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(54) ANODE AND HIGH-SPEED PLATING DEVICE PROVIDED WITH SAME

(57) Providing an anode capable of desirably per-
forming plating for a long period of time. An anode (10)
is cylindrical and forms a space between an article (1) to
be plated and itself. A plating solution flows in the space.
Positive voltage is applied to the anode. The anode (10)
includes an outer cylinder (11) and an inner cylinder (12)
welded to be in contact with an inner surface of the outer
cylinder (11). The inner cylinder (12) is formed of a plate
material (12A) made from platinum.
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Description

Technical Field

[0001] The present invention relates to an anode and
a high-speed plating machine provided with the same.

Background Art

[0002] Undermentioned Patent Document 1 discloses
a conventional high-speed plating machine. The high-
speed plating machine includes a closed container con-
structed of a metal cylinder serving as an anode and lid
members integrally connected to both ends of the metal
cylinder respectively. The metal cylinder is made from
copper and has an inner surface and end surfaces on all
of which thin films of platinum are deposited respectively.
The two opposed lid members are provided with respec-
tive insertion holes through which plug members are slid-
ingly inserted. The plug members hold an article to be
plated, therebetween and constitute a part of a holding
device. The plug members also serve as power supplying
members which are brought into contact with the article
to apply negative voltage to the article.
[0003] The high-speed plating machine also includes
a power-supply unit which energizes the metal cylinder
and the plug members so that positive voltage is applied
to the metal cylinder and the negative voltage is applied
to the article to be plated. The high-speed plating ma-
chine further includes a circulation unit which comprises
a pump circulating a plating solution so that the plating
solution flows in the closed container.
[0004] In the high-speed plating machine, the article
to be plated held between the plug members is put into
the closed container and the pump is then driven so that
the plating solution flows in the closed container. The
positive voltage is applied to the metal cylinder and the
negative voltage is applied via the plug members to the
article, with the result that a high-speed plating can be
carried out with a plating time being reduced.

Prior Art Document

Patent Documents

[0005] Patent Document 1: Japanese Patent Applica-
tion Publication No. JP-A-S55-138097

Summary of the Invention

Problem to Be Overcome By the Invention

[0006] However, since the high-speed plating machine
disclosed in Patent document 1 performs the plating with
a larger current density as compared with general plating
machines, the thin platinum films electrodeposited on the
inner surface of the metal cylinder are sometimes peeled
off or wasted in a short time period. Uniform plating can-

not be carried out when the thin platinum films electrode-
posited on the inner surface of the metal cylinder are
peeled off or wasted. This increases a replacement fre-
quency of the metal cylinder and costs for additional
processing of thin platinum films in the high-speed plating
machine.
[0007] The present invention was made in view of the
foregoing circumstances and a subject matter to be over-
come is to provide an anode which can perform a desir-
able plating for a longer period of time and also to provide
a high-speed plating machine provided with the anode.

Means for Overcoming the Problem

[0008] An anode of the present invention is cylindrical
and forms a space between an article to be plated dis-
posed therein and itself, in which space a plating solution
flows. Positive voltage is applied to the anode. The anode
includes an electrically conductive outer cylinder and an
inner cylinder welded to be in contact with an inner sur-
face of the outer cylinder. The inner cylinder is formed of
a plate material made from platinum.

Effect of the Invention

[0009] In the anode, since the inner cylinder formed of
the plate material made from platinum is welded to the
inner surface of the outer cylinder, the inner cylinder can
strongly adhere closely to the electrically conductive out-
er cylinder. This can prevent peel-off of the inner cylinder
formed of the platinum plate material from the inner sur-
face of the outer cylinder during a plating process. Fur-
ther, since the inner cylinder is formed of the platinum
plate material, a consumption of platinum by execution
of electroplating can be rendered smaller than a thin film
of electrodeposited platinum. Thus, this anode can re-
duce a replacement frequency of the anode and addi-
tional processing costs.
[0010] Accordingly, the anode and the high-speed plat-
ing machine provided with the anode can perform plating
in good condition for a long period of time.

Brief Description of the Drawings

[0011]

Fig. 1 is a sectional view of a high-speed plating ma-
chine taken along a moving direction of a second
power-supplying member of the high-speed plating
machine according to an embodiment;
Fig. 2 is a sectional view of the high-speed plating
machine taken along a moving direction of a holding
member of the high-speed plating machine;
Figs. 3(A) and 3(B) are, (A) a sectional view of an
anode showing a flat plate material made from tita-
nium and a flat plate material made from platinum,
both of which are welded together, and (B) a sec-
tional view of the anode made by rounding the plates
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into a cylindrical shape and butting and welding both
ends, respectively;
Fig. 4 is a sectional view of the anode and a first
power-supplying member;
Fig, 5 is an enlarged sectional view of a part of the
high-speed plating machine located above an upper
part of the anode;
Fig. 6 is an enlarged sectional view of a lower re-
ceiving member supporting a lower part of the anode
and the periphery of the lower receiving member;
Fig. 7 is a top plan view of the high-speed plating
machine;
Fig. 8 is a horizontal sectional view of a part of the
high-speed plating machine, showing second pow-
er-supplying members;
Fig. 9 is a partial sectional view of the second power-
supplying member;
Fig. 10 is a horizontal sectional view of a part of the
high-speed plating machine, showing the holding
member;
Fig. 11 is a sectional view of the high-speed plating
machine taken along the moving direction of the sec-
ond power-supplying members, showing the state
before an article to be plated is lowered into the an-
ode;
Fig. 12 is a sectional view of the high-speed plating
machine taken along the moving direction of the
holding member, showing the state before the article
to be plated is lowered into the anode;
Fig. 13 is a sectional view of the high-speed plating
machine taken along the moving direction of the sec-
ond power-supplying members, showing the state in
which a lower end of the article has been inserted
into an upper end recess of a support rod;
Fig. 14 is a sectional view of the high-speed plating
machine taken along the moving direction of the sec-
ond power-supplying members, showing the state in
which the article has been lowered into the anode;
Fig. 15 is a sectional view showing distal ends of the
second power-supplying members brought into con-
tact with a periphery of the article;
Fig. 16 is a sectional view of the high-speed plating
machine taken along the moving direction of the
holding member, showing the state in which the ar-
ticle has been held by the holding member;
Fig. 17 is a horizontal sectional view showing the
article held by the holding member; and
Fig. 18 is an enlarged view of a part of the high-speed
plating machine located above the upper part of the
anode, showing the article held by the holding mem-
ber.

Mode for Carrying Out the Invention

[0012] An embodiment of the high-speed plating ma-
chine provided with the anode of the present invention
will be described with reference to the drawings.
[0013] The high-speed plating machine of the embod-

iment includes an anode 10, a first power-supplying
member 20 which is brought into contact with the anode
10 to apply positive voltage to the anode 10, second pow-
er-supplying members 30 which are brought into contact
with an article 1 to be plated serving as a workpiece to
apply negative voltage to the article 1, a holding device
40 including holding members 41 which hold the article
1, a pressurizing unit 50 supplying air into a holding cham-
ber 45 housing the holding members 41 thereby to pres-
surize an atmosphere in the holding chamber 45, a cir-
culation unit 60 circulating a plating solution, and a power
supply unit 70 energizing the anode 10 and the second
power-supplying members 30, as shown in Figs. 1 and 2.
[0014] The anode 10 is cylindrical in shape and is dis-
posed to extend in a vertical direction. The anode 10 has
an outer cylinder 11 formed of a plate material made from
titanium and an inner cylinder 12 formed of a plate ma-
terial made from platinum, as shown in Figs. 3 and 4.
The anode 10 also has ring members 13 made from ti-
tanium and fitted onto upper and lower ends thereof re-
spectively, as shown in Figs. 1 and 2.
[0015] The anode 10 is manufactured in the following
manner. Firstly, a flat plate material 12A made from plat-
inum is overlapped with a flat plate material 11A made
from titanium, and the overlapped sides are welded to-
gether by electrical resistance welding, so that the plate
materials are manufactured into a double structure plate
material 10A (see Fig. 3(A)). Next, the double structure
plate material 10A is rounded with the platinum plate ma-
terial 12A being located inside and then shaped into a
cylindrical shape. Both end faces of the material 10A are
butted with each other and welded together (see Fig.
3(B)). The ring members 13 are welded onto outer pe-
ripheries of upper and lower ends of the anode 10 thereby
to be integrated with the anode 10.
[0016] Since the inner cylinder 12 comprised of the
platinum plate material 12A is welded onto an inner pe-
riphery of the electrically conductive outer cylinder 11
made from titanium thereby to be formed into the anode
10, the inner cylinder 12 comprised of the platinum plate
material 12A can be attached firmly to the electrically
conductive outer cylinder 11. This can reduce peel-off of
the inner cylinder 12 comprised of the platinum plate ma-
terial 12A from the inner periphery of the outer cylinder
11 during the plating process. Further, since the inner
cylinder 12 is formed of the platinum plate material 12A,
an amount of wear of platinum caused by electrical plat-
ing can be rendered smaller than a thin film of electrode-
posited platinum. This can reduce a replacement fre-
quency of the anode 10 and additional processing costs.
[0017] Accordingly, the anode 10 and the high-speed
plating machine provided with the anode 10 can perform
plating in good condition for a long period of time.
[0018] Further, the anode 10 is formed by overlapping
the flat platinum plate material 12A with the flat titanium
plate material 11A and thereafter by butting the end sur-
faces with each other and welding the end surfaces to-
gether. As a result, the cylindrical anode 10 can easily
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be formed which is comprised of the outer cylinder 11
formed of the flat titanium plate material 11A and the
inner cylinder 12 formed of the flat platinum plate material
12A.
[0019] The first power-supplying member 20 is formed
of a first member 21 and a second member 22 as shown
in Figs. 1, 2 and 4. These are attached to a part of the
anode 10 located between the ring members 13 fitted on
the upper and lower ends of the anode 10. The first mem-
ber 21 may be a copper plate, and the second member
22 may be a copper plate having a smaller thickness than
the first member 21. The first member 21 may be a lon-
gitudinally long rectangular flat plate extending in an up-
down direction along the anode 10. The first member 21
has a horizontal middle part brought into contact with the
outer periphery of the anode 10 extending vertically lin-
early. The second member 22 may have two ends abut-
ting against the first member 21 and may be a longitudi-
nally long rectangular flat plate extending in an up-down
direction along the anode 10. The ends of the second
member 22 are bolted to the first member 21 by a plurality
of bolts. The second member 22 has a middle part which
is swollen frontward into a U shape so as to cover the
anode 10 in a state where the second member 22 is bolt-
ed to the first member 21. The second member 22 also
has an inner surface brought into contact with a half cir-
cumferential surface of the anode 10 which is located
away from the first member 21. The anode 10 can be
detached and thereby can be replaced by loosening the
bolts fastening the first and second members 21 and 22.
[0020] The anode 10 has an upper end supported by
an upper receiving member 80 and a lower end supported
by a lower receiving member 90, as shown in Figs. 1 and
2. The upper receiving member 80 is fixed to a flat plate-
shaped first fixing member 100 having an opening
through which the anode 10 is inserted. The lower re-
ceiving member 90 is fixed to a flat plate-shaped second
fixing member 101 having an opening through which a
support rod 15 which will be described later is inserted.
The second fixing member 101 is connected to four con-
necting members 102 extending downward from an un-
derside of the first fixing member 100, so as to be located
below the first fixing member 100.
[0021] The upper receiving member 80 has an outer
shape of rectangular parallelepiped and includes an up-
per space 81 open vertically upward and a lower space
82 continuous from a lower end of the upper space 81
and open vertically downward, as shown in Fig. 5. The
upper and lower spaces 81 and 82 have respective inner
peripheries which are concentrically circular in horizontal
cross-section. A base member 85 which will be described
later has a lower part inserted into the upper space 81
from above. Two second power-supplying members 30
are aligned and have respective distal ends which are
opposed to each other in a part of the upper space 81
located below the base member 85. The second power-
supplying members 30 are disposed to be movable to-
ward and away from a center of the upper space 81. The

upper space 81 has a plating solution outlet 83 extending
continuously horizontally thereby to be open in a side
surface of the upper receiving member 80, as shown in
Figs. 2 and 5. A generally L-shaped outflow pipe 61 is
connected to the plating solution outlet 83.
[0022] The upper end of the anode 10 on which the
ring member 13 is fitted is inserted into the lower space
82 of the upper receiving member 80, as shown in Figs.
1, 2 and 5. Two corrosion-resistant O-rings R1 are inter-
posed between an inner periphery of the lower space 82
and an outer periphery of the ring member 13. As a result,
the plating solution can be prevented from leaking
through a connection of the lower space 82 of the upper
receiving member 80 and the anode 10.
[0023] The lower receiving member 90 has an outer
shape of rectangular parallelepiped and includes an up-
per space 91 open vertically upward and a lower space
92 continuous from a lower end of the upper space 91,
as shown in Fig. 6. The upper and lower spaces 91 and
92 have respective inner peripheries which are concen-
trically circular in horizontal cross-section. The lower end
of the anode 10 on which the ring member 13 is fitted is
inserted into the upper space 91. Two corrosion-resistant
O-rings R2 are interposed between an inner periphery
of the upper space 91 and an outer periphery of the ring
member 13. As a result, the plating solution can be pre-
vented from leaking through a connection of the upper
space 91 of the lower receiving member 90 and the anode
10.
[0024] The lower space 92 of the lower receiving mem-
ber 90 has a plating solution inlet 93 extending continu-
ously in a horizontal direction and open in a side surface
of the lower receiving member 90, as shown in Figs. 1,
2 and 6. An inflow pipe 62 is connected to the plating
solution inlet 93. Further, the lower space 92 also has an
insertion hole 94 extending continuously vertically down-
ward and open in a lower end surface of the lower re-
ceiving member 90. The insertion hole 94, the lower
space 92 and the upper space 91 have respective inner
peripheries which are concentrically circular in horizontal
cross-section. A columnar support rod 15 is inserted
through the insertion hole 94 so as to be movable upward
and downward.
[0025] The support rod 15 has an upper end with a
recess 16 open upward. A lower end of the columnar
article 1 to be plated is inserted into the recess 16. The
support rod 15 also has a lower end which is connected
to a piston rod of an air cylinder (not shown) . Accordingly,
the support rod 15 can be moved upward and downward
on a central axis of the anode 10 by driving the air cylin-
der. Two corrosion-resistant O-rings R3 and a dust seal
S1 are interposed between an inner periphery of the in-
sertion hole 94 and the support rod 15. This can prevent
dust from entering inside from the outside as well as the
plating solution from leaking through a gap between the
insertion hole 94 and support rod 15.
[0026] The upper receiving member 80 has two op-
posed sides through each one of which two through holes
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84 extend linearly toward the upper space 81, as shown
in Figs. 1 and 8. The second power-supplying members
30 are inserted into the through holes 84 respectively.
The second power-supplying members 30 are aligned
as described above and have respective distal ends op-
posed to each other in a part of the upper space 81 lo-
cated below the base member 85. The second power-
supplying members 30 have rear ends which are located
outside the side surfaces of the upper receiving member
80 and are connected via gripping members 130 to piston
rods 111 of air cylinders 110, respectively, as shown in
Fig. 7. The air cylinders 110 are fixed to fixing walls 103
standing from both ends of the first fixing member 100
respectively. Accordingly, the second power-supplying
members 30 are movable forward toward and backward
away from the center of the upper space 81 by driving
the air cylinders 110. More specifically, the second pow-
er-supplying members 30 are movable between respec-
tive forward positions toward the article 1 disposed at the
center of the upper space 81 and respective backward
positions away from the article 1. The second power-
supplying members 30 have distal ends which are
brought into contact with the outer periphery of the article
1 when located at the forward positions, respectively. The
distal ends of the second power-supplying members 30
are moved away from the outer periphery of the article 1
when located at the respective backward positions. Sub-
stantially U-shaped power-supply plates 71 each made
from copper have one ends which are connected to the
gripping members 130 holding the rear ends of the sec-
ond power-supplying members 30, respectively. The
power-supply plates 71 have the other ends connected
to each other by a copper-made connecting plate 72. The
power-supply plates 71 are deformable to follow the for-
ward or backward movement of the respective second
power-supplying members 30. The power-supply plates
71 are further connected to a power supply 75.
[0027] Each one of the second power-supplying mem-
bers 30 is formed into a columnar shape and has a for-
ward/backward movement direction corresponding to an
axial direction thereof. Two corrosion-resistant 0-rings
R4 are interposed between the outer periphery of each
power-supplying member 30 and an inner periphery of
each through hole 84, as shown in Fig. 8. As a result,
each second power-supplying member 30 can smoothly
be moved forward and backward with the plating solution
being prevented from leaking through a gap between
each second power-supplying member 30 and the upper
space 81 of the upper receiving member 80.
[0028] Each second power-supplying member 30 has
a distal end notched into a V shape such that a middle
part thereof or a valley of the V shape is located backward
relative to both sides thereof in a planar view, as shown
in Figs. 7 to 9. Each second power-supplying member
30 includes a columnar center member 31 made from
copper and a covering member 32 made from titanium
and covering a periphery of the center member 31, as
shown in Fig. 9. The center member 31 has a diameter

ranging from 90% to 50% of an outer diameter of the
covering member 32. Since a part of the upper space 81
located below the base member 85 is filled with the plat-
ing solution, a part of each second power-supplying
member 30 wetted with the plating solution is covered
with the titanium covering member 32. Accordingly, each
second power-supplying member 30 has an improved
corrosion resistance to the plating solution. Consequent-
ly, the replacement frequency of the second power-sup-
plying member 30 can be reduced. Further, since each
second power-supplying member 30 includes the cop-
per-made center member 31 having a higher electrical
conductivity than titanium, each second power-supplying
member 30 can suppress heat generation during power
supply and can reduce temperature rise of the plating
solution as compared with power-supplying members
made from only titanium.
[0029] Accordingly, the second power-supplying
members 30 and the high-speed plating machine provid-
ed with the second power-supplying members 30 can
perform plating in good condition for a long period of time.
[0030] The second power-supplying members 30 will
be manufactured as follows. Firstly, as shown in Fig. 9,
the inner periphery of the covering member 32 is thread-
ed while a columnar insertion space into which the center
member 31 is insertable is defined in the covering mem-
ber 32. A male thread having the same thread size as
the covering member 32 is formed on the center member
31. The center member 31 is then screwed into the in-
sertion space of the covering member 32 and brazed in
an insertion hole of the covering member 32, so that the
second power-supplying members 30 are manufactured.
The center member 31 of each second power-supplying
member 30 has a rear end exposed from the covering
member 32. The exposed center member 31 is used as
an energizing part which is connected to the power supply
75 to energize the second power-supplying members 30
via the gripping member 130.
[0031] The holding device 40 has a base member 85
including a lower part inserted into the upper space 81
of the upper receiving member 80 from above, as shown
in Figs. 2, 5 and 10. The lower part of the base member
85 has a columnar outer shape. The base member 85
further includes an upper part having an outer shape
which is a rectangular parallelepiped shape. The upper
receiving member 80 also has an outer shape which is
a rectangular parallelepiped shape, and the upper re-
ceiving member 80 and the base member 85 are com-
bined with each other so that four sides forming respec-
tive peripheral edges are parallel with each other, in a
planar view as viewed from above. A corrosion-resistant
O-ring R5 is interposed between an upper surface of the
upper receiving member 80 and a surface of the base
member 85 spreading horizontally from an upper end of
a lower part of the base member 85. This can prevent
the plating solution from leaking through a gap between
the upper receiving member 80 and the base member 85.
[0032] The base member 85 has a housing part 86
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which is open vertically upward and has a central lower
part with a communication hole 87 open vertically down-
ward. The housing part 86 and the communication hole
87 have respective inner peripheries which are concen-
trically circular in horizontal cross-section. The commu-
nication hole 87 has a diameter which is smaller than that
of the inner periphery of the communication hole 87 and
slightly larger than that of the article 1 to be plated, so
that the article 1 can be inserted through the communi-
cation hole 87.
[0033] The housing part 86 houses a pair of holding
members 41. A holding chamber 45 is thus defined by
the housing part 86 of the base member 85 and a seal
cover 88 closing an upper part of the base member 85.
The seal cover 88 has a disc-shaped upper surface 88A
and a side surface 88B extending downward from a pe-
ripheral edge of the upper surface 88A. The upper sur-
face 88A has an air inlet 89 extending therethrough. An
air tube 52 has one of two ends which is connected to
the air inlet 89 and the other end which is connected to
a compressor 51. The pressurizing unit 50 thus includes
the compressor 51 and the air tube 52. The seal cover
88 can be moved by a moving apparatus (not shown) to
a position where the upper opening of the base member
85 is closed by the seal cover 88, at which position the
seal cover 88 is downwardly pressed. An O-ring R6 is
interposed between the upper surface of the base mem-
ber 85 and undersides of side surfaces of the seal cover
88. This can prevent air from leaking through a gap be-
tween the base member 85 and the seal cover 88.
[0034] The holding members 41 include holding mem-
ber bodies 42 and abutting parts 43 respectively. Each
holding member body 42 is formed into a shape of sem-
icircular column and includes a middle part which extends
along an axis of flat surface and forms a recess 44A re-
cessed into a semicircular column shape. The recess
44A is formed to be larger than the outer diameter of the
columnar article 1 to be plated. The holding member bod-
ies 42 are disposed so that the flat surfaces 44B are
opposed to each other.
[0035] Each abutting part 43 is formed of a sponge
sheet 46 which is formed into a rectangular shape in a
planar view as viewed from above, as shown in Fig. 10.
The sponge sheet 46 is an elastic body with chemical
resistance. The sponge sheet 46 has a middle part of a
longer side formed with the semicircular notch which
serves as the abutting part 43. Each abutting part 43 has
a diameter smaller than the outer diameter of the colum-
nar article 1 to be plated and abuts against the outer
periphery of the article 1. More specifically, each abutting
part 43 is formed by cutting out the sponge sheet 46 into
a similar figure which is smaller than a side geometry of
the article 1. As a result, the abutting part 43 can closely
abut against the outer periphery of the article 1.
[0036] The holding member bodies 42 have respective
sides which are opposed to each other and are each
formed with two grooves 47A and 47B which extend hor-
izontally at two locations spaced away from each other

in a heightwise direction in order to hold the sponge sheet
46 therein, as shown in FIG. 5. Two thin sponge sheets
46 are inserted into each one of the upper grooves 47A
thereby to be held therein. A thick sponge sheet 46 is
inserted into each one of the lower grooves 47B thereby
to be held therein.
[0037] The base member 85 has two sides perpendic-
ular to sides of the upper receiving member 80, into which
sides the second power-supplying members 30 are in-
serted, respectively, as shown in Fig. 10. Air cylinders
120 are mounted on the two sides of the base member
85 respectively. The base member 85 has two through
holes 85A which extend through the two sides thereof
into the housing part 86 and through which piston rods
121 of the air cylinders 120 are inserted, respectively.
Two O-rings R7 are interposed between inner peripher-
ies of the insertion holes 85A and outer peripheries of
the piston rods 121 respectively. As a result, air can be
prevented from leaking through gaps between the inser-
tion holes 85A and the piston rods 121 respectively.
[0038] The piston rods 121 of the air cylinders 120 have
distal ends which are connected to the holding member
bodies 42 in the holding chamber 45 of the base member
85, respectively. The holding members 41 are configured
to be movable between respective backward positions
and forward positions. When the holding members 41
are located at the respective backward positions, respec-
tive flat surfaces 44B of the holding member bodies 42
and respective end surfaces of the sponge sheets 46 are
separated from each other, and parts of arc-shaped sides
of the holding member bodies 42 are in abutment against
the inner periphery of the base member 85. When the
holding members 41 are located at the respective forward
positions, the opposed end surfaces of the sponge
sheets 46 are in contact with each other, and the abutting
parts 43 of the sponge sheets 46 closely abut against
respective portions of the outer periphery of the article 1
at the same level from both sides of the article 1 thereby
to hold the article 1 therebetween.
[0039] A corrosion-resistant O-ring R8 is interposed
between the underside of the holding member body 42
and the bottom of the housing part 86 of the base member
85, as shown in Fig. 5. As a result, the plating solution
can be prevented from leaking through gaps between
the holding member bodies 42 and the base member 85.
[0040] The circulation unit 60 includes a circulation
path 63, a plating solution control tank 64 and a pump
65 as shown in Figs. 1 and 2. The circulation path 63 has
a generally L-shaped outlet pipe 61 connected to the plat-
ing solution outlet 83 open to the side surface of the upper
receiving member 80 and an inlet pipe 62 connected to
the plating solution inlet 93 open to the side surface of
the lower receiving member 90. The plating solution con-
trol tank 64 and the pump 65 are provided in the middle
of the circulation path 63. Upon drive of the pump 65, the
circulation unit 60 can supply the plating solution in the
control tank 64 into the plating solution inlet 93 of the
lower receiving member 90 and can thereafter circulate
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the plating solution through the lower receiving member
90, the anode 10, the upper receiving member 80, and
the plating solution outlet 83 sequentially in this order
and then return the plating solution into the plating solu-
tion control tank 64.
[0041] The power supply unit 70 includes the power
supply 75 which is connected so as to apply positive volt-
age to the anode 10 via the first power-supplying member
20 and so as to apply negative voltage to the article 1 to
be plated via the second power-supplying members 30,
as shown in Fig. 1.
[0042] A plating process performed by the high-speed
plating machine thus constructed will now be described
as follows.
[0043] Firstly, when the second power-supplying
members 30 and the holding members 41 are located at
the respective backward positions and the support rod
15 is in the raised state, the high-speed plating machine
is on standby for the lowering of the article 1 gripped in
the upper end thereof by a chuck 5, as shown in Figs. 11
and 12. The article 1 is lowered from the upper opening
of the base member 85, and the lower end of the article
1 is inserted into the recess 16 upwardly open at the
upper end of the support rod 15, as shown in Fig. 13.
[0044] Further, the piston rod of the air cylinder (not
shown) connected to the lower end of the support rod 15
is lowered with the lowering of the chuck 5 gripping the
upper end of the article 1, so that the article 1 is lowered
to a plating position. More specifically, the article 1 is
disposed so that a space in which the plating solution
flows is formed between the anode 10 and the article 1.
[0045] In this state, the piston rods 111 of the air cyl-
inders 110 are moved forward which are connected via
the gripping members 130 to the rear ends of the second
power-supplying members 30, respectively. More spe-
cifically, the second power-supplying members 30 are
moved to the respective forward positions toward the ar-
ticle 1. The distal ends of the second power-supplying
members 30 are brought into contact with the upper pe-
riphery of the article 1 to hold the article 1, as shown in
Figs. 14 and 15. At this time, the holding members 41
are located at the respective backward positions. The
chuck 5 releases the article 1 from the gripped state,
being raised upward.
[0046] Subsequently, the piston rods 121 of the air cyl-
inders 120 connected to the holding member bodies 42
of the holding members 41 are moved forward, respec-
tively. More specifically, the abutting parts 43 of the
sponge sheets 46 are moved to the forward positions
where the abutting parts 43 of the sponge sheets 46
closely abut against respective portions of the outer pe-
riphery of the article 1 at the same level from both sides
of the article 1 thereby to hold the article 1 therebetween,
as shown in Figs. 16 and 17. Further, the opposed end
surfaces of the other parts of the sponge sheets 46 also
abut closely against each other, so that the opposed flat
surfaces of the holding member bodies 42 are in contact
with each other.

[0047] Next, the seal cover 88 is moved by the moving
apparatus to a position where the seal cover 88 closes
the upper opening of the base member 85, as shown in
Figs. 1, 2 and 18. The seal cover 88 is pressed downward
at this position. The compressor 51 is then driven so that
air is supplied into the air inlet 89 of the seal cover 88,
thereby pressurizing the atmosphere in the holding
chamber 45. In this case, the plating solution is circulated
in a manner as will be described later. The compressor
51 is driven to supply air into the holding chamber 45 so
that the holding chamber 45 is maintained at an inner
pressure equal to or higher than an inner pressure in the
region (corresponding to a liquid tank) where the plating
solution flows between the article 1 and the anode 10.
[0048] The article 1 is disposed on the axis of the anode
10 in this state. More specifically, the inner periphery of
the anode 10 is spaced away from the outer periphery
of the article 1 lengthwise at a constant distance, so that
the plating solution flows into the space.
[0049] Next, the pump 65 of the circulation unit 60 is
driven to supply the plating solution in the plating solution
control tank 64 to the plating solution inlet 93 of the lower
receiving member 90 and thereafter to circulate the plat-
ing solution through the circulation path 63, that is, se-
quentially through the lower receiving member 90, the
anode 10, the upper receiving member 80 and the plating
solution outlet 83 back into the plating solution control
tank 64. The plating solution flows between the anode
10 and the article 1.
[0050] The first and second power-supplying members
20 and 30 are energized by the power supply unit 70 so
that positive voltage is applied to the anode 10 and neg-
ative voltage is applied to the article 1, whereby high-
speed plating is carried out.
[0051] Thus, when the high-speed plating machine
carries out the high-speed plating, the abutting parts 43
of the holding device 40 closely abut against the outer
periphery of the columnar article 1 at the same level.
Each abutting part 43 is comprised of chemical-resistant
elastic sponge sheet 46. Further, the compressor 51 is
configured to supply air to pressurize the atmosphere in
the holding chamber 45. Accordingly, the abutting parts
43 comprised of the sponge sheet 46 are pressed by the
pneumatic pressure with the result that the abutting parts
43 can closely adhere to the outer periphery of the article
1. Further, since the atmosphere in the holding chamber
45 is pressurized, the plating solution tending to leak to
the holding chamber 45 side through interfaces between
the abutting parts 43 and the article 1 or between the
abutting parts 43 are pushed back by the pneumatic pres-
sure. As a result, the holding device 40 can reliably pre-
vent the plating solution from leaking from below the base
member 85 into the housing part 86 of the base member
85. Further, since each abutting part 43 is comprised of
the elastic sponge sheet 46, the abutting parts 43 can
closely adhere to the outer periphery of the article 1 even
when an outer peripheral configuration of the article 1
changes. As a result, the holding device 40 can deal with
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a plurality of types of articles. Still further, since the
sponge sheet 46 formed into the abutting parts 43 is
chemical-resistant, the abutting parts 43 can be prevent-
ed from deterioration by the plating solution with the result
that leakage of plating solution can be prevented for a
long period of time.
[0052] Accordingly, the holding device 40 and the high-
speed plating machine provided with the holding device
40 can hold a plurality of types of articles to be plated
and reliably prevent leakage of plating solution.
[0053] Upon completion of the high-speed plating, the
first and second power-supplying members 20 and 30
are de-energized by the power supply unit 70. Further,
the pump 65 of the circulation unit 60 is also stopped with
the result that the plating solution is discharged out of
the anode 10 to be stored in the plating solution control
tank 64. The seal cover 88 is then moved by the moving
apparatus from the position where the upper opening of
the base member 85 is closed to a retreat position. The
holding members 41 are then moved to the respective
backward positions, the upper end of the article 1 is
gripped by the chuck 5, and the second power-supplying
members 30 are moved to respective backward posi-
tions. The article 1 is pushed upward by the support rod
15 while being pulled upward by the chuck 5, so that the
article 1 is pulled out of the upper opening of the base
member 85 with the result that the plating process is com-
pleted.
[0054] The present invention should not be limited by
the foregoing embodiment described above with refer-
ence to the drawings but the scope of the invention in-
volves the following embodiments.

(1) The anode is formed into the cylindrical shape in
the foregoing embodiment. However, when an arti-
cle with another shape is to be plated, the anode
may be formed into a shape according to the shape
of the article to be plated.
(2) The center members of the second power-sup-
plying members are connected to the covering mem-
ber by the screw in the foregoing embodiment. How-
ever, the inner periphery of the insertion space of
the covering member and the outer periphery of the
center member may each be formed into a tapered
shape and the center member may be press fitted
into the insertion space of the covering member.
(3) The covering member of the second power-sup-
plying member covers the center member in a range
wider than the part wetted with the plating solution.
However, the covering member may cover at least
the part wetted with the plating solution.
(4) The middle part of the long side of each sponge
sheet is notched into the semicircular shape, and the
notches serve as the abutting parts in the foregoing
embodiment. However, the notched shape may be
matched with the shape of the article. Further, no
notches may be formed.
(5) The article is held by two holding members from

two directions in the foregoing embodiment. Howev-
er, the article may be held by three or more holding
members so that the abutting parts closely abut
against the outer periphery of the article at the same
level.
(6) Two grooves holding the sponge sheets are pro-
vided at two heightwise spaced positions of the hold-
ing member bodies respectively in the foregoing em-
bodiment. However, one, three or more grooves may
be provided.
(7) In the foregoing embodiment, one sponge sheet
or two overlapped sponge sheets are inserted into
the grooves of the holding member bodies thereby
to be held therein. However, three or more over-
lapped sponge sheets may be inserted into the
grooves thereby to be held therein.

Explanation of Reference Symbols

[0055]

1 ... article to be plated
10 ... anode
11 ... outer cylinder
11A ... flat plate material made from titanium
12 ... inner cylinder
12A ... plate material made from platinum
30 ... second power-supplying member (power-sup-
plying member)
60 ... circulation unit
70 ... power supply unit

Claims

1. An anode which is cylindrical and forms a space be-
tween an article to be plated disposed therein and
itself, in which space a plating solution flows, wherein
positive voltage is applied to the anode, the anode
comprising:

an electrically conductive outer cylinder; and
an inner cylinder welded to be in contact with an
inner surface of the outer cylinder, the inner cyl-
inder being comprised of a plate material made
from platinum.

2. The anode according to claim 1, wherein the outer
cylinder and the inner cylinder are formed by over-
lapping and welding a flat plate material made from
titanium and a flat plate made from platinum and
bending the welded flat plate materials into a cylin-
drical shape with the flat plate material made from
platinum being located inside.

3. A high-speed plating machine comprising:

an anode defined by claim 1 or 2;
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a power-supplying member brought into contact
with an article to be plated to apply negative volt-
age to the article;
a circulation unit configured to circulate a plating
solution so that the plating solution flows be-
tween the anode and the article disposed in an
interior of the anode; and
a power supply unit configured to energize the
article via the anode and the power-supplying
member.
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