


5 

30 

2 O 

25 

35 

45 

UNITED STATES PATENT OFFICE. 
EMILE VIARENGO, OF TURIN, ITALY, ASSIGNOR TO THE VAL D’AOSTA 

SYNDICATE, ILIMITED, OF LONDON, ENGLAND. 

METH O D OF MANUFACTU RI N G C O PPER WIRE. 

SPECIFICATION forming part of Letters Patent No. 506,957, dated October 17, 1893. 
Application filed April 5, 1892, Serial No. 427,913, (No specimens.) 

To all uvhom, it may concern: 
Beit known that I, EMILIE WIARENGO, a sub 

ject of the King of Italy, residing at Turin, 
Italy, have invented new and useful Improve 
ments in the Manufacture of Copper Wire, 
Strips, Sheets, and the Like, of which the fol 
lowing is a specification. 
My invention relates to the manufacture 

of copper-wire, strips, sheets and the like by 
the electro-deposition of copper upon a moth 
er-wire or core and consistsin improvements 
on the invention described in the specifica 
tion of Tavernier & Howell’s application, Se 
rial No.411,952, filedon orabout the 17th of Oc 
tober, 1891. In manufacturing such wire or 
the like according to the said specification the 
mother-wireis passedin endless lengths round 
rollers mounted in an electrolytic tank, to 
which rollers motion isimparted so as to cause 
the wiresto travel around the same until they 
have been coated with an electro-deposit of 
the required thickness. The ends are then 
disconnected and the wires are passed in a 
heated condition through rolls and draw 
plates in order to render the deposit homo 
geneous. I have found that the curving or 
bending, to which the coated wire is subjected 
by its passage round the rollers before it 
reaches the rolls, is very prejudicial to the 
manufactured article, the deposit being liable 
to slit or crack, notwithstanding the subse 
quent rolling and drawing process. This 
method of manufacture has also the disad 
vantage that the wire or the like can only be 
made in short lengths. According to my in 
Vention I obviate these objections by causing 
the wire or the like to pass in a continuous 
or unlimited length through the electrolytic 
tank in a straight line to the rolls and draw 
plates, the travel of the wires or cores being 
so regulated that by the time they leave the 
tank they are of the required thickness and 
dimensions, thus producing wire, strip or the 
like of continuous length and without bend 
ing or curving until they have been rolled and 
drawn. 

In order to enable my invention to be fully 
understood I will describe how it can be car 
ried into practice by reference to the accom 
panying drawings, in which 

Figure 1 is a plan with the cover removed; 
and Fig.2 is a longitudinal section of an ap 
paratus illustrating the manufacture of cop 
per-wire and strip according to my invention. 
Fig. 3, is a view of part of the same drawn to 55 
a larger scale. 

Similar letters in all the figures indicate 
similar parts. 

a is the tank of the apparatus having within 
it a series of cells b composed of vegetable ó o 
parchment, thin wood, clay or other suitable 
porous material. 

In the tank a and surrounding the cells b 
I place a solution of sulphate of copper and 
in the cells b a solution of sulphate of iron or 65 
of sulphate of zinc. In each of the porous 
cells I suspend a plate c of wrought or cast 
iron or of zinc according to whether the solu 
tion in such cells is sulphate of iron or sul 
phate of zinc; and in the bath and between 7 C 
the cells, I pass the mother-wires or cores id, 
d' upon which the electro-deposition is to take 
place. The metallic plates c (which form the 
anode) are placed in electrical connection by 
means of wires c” with the mother-wires or 75 
cores d, d' which form the cathode. A cur 
rent will thereby be produced and at the same 
time a deposition of copper from the solution 
of sulphate of copper will take place upon 
the mother-wires or cores, whereby the diam- 8o 
eter or dimensions of such wires or cores will 
be increased. The wires or cores d, d' are 
wound upon reels or bobbins e outside the de 
positing tank a, and enter the tank at one 
end and pass out at the other end through 85 
stuffing-boxes y or the like so. that the liquid 
of the bath cannot escape. The travel of the 
wires or cores d, d’ through the tank is there 
fore in a straight line and must be regulated 
as hereinbefore stated so that by the time the 9 o 
wires or cores leave the tank they are of the 
required thickness or dimensions. 
f is a pump for causing the liquids in the 

tank a to be of uniform density at all parts 
by drawing the liquid from the bottom of the 95 
tank and delivering it again at the top in 
the following manner: The liquidintroduced 
through a funnel g flows through a tube h 
and through branch-tubes i into the tank a. 
When the required level has been reached Ioo 

  




