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mat eri al 10t°sﬁnﬁféas e%ﬁté’ghe ing strey genufagying ofpred

orce a rlapp c ca Ie compnsmg the steps of fe
conposi te taﬂ? é)(&llda%e Lridte ‘gh m 1tSE nﬁ%l  annealed metal tape of a predeter- bond
eg.

sai d out eé‘o ealpeata  be Gatgiatell bAORFIRRG, t wound wi hsﬁd}w&ngattﬁrtaﬁﬁn?oeeilﬂon of a

com tap % e@btce ceil jof theiqegpesite  ¢step daies eat &praling SaRl nwtal mltih(bﬂ of
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manuf act ur i g, Vi s e s.atﬁdétsnn ey ag‘;gdt R FELf g ca0 o as

claimed in ¢ aueaﬁslof @ktfirderl apﬁs Gwn in in
sai d pl as ‘Jha llape is made of at Ieast dltgee)@ eliapd Bih sutheerxgasa fsidg. 6 shows

a cross- ‘ﬁe‘l 3@% fromthe gr RP@F?@FS’EISW I%@té‘tslfewlfﬂldea 120
conpl eted cabl €qutig Futacilink 09 Mol L %@sﬁ? Falk:copol y-
conposi t e t ap&rioM dable,0 @bMpriind € 1R @@psp%t- tudi¥Rlly forin} Vdi® e A6 d(' ate
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eI ectric CaBPEoRsolaU Hatkey febe falfsd, afkoFd%’f ok 34 eompgtits; tars- P"ap‘émg 2rdedect i ve
of which <claim2, wherein said netal tape is lam n- 25 one of the side
edges lies above th said plastics tape so that said tapes
90 Moreover, theriMﬂngﬂl""m[”W"mb side are aligned al ong one side edge
t hereof thus * 0L M s .



edge portions 14a and 14b is always in |eaving exposed one side edge
portion of contact with the plastics sheath. In other said plastic tape.
wor ds, ~t+-he—ditrecti-oA—of—wWappihg—of—the—A4. A et hod—of-—rapuf-act-ur.i-ng
an_30 conposite tape is not essential thus in- electric cable as clained
inclaim | or 95 cgeasing the flexibility of manufacturing. claim 2,
wherei n said netal Zpe is lam n- Bonding of the overl.apped side edges may
ated on shid plastics tape so that th3284be effected by the heat and4
pressur e apptTedtateral cemersare atrrygmed—thusteavimg by tie—ext r uder

or by heat i rayter igeeath ofijplastics aefpoigloabottoaid si de edge THORNTON &€0sai d 35 an

independent?ﬁﬁﬁge PORlfG | fape. andcepoling the ) ast a
100 high f reqmeo&?%gg&emdg&%ﬁgfaamexanpl ef‘cﬁa&er@?h&nt A hod  of
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as cl ai ned idescebed; with rfegnceotpcthd agopremnyi de edge31306 Hish Holpdni.ed by claim 2,
wher ei n sai d"hEE%"8t ape and plastics the conposi?gzp&d@'lorner and
thereafter ta?e are heat anded togetitrer—said com 40 the outer sheath 5
may be appg Jestyjin Siptiopen P The) dpee essc Bid) Betwicloupon-Taeed| 19185
extruder I ;;md%ay{& ool Ofs, 3 mﬁ’?& Eﬁ%ﬁ%@d‘%%%gx%%&g P87 %0 or
portions of By increasing the travelling speed of the said plastics tape
prior to said conposite cable core 11 above the extrusion speed tape being
so cooled is or are respectively of the plastics sheath 5 by the extruder
17, folded back on to said netal tape by neans 45 the applied plastics
sheath 5 is orientated of a nechanical folding device. 110 to

i ncrease the boding strezﬂu' i 6. A nethod of nanufacturing
an force applied to the "ﬂ"ﬂ”ﬂﬂﬂﬂ’gﬂ dges. electric cable, conprising
the steps of feed- It shodl d¢bet note t the conposite ing an anneal ed
netal tape of a predeter- tape may be fabricated beforehand, wound m ned
wi dth, adjusting the tension of said 50 into a coil and such coil of the
conposite netal tape, heat bonding said netal tape 115 tape may be used.
to a plastics tape having a |arger width The cable applied with the outer
sheath than that of said netal tape with both side by neans of the
extruder is then suitably edge portions of said plastics tape renain-

cool ed. i ng exposed and with said
exposed side 55 edge portions of
said plastics tape folded 120 WHAT WE CLAIM I S: - back

over the edges of said netal tape, 1. A nethod of manufacturing an

t hus conpleting a conposite tape, longi- electric cable, conprising the
steps of tudinally form ng said conposite tape about fabricating a
conposite tape by bonding a cable core to overlap the opposite side 60
together a netal tape and a plastics tape edges of said conposite tape
with said 125 having a wdth larger than that of said netal tape
positioned inside and said netal tape with at | east one side edge por-
pl astics tape outside and with said folded tion of said plastics tape
remai ni ng exposed back side edge portions of said plastics tape and with
sai d exposed side edge portion or positioned between said overl apped side
65 portions of said plastics tape fol ded back edges of said conposite

tape, extruding an 130 4 1 322
841 4 outer sheath of plastics

mat eri al about said A. A THORNTON & CO forned conposite tape, and
cooling the resulting cable. Chartered
Pat ent Agents, 7. Any of the nethods of manufacturing 5 an electric cable,
substantially as herein Nor t hunber | and House, described with
reference to the acconpany- 303-306 Hi gh Hol born, ing draw ngs.
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