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* UNITED STATES PATENT OFFICE.

- Be it known that I, CHARLES
MAN, a citizen of the United States, and a
~ resident of Passaic, in the county of Passaic
and State of New Jersey, have invented new

© CHARLES V. ACKERMAN, OF PASSAIC, NEW JERSEY.

MANUFACTURE OF COVERED WIRE.

 Specification of Letters Patent.

 Patented July 28, 1908.

 Original application filed September 7, 1904, Serial No. 223,698. Divided and this application flled June 11, 1906.
| - ~ Seriul No. 321,198, i L o

To all whom it may concern: o |
V. ACKER-

and useful Improvements in the Manufac-

ture of Covere ‘Wire, of which the following
“is a full, clear, and exact description. |

~ The object of the invention is to provide

- certain new and useful improvements in the
- manufacture of covered wire, whereby the
 wire is covered with an insulating plastic

substance such as cement or the like, and

30

" is a transverse section of one of the plastic {

this substance is inclosed in a wraﬁ) er
formed of sheets, such as sheet tin or the like,

stance during the subsequent vulcanizing or
other hardening process of the substance.

which will be more fully described herein-
‘after and then pointed out in the claims.
A practical embodiment of the invention

is represented 1n

in all the views. -.

Trigure 1 is a cross section of the wire cov-
ering machine, on the line 1—1 of Fig. 2;
Fig. 2 is a side elevation of the same; Fig. 3

 substance feeding rollers; Fig. 4 1s' an en-

35

larged sectional side. elevation of the im- |

provement; and Fig. 5 1s an enlarged cross
section of the covered wire, S
In a suitably constructed. frame A is jour-

- C, geared with other machinery for impart-

40 B.  On the
-pressing roll

ing a continuous rotary motion to the shaft .
B. On the latter is secured a drawing and |

. o .

carried on the main frame A, the same as the

4.5

" that when the shaft B is rotated, the shaft | rotate in

" D2 rotates with:it, to cause the rolls D and D" |

- to rotate in umn S
50

- shaft B, The shafts B and D?

with each other.by gear wheels E and E’, so

son with eachother.

Fig. 1, andthe said

"""""

1

" grooves are approximately semi-circularso

99

‘" that the grooves at the contacting points of

L

the rolls form circular openings, through each

"~ .

ress Il D, operating in: conjunction
with a like drawing and pressing roll D/, hav- |
ing its shaft D? journaled 1n suitable bearings

are connected

~The rolls D and D" are formed on theéir pe-
~ ripheral faces with' reEglste_rmg‘ grooves, as
- plamly “indicated 1n

the accompanying drawings |
; forming a part of this specification, in which
" similar characters of reference Indicate cor- |
~ responding parts P

naled the main shaft B, carrying a gear wheel |

| G’ and G*is placed in the form of
L and G* onto the parts H and H',

[~

substance during
process and the wra
| vulcanized substance
the Wra(fp?l' serving as a mold for the sub- |

‘wire ¥ 1

ering the wire ¥, as
stood by reference to

‘the parts
by suitable’

‘same are [1on. _ |

“surfaces of therolls D'and D', the said lumps

G#; G* being pressed a’m}l{p acked Into uniform
| and H’' by beaded

. 1of Whi'ch_:p'afsses coﬂcentricaﬂjr the Wife F to

be covered, as plainly indicated in Fig. 4.
By having the rolls D and D’ provided with &
number of grooves a corresponding number
of wires may be covered s |
being, however, understood that each wire I
iscovered by a substance G,

ized rubber in a plastic state, cement or the
like, and this plastic substance is inclosed n
a, wrapper formed of two parts H and H’ of

sheet material, such as sheet tin-or the like.

simultaneously, 1t

Go

such asunvulcan-

The wrapper acts as & mold for the pl_astic o

the subsequent vulcanizing
pge.r is stripped off the

after the vulcanizing

70

rocess is finished. The wrapper may be

oft on the covered wire and separated by
‘ | means of rotary knives. '

The invention consists ‘of novel features |
- and parts and combinations of -the same,

G is passed onto the

- The plastic material
two layers G’ and G, superimposed

75

on the parts H and H' forming the wrapper,

as indicated in Fig. 4. The two parts G’ and

'(® of the plastic substance are pressed to- '

gether at their edges by the rolls D and D, s0

‘as to integrally unite the said two parts at

- 80

their edges, thus completely inclosing or cov-

Al

H and 1’ of the wrapper are likewise pressed
together at their adjacent edges so as to com-

%‘l.etel - inclose the covering substance G (see
The parts H and H/ unwind from suitable

rollers H2 and H? (see Fig. 2) and are fed onto

“and pressed in firm contact with the grooved

surfaces of the rolls D and D’ by feed rollers 1

will be readily under-
Fig. 5. The two parts

85
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and T’ journaled in suitable bearings on the _'

main frame and provided with ribs or beads,

-as Elainly indicated in the drawings, the. ribs: .
of'

- beads corresponding to the grooves in the

press the parts H and H' into the grooves, for
to conform to the shape of the

-

%moves-.

mison with the rolls D and D'

" The feed rollers I and I’ are driven
not shown, from the:

_ g]%ﬂ:f-ing-,"- n,
| shafts B and D2, so that the rollers Jand 1" -

05

corresponding rolls D and D/, s0 that the ribs

100

The plastic material for forming. the layers -

. X , -
1 . ' . .

heral

pressed in position on the peri

layers onto the parts

lumps G® -
after the

105

r!"

feed rollers J and J’, having!t_heif sha,fts le 10
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2

‘the rolls D and D’, and for

and J3 ] oumaled in suitable bearings K and

K’ adjustably mounted in the main frame A.
The feed rollers J and J” rotate in unison with
. _ | this purpose the
shatt B is connected by gear wheels L and 1/
with the shaft J? and the shaft D? is con-
nected by gear wheels 1* and 1.2 with the

shaft J° for the upper feed roller J'. The !
‘rollers J and J’ are ribbed or beaded, similar

to the rollers I and I’, the only

difference,

- however, being that the ribs or beads of the
- rollers J and J” are less in size than the beads

. 15

~and the layers G’ and G2

.20

-~ - the meetin
- 25

~ on the parts H and H’, the

30

-39

- pair of layers G’ and G?,

- whach uncut parts

40

- subsequent vulcanizing

or ribs on the rollers T and I’
slightly less than the wires

‘rolls D and D’

(see Fig. 1), and
to be covered, to
Insure firm packing of the layers G/, G°
around the wires. | _'
By the arrangement described, the plastic
material is pressed onto the parts H and H’,
L ® are grooved by the
ribs or beads on the rollers J and J ", so that
when the layers G’ and G? come in contact
with the wire F they inclose the latter, as
previously described, and at the same time
edges of the two layers are
pressed in firm contact with each other, to
%I_ﬁte the layers integrally, as indicated in
12, 5. 7 - ‘
As the layers G’ and G? are superimposed
latter act as car-
iying mediums for the layers, and the lumps
G® and G* are separated into separate pairs
of layers G’ and G* by the sharp edges of the
" coming in contact with the
E‘eripheral faces of the rollers J and J” (see
1g. 1), so that each wire F is covered by a
and the several
pairs of unitéd layers are inclosed in the un-
cut parts H and H’ forming the wrapper, and
are stripped off or sepa-
rated . by means of rotary knives, after the

process 1s completed.
The rollers D, D’, J and J’ are preferably

- heated by steam, hot water or other suitable

. 45
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oD
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heating medium and are made interchange-
able for different size wires, and for this pur-
pose the corresponding shaft B, D?, J* or J?

‘may be made hollow and connected by a
suitable tube N with a source of steam or hot
water supply, and each shaft has a spline |

engaging a-corresponding groove in the wall

of the bore of the corresponding’ roller and

gear wheel, as plainly shown in Fig. 3, 1n

which the roller J and its gear wheel L’ are

%articularly shown. On removing the shafts
]

D?, J* and J* the rollers D, D7, J and-J’

can be taken out of the machine and others
for different sized wires may be placed in
position and the shafts returned to engage

‘the new rollers.

The means employed for adjusting the
bearings K and K’ to bring the rollers J and
J” 1n Broper rolling contact with the rolls D
and D’ may be of any approved construc-
flon; for instance, as shown in Figs. 1 and 2,
In each

uniform layer.

of the bearings K and K’ screws g |

894,790

' scréw rod O, journaled in the main frame

and connected by a worm wheel O and
worm O with a shaft O% carrying a hand
wheel Of, so that when the latter is turned,

‘the corresponding bearings K or. K’ are

moved upward or downward, according to
the direction in which the wheel O¢ is turned.
When the machine is in operation, the

parts H and H” unwind from their rollers H*

and H?, and the wire F unwinds from a roller
F” and- passes between tension rollers F? and
F? journaled on the main frame, to then Pass
through a funnel F*, concentrically through
the corresponding circular aperture formed
by registering grooves in the rolls D and D’.
The roller F/, as well as the tension rollers F®
and I and the funnel F* are arranged on the
main iframe A, as plainly indicated in g, 2.

The operation is as follows: When the
main shaft B is rotated, the rolls D and D’
and the rollers I and I’, as well as the rollers
J and J’, rotate in unison with each other, so
that each wire F is covered by a pair of
united layers G’ and G? of plastic material
and the several pairs are inclosed in the sheet
wrapper sections, brought in contact with
each other between adjacent pairs of layers
(', G* by the rolls D and D’, which also cause
a constant feeding forward f the wire F, as
the latter is firmly engaged by the plastic
material G and its wrapper during the pas-

70

80

90

sage of the several parts between the rélls D o

and D’.

Having thus described my invention, T
claim as new and desire to secure by Letters

Patent:

1. A wire covering machine comprising a
.a pair of rolls between which pass the wire,

the plastic wire covering substance and the
sheet wrapping materiaﬁ means for feedin
the sheet wrapping material to the eripher:ﬁ
faces of the said rolls, and means fg

the plastic wire covering substance onto the
sheet wrapping material, and at- the same
time pressing the plastic substance into

2. A wire covering machine comprising a
pair of rolls between which pass the wire, the
plastic wire covering substance, and the
wrapping material in two-part sheet form, a
feedp roller for each roll, for feeding the wrap-
ping material onto the peripheral face of tlll}e

10¢

10

r feeding

110

115

corresponding roll, and a feed roller for each

of-the rolls, for feeding the plastic substance
onto the corresponding wrapping material,
and at the same time pressing the plastic
substance into a uniform layer. .

3. A wire covering machine comprising a
pair of rolls between which pass the wire, the
wire covering substance and the wrapping
material in two-part sheet form, a feed roller
for each roll, for feeding the wra ping mate-
rial onto the peripheral face of the corre-
sponding roll, and a feed roller for each of the
rolls, for feeding the plastic substance in a

120

125

130
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~uniform layer onto the .COrr'espondinglwraﬁ—

ping material, the feed roller for the plastic

‘substance coacting with the roll at a point on

5

10

~ said feed rollers _
 beads corresponding to the grooves in the.

20

29

‘and means for heating the said pair of rolls
~ and the feed rollers for the plastic substance.

“rolls for feeding
“form layer onto the corresponding wrapping |
" material, the said feed rollers r
vided with ribs or beads.

the periphery of the latter between the said

feed roller for the sheet material and the en-

trance between therolls.
4. A wire covering machine comprising a

pair of rolls formed on their perilﬁheral faces
- with registering grooves, a feed ro
roll for feeding wrapping material onto

er for each
nto the
peripheral face of the corresponding roll, the
being provided with ribs or
said rolls, and a feed roller for each of the
lastic substance in a uni-

being also pro-

] . -

5. 'A wire ‘covering machine, -_com'prising 9,
pair of rolls between which pass the wire, the

plastic wire covering substance, and the

wrapping material, feed rollers for feeding
the wrapping material to the peripheral faces
of the said rolls, feed rollers for feeding the
plastic substance onto the wrap .ing_material,

~ 6.-A wire covering machine comprising a

30

pair of rolls between which pass the wire, the

plastic wire covering substance and the sheet
wr?ippm. material, and feeding devices for
ing the sheet wrapping material and the

feeding t

~ plastic wire covering substance between. the

- Trolls and

35

simultaneously therewith forming
the plastic material into a grooved layer.

7. A wire covering machine comprising a

o “pair of rolls between which pass the wire, the

40

~ plastic wire covering substance onto the sheet

10

plastic _
material, a feeding device for feed-

ine the sheet wrapping material to the said

rolls, and a feeding. device for feeding the

wrapping material.

8. A machine for .coveriilg 9, phii'a;lity_ of

wires with a wire covering of unvulcanized

‘In a wrapper comprising means for forming
i-the substance into pairs of

ng

fplasltic su'bs_tafnce,_‘ angﬁhdbsing the substance

ing the pairs of layers onto the wires, each
pair inclosing one wire, and means for cover-
o the several pairs of layers with a two-part
removable wrapper actin

subseguent vulcanizing 0% the substance.
e

S

layers and press-
50

as a mold for the

‘wire covering machine provided with

rolls between which pass the wire, the plastic

covering substance and the wrapping mate-

rial, and means for superimposing the plgstic
substance upon the wrappmg material and

feeding it with the wrapping material be-

tween the said rolls.
"10. A wire covering machine

substance in a layer upon the wrappng

__ | ne provided
with. rolls between which pass the wire, the
‘plastic covering substance and the wra ping
material, and means for spreading the p afs_tic_,_

bb
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'material and feeding it with the wrappmng

_ wire covering substance and the sheet |
wrappin

L
- -

materia

material between the sald rolls.

11."A wire covering machine comprising
rolls between which pass the wire, the plastic
. wrapping
_means for feeding the wrapping ma-
‘terial between the rolls, and means for form-
(i)_la,stic material into a grooved layer

coveri'n% substance and the sheet

ing the plas
and feeding it between the said rolls. -
'12. A wire covering machine, provided

75

with rolls between which pass the wire, the

plastic covering substance and the wrapping
material in two-part sheet form, and means |

“for forming the shéets of plastic material with

orooves and feeding them superimposed upon

‘the sheets of wrapping material between the

rolls. .
In testimony

two subscribing witnesses.

_ non whereof I ha,vé Signed my 1
‘name to this specification in the presence of

 CHARLES V. ACKERMAN. -

| Witnesses:

- JOHN KENNELL, JI.,
- - JosepH D. DaviD.
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