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My invention relates to overhead electric cables, 
and more particularly to copper sheathed cables 
for use strung upon pole lines. Such a cable is 
primarily designed for the distribution of electri 
cal current in rural districts where a particularly 
cheap construction is necessary because of the low 
density of population. 

In supporting cables of this character upon 
poles, the minimum cross-section of copper re 
quired to carry the electrical load will be of insuf 
ficient tensile strength to hold its gross weight in 
Service when strung upon the poles set with long 
Spans. This necessitates either multiplying the 
poles at a greater pole cost or increasing the 
Cross-section of the copper to make the wire 
strong enough to hold its gross weight in service. 
To overcome this expense is the principal object 
of Iny invention. By taking wire of high strength 
metal and coating it with tin and forming around 
this tinned wire a tinned non-ferrous metal strip 
so that the wire is entirely sealed within the strip, 
I produce a cable that will be of sufficient strength 
to stand up in service and at a minimum cost of 
manufacture. 

I have discovered that if the copper sheath is 
applied to the steel wire so that it has a longitudi 
nal Seam parallel to the cable axis, the path of 
the current is entirely through the copper and 
not through any helical seams. With this method 
of manufacture the surface of the copper is 
Smooth and free from corrugations which are a 
characteristic of helically applied tubes. Further 
more, when the tube is formed immediately after 
the strip and steel core have been tinned a bond 
is formed by virtue of the liquid tin on the sur 
faces of the core and strip producing a cable that 
does not present any bi-metal to the weather for 
battery or other corrosive effect. 
With this construction the speed of manufac 

ture may be greatly increased with corresponding 
decrease in cost of manufacture and the amount 
of the soldered or tinned seam exposed to electri 
cal action is reduced to a minimum. 
The foregoing and other features of my inven 

tion will now be described in connection with the 
accompanying drawing, forming part of this spec 
ification in which I have represented my cable in 
its preferred form, after which I shall point out 
more particularly in the claim those features 
which I believe to be new and of my own inven 
tion. ; 

In the drawing: 
Figure is a perspective view of a section of my 

cable, 

(C. 29-188) 
Figure II is a cross-section thereof along the 

line 2-2, Figure. 
Figure III is a cross-section thereof along the 

line 3-3, Figure I. 
Figure W is a diagrammatic side elevation of 

a machine employed to make my cable. 
Figure W is a modified cross-section showing a 

lap joint in the longitudinal seam of the tube. 
In the carrying out of my invention employ a 

Wire as a core, around which I form from a 
non-ferrous metal strip 2 a tube 3 having a 
longitudinal seam 4. 
Immediately prior to forming the strip 2 

around the core, tin the surfaces of the core and 
strip and before the tin cools the tube 3 is 
formed around the core and is bonded to the core 
a by the tin upon the surfaces of the core and 
strip. I may form the tube during the process of 
tinning. The open seam 4 may be either filled 
with solder or tin or the assembly may be drawn 
through a reducing die which will close the Seaxn, 
as shown either in Figure I or W. 
My cable may be made in various ways but the 

preferred form will now be described and the 
apparatus is diagrammatically illustrated in 
Figure IV. In the manufacture of my cable Inay 
employ a stand 20 adapted to support a reel 2 
which is a roll of high strength wire to be used 
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as the core of my cable and a reel 22 which is a 
roll of copper strip 2 or other suitable non 
ferrous metal. The wire and strip 2 are passed 
through a tinning bath 23 which is kept in molten 
state by any well known heating means 24. In 
mediately the tinning operation is completed and 
before the heat has time to dissipate, the wire i? 
and strip 2 are passed through a forming die 25 
which forms the strip into a longitudinal seam 
tube 3 around the wire core . This forming 
die may be located in the tinning bath tank. 
The cable when leaving the forming die 25, will 

have a cross-section like that shown in Figure II. 
The open seam A. may then be filled with solder 
or tin or the cable 3 may be drawn through a 
reducing die 26. 
The cable upon leaving the die 26 will have a 

cross-section like that shown in either Figure III 
or Figure W. The cable may then be passed 
through another tinning bath 27 to restore any 
tin which may have been accidently removed by 
the die 26. From there the completed cable is 
rolled upon the reel 30. 

I am aware that steel ingot has heretofore been 
COvered by a covering of copper and the ingot 
rolled from a large billet to a compressed rod and 
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