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To all whom it may concern:

Be it known that we, SAMUEL . BARTLETT
and HENRY E. WAITE, citizens of the United
States, residing in the city, county, and State

5 of New York, have invented certain new and
useful Improvements in Grinding Electrodes
for Microphones, of which the following is a
specification.

Our inventionrelates to thegrinding of elec-

10 trodesfor microphones; and it consists in sub-

" jeecting a eylinder of carbon to the operations
hereinafter fullyset forth, so as to rapidly re-
duce the ends to any desired extent and with-
out danger of fracture.

15 Ourinvention further consists of apparatus
for effecting the desired operations upon the
cylinder.

In the acecompanying drawings, Figure 1 is
a plan of apparatus which we employ in the

20 manufacture of microphone-electrodes. Tig.
2 is a section on the line1 2, Fig. 1. Fig. 3is
a longitudinal section of the holder. TFig. 4is
aperspective view of the earbon blank. Kig,
§ i8 a perspective view of the completed elec-

25 trode,

It isusval in some classes of microphones to
employ electrodes of carbon consisting of cyl-
inders or pencils with terminal stems or fin-
gers, as 1llustrated in Fig. 5. The manufac-

30 ture of these electrodes each from one blank
of carbon has proved to be difficult and ex-
pensive, as they must be made from cylinders
or blanks of carbon of the shape of the blank
X, Fig.4, and thereduction of theblankatthe

35 ends to form the fingers a, owing tothe hard-
ness of the carbon,isdifficult and apt to result
in the fracture of the blank,and when guch
fracture ensues after a great part of the labor
has been performed there is a considerable

40 loss of time and labor, and eonsequent ex-
pense. The fracture is most apt to result as
the electrode approaches completion, when
the fingers have been reduced in size, as the
cutter must bear upon the thin stems with

45 sufficient force to cut away the surface with-
out breaking them away from the main eyl-
inder. Heretofore no mode of operation has

been devised that would effect this result with
certainty,

‘Wehave discovered that by using an emery- 5o
wheel traveling at the periphery at a high
speed and supplied with water to keep it moist,
and by cutting the blank in the direction of its
length, we are enabled to cut the carbon with
rapidity without subjecting thesame to such 55
pressure as to result in fracturing the mate-
rial. The useof dry wheels will not effect the
purpose; but we have found that when the
wheel is moistened it has a peculiar capacity
and special adaptability for acting upon car- 6o
bon, and will eut it with great ease and ra-
pidity. The carbon block is presented to the
edge of the wheel and revolved and moved
toward the wheel until reduced to the desired
extent. An apparatus which we have found 65 -
to be effective in these operationsis shown in
the drawings.

A is the frame, of suitable shape to support
the bearings of the emery-wheel B, and of a
sliding and rotating holder or cylinder C. 7o
The shaft of the wheel B is provided with a
pulley ¢, receiving the driving-belt b, and the
holder C fits a eylindrical socket or recess in
the bearing-block E, and is provided with a
handle or crank I, so that it may be both re- 75
volved and slid longitudinally in the bearing.
The holder has an axial socket adapted tore-
ceive the carbon blank X, and a set-screw e
serves to secure the blank in its position in
the holder, in which case the axial line « of 8o
the blank, Fig. 1, will be a distance from the
face of the wheel B equal to the radiusof the
stem or finger ¢ to be formed at the end of
the blank,

After the blank has been secured in the 8s
holder the latter is pushed longitudinally un-
til its end is brought against the side of the
wheel B, as shown in Fig. 1, and the longi-
tudinal movement is then continned and a
rotary movement also imparted, so that the go
cutting-pressure is mainly in the direction of
the length of the blank, rather than radial,
and there is less tendency to force the thin

- finger laterally from its connection with the -

block. A water-reservoir J is provided with 95
a spout %, extending over the wheel B, so as
to constantly supply the wheel with water.
After one finger is cut atone end of the blank
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the latter is reversed and the opposite end f—'é-'

duced in like manner. We have found that by
this means the blanks can be cut with cer-
tainty and dispatch and with but little lia-
bility of breaking, so thatthe manufacture of
the electrodes s rapidly and economically ef-
fected. '

‘We do not limit ourselves to the use of the
precise appliances shown and described, as it
will be obvious that other means of presenting
the blank to the wheel and moving it may be
employed,and that the blank may be revolved
and fed laterally instead of longitudinally, al-
though the latter is much preferable. ;

‘We eclaim--

1. In the manufactureof electrodes for mi-
crophones, the method of which consists in
presenting the end of a carbon cylinderto the
side of a revolving wet abrading-wheel, with
the axis of the earbon beyond the periphery

of said wheel, and revolving and feeding the

blank Ilongitudinally, substantially as de-

seribed.

2. In the manufacture of electrodes for mi-
crophones, the method of which consists in
revolving and feeding a cylinder of carbon
longitudinally with part of its end against the
side of a revolving abrading-wheel, the axis
of the eylinder being substantially parallel to
the axis of the wheel and to one side of the
periphery, substantially as and for the pur-
pose described.

In testimony whereof we have signed our
names to this specification in the presence of
two subseribing witnesses.

SAMUEL H. BARTLETT.
HENRY E. WAITE.
Witnesses:
‘Wn. H. WOODHULL,
C. SPARMAN.
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