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Bpplication fled Delreary 18,1905, Seripl Wo. 245,474,
Do wll whom it mar conc

Be it known that L Loes
Hos cen of the French i
s, 14 Bue de la [fdé)

f:.;fsf;;;ni_fef_i snd guide-marked in
e when the mold is closed
tions fouch at their extreinities,
‘-‘, for the purpose of forming cavi-
d certain new and useful H‘mm.n- = or botes 4 in the cast core, which pass
ments in Secondary - Battery Plates it Ehrough 1{ as seen 1n Wig. 4. The
Method of Maki dw e, of which the | mid is also ,Wurideu ab its ..hngle.‘s with
following is & spe ' tehes £, serving to *oml slots n in the
This invention E; abjeel a pr core, ench of which slots terminates in an eye.
for the manufacture of plates Tor sccomdary + When the core of active material is ‘st in
electric hatterics comprising & core obtained | the manuver des thed, it is removed from the
by fusion, ca%mm and molding end a sup- ! mold, and before it is completely cool (pref-
port formed ! by casting around the said core. © erably in as hot'a state as possible) it is
The invention consists, broadly, informing | placed in nd mold when the support

K*Lm 8 &

by fusion, casting, and molding » core of | o grid is avound said core and in the
active material and in casting around i 55 0 S 7.

coTe & support presenting the Form of » grid
with multiple ramifieations ; this support he-
ing cast, in 2 mold the eote »f which is con-
stituted by the cove of active material itself,
Wh.ch, asindicated, has provicusly been cast;
and in order that my mwm 07 THAY {
fully understood I will deseribe heread
forny of mold by means of which the pro
ix carried into ms,cmce Such mold
do not form a part of the inv venbion ¢
are 1llusiraton 1 the a« comz,m ying dra

The externs Lshape of the mold for casting
‘i ‘e suppuct oF gr i is substantially the same
hie old for casting the core, Fig.

v is provided with air. Tiolos
5, and casting-channels ¢,
or grooved insuch o wanner
keations whieh as a whole

o inm
womold is formed in osuch s
constituie st the sneles of the
Ao uf’ im (mf suppoert slols o, termainst-
of whi , i ;n; ponding ‘\\"m the slots
on'ure lisa perspective wcw of the mold ves m of the core. .
for mﬂtmvr the core. 1'%« 2 shows one of its |~ The process is carried out i following
inner walls with the grooves and projections m‘mm‘r' The formation of the core Q(!I)Slbtm
ﬂ\ercon. Fig. 3 is a CL088-S section through ln an, ordinary um»tmﬁr operation in the mold
line A B of i lg. 2. Fig. 4 shows the core of | of Wigs. 1 und 2 !, ciTe b«“mv had to avoid any
active material after casting.  Fig. 5 repre- sudden ¢ woltn;: in order that the mmw,uhr
sénts one of the inner \mllw of the mold for !.:«mdition of the m:’xtmiui may not be modi-
casting the grid or support for the core. | fied, so us to leave the finished plate in o
Fig. 61s 2 perspec tive view of a part of sakd | strain or to cause the sume to w arp.
trud or support, Tnorder to cast The su opurt or grid, Wlllbh
The process according to this invention it 1;(5:11,,,& ty formed of autimonic Tes ui, there
consists in first casting the vore or segient s placed within the sceond mold, Fig, 2, and
of active material in o mold formed of two uhm' vetin s hot state the core of active ma-
parts ¢ and b, connected one with the other - terial, whi< i has sl mm heen prepared, the
for example, bjmmnsof & hinge e--and each | mold’ wmm then closed. When the mold
provided with & handle d d, pﬁrznitti;sg the | has been (lod with the metal in o state of
closing of the mold. During the casting ' fusion, the re is formed around he('ou,&sup-
operation the closing of the moiu is insired : gmw m w single piece, the bars of which con-

by means of a suitable device, such o | stitule the fuses of the support and rest upon
Ting e. the faces of the ore and ere united one with

The internal arrangement of the mold, | the other by means of as many biconical
which may be seen in Kig. 2, «umpnw two | transvesse bars as there are cavifies § in-the

-air holes or vents f, a principal custing | core. These bars form in the active material

channel or geat g, and small casting-¢ hannels | so many contactors or eollectors for the cur-
h, giving rise to a casting; which is remwoved | rent. In addition a d]i ercnce of thickness
alter cooling. between the interior of the mold and the core

Bach inner face carries a series of projec- F(’H nits of the formation upon the entive sur-
tions 4, presenting the form of a truncated | face of the core of athin film of metal, which

n the faces of the grid or
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serves to obviate sudden cooling after re-
moval from the mold. When the natural
cooling is finished, the thin film isremoved by
means of a scraper in such & manner as to
leave around tﬁe core only the support
formed by the bars and the frame of the sup-
port or grid.

It is advantageous to proceed with the
casting of the support around the eore 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 therefore a
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secondary-battery plate the core of active
material 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,
sugl'cient elasticity to permit of free expan-
sion of the plate during charging and con-
traction during discharging. If desired, the
number of these slots provided with eyes
may be increased, forming them upon the
sideés of the frame itself.

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

Having now particularly described and |

. ascertained the nature of my invention and

40

in what manner it may be performed, I de-

clare what I claim is—

850,788

1. The process of manufacturing plates for

secondary electric batteries, which consists -

in casting or molding in & mold & 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

| 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 niethod herein described of manu-
facturing plates for secondary batteries,

“which consists in casting a core of active ma-

terial, and casting-about said core a grid pro-
vided with ramifications, said grid being pro-
vided between said ramifications with a com-
paratively thin film of metal, allowing the
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entire mass to cool, and-finally removing-.

said thin film of metal. . ;

3. The process of manufacturing plates
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 an eye, then casting around said core
while in a hot condition a ramified grid or sup-
port in a second mold shaped so as to format

Uy,
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the angles of the grid notches terminating in -

an eye, which eye corresponds to the notches
in the core, the said grid having a thin film of
metal between the ramifications thereof,
permitting the plates to cool slowly and re-
moving the film from the grid.

In testimony of which I'have hereunto set

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

1905. :

LOUIS NESTOR JOSEPH ROSELLE.

In presence of—
HeNrY SCHWAB,
Hanson C. Coxe.
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