, 3
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b -\:-::fJr *-mﬁ casting-channels

hew are cub, 0F BrOOVs wl i such aomanner
35 Lo }M*w ih rali
are ntended {o for

cations which

3 the faees of the grid or
stpport. The mold s |
nunuer s Lo constituie

formed ?i'i'i*{;]l 1)
ab the angles m bhe
Tame of the cast s f
R 1 L‘l{“"’ T},

mpoert slols o, terminat-
',
and eves nm ol the core.

‘The process is carried oub in following
manner: The formation of the Bore {.,{H}Lrlbtm
in an ordinary e:,.aamtmﬂ oneration i the 'mld
of Figs. 1 and ¢ , care 1}@1 1z had to avoid any
su e 3*‘*&} 'Gl*ﬂ.‘f m order sm,f the molecular
condition of the material may niot be modi-
fled, 50 ns to leave the finished plate in a
:’ﬂfﬂ;liﬂ or Lo eatse the same to warp.
In order to cast the mu;}purt or grid, wlnuh
i preforably formed of antimonic I ad, there
i praced w 1‘{”1111 e second mold, Fie. ‘7' , a1
chile velin o hot skate the core wi .:,l{il‘if{ 1141,
terial, ulm i has sh u‘a.,m neen prepuared, the
mold being then closed. ﬁ’hb?ﬁ the nmld
has been GHed with the metal in o state of
tusion, there 18 'hnmrfd araund the eore a sup-
BoTt m @ sinele
stitute the imﬂm 1 the SU pport and rest upon
the faces of the core and are united one with
the other DY means ui as many biconical
transverse bars as there are cavities 7 1n-the
core.  Fhese bars form in the active material
S0 nany contactors or eollectors for the cur-
rent, AN ad Hltaml ) {hﬂu cnee of thickness
between L}w mberior of the mold and the core
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F{* rmibs of the formation upon the entire sur-

ace of the core of a thin ihn of metal, which

when the mold 1s closed

the purpose of forming cav i
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moval from the mold.

o

serves to obviate sudden cooling after re-
oval When the natural
cooling is finished, the thin filmis removed by

means of a scraper in such & manner as to

leave around the core only the support
formed by the bars and the frame of the sup-
port or grid. _ _ R

It is advantageous to proceed with the
casting of the support around the core im-
mediately after removal from the mold of

‘this latter—that is to say, while it is still

hot enough to prevent injury to or exhaus-
tion of its surface on-contact with the metal
in fusion. The final product is theretore a
secondary-battery plate the core of active
rnaterial of which and its support are united
by casting, so as to form a single piece.

The slots and eyes provided at the angles
impart to the whole, especially to the frame,
suf%bient elasticity to permit of free expan-

" sion of the plate during charging and con-

traction during discharging. 1f desired, the
number of these slots provided with eyes
may be increased, forming them upon the
sidés of the frame itseli. .

The contacts or collectors, which extend
right through the active material, may be of
any form other than that described, if de-

sired. TFor example, they may present a

double conical, cylindrical, prismatic, or poly-
hedral formation. In the same way the
form and disposition of the bars of the grid

‘may vary widely in accordance with require-

ments. Finally, the process may also be car-
ried into practice by means of a multiple

- mold for casting in a single operation several
- supports around their respective cores. -

. ascertained the nature of my invention and |
in what manner it may be performed, 1 de-
clare what 1 claim 15— '

40

Having now particularly described and

l

850,788

" 1. The process of manufacturing pla,tés for

secondary electric batteries, which consists-

in casting or molding in a mold a core of ac-

tive material, casting around said core while

being in- hot condition a ramified grid in ‘a -

second mold, at the same time forming on the

-t entire surface of said core between the ramifi-

cations of the grid a thin film of metal, then

allowing the whole to cool slowly and finally

removing the thin film of metal.
2. The method herein described of manu-
facturing plates for secondary batteries,

terial, and casting -about said core a grid pro-

45

‘which consists in casting a core of active ma-
55 .

vided with ramifications, said grid being pro- -

vided between said ramifications with a com-
paratively thin film of metal, allowing the

entire mass to cool, and-finally removing...

sald thin film of metal.

3. The process of -maﬁuf&cturi}lg pl&tes.

for secondary electric batteries which con-
sists in molding or casting ‘a core of active

material in the first mold shaped so as to

form at the angles of the core notches termi-
nating in aneye, then casting around said core
while in a hot condition a ramified grid or sup-
port in & second mold shaped so as to form at

the angles of the grid notches tm‘rr'lina,tin%lin ~

e

an eye, which eye corresponds to the notc
in the.core, the said grid having a thin film of

Uy,

10

metal between the ramifications thereof, . .

permitting the plates to cool slowly and re-
moving the film from the grid. - R
In testimony of which 1 have hereunto set

my hand, at Paris, the 30th day of January,

1900. - |

L.0UIS NESTOR JOSEPH ROSELLE.

In .prese'nce of—
HENRY SCHWAB,
Hanson C. Coxe.

75




	Drawings
	Front Page
	Specification
	Claims

