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ABSTRACT OF THE DISCLOSURE 
A sleeve of resilient material may be stretch fitted to 

a roll core by clamping both ends of the sleeve to a Sec 
ond, internally supported sleeve positioned inside the first 
sleeve, pressurizing the space between the sleeves to ex 
pand the first sleeve, positioning one end of the sleeve 
next to the end of the roll core and then reversely rolling 
both sleeves over the core; after which the second sleeve, 
which is now on the outside, is removed, leaving the first 
sleeve in position on the core. 

The present invention is directed to a method and ap 
paratus for covering rolls and more particularly, to a 
method and apparatus for applying a resilient sleeve mem 
berto a roll core. 

It is often desirable to stretch fit a resilient sleeve of 
material, such as rubber or the like, to a roll core to pro 
vide a resilient surfaced roll. However, since the sleeve 
must be expanded to provide a stretch fit on the roll and 
one or both contacting surfaces of the sleeve and core 
are usually coated with a contact cement or the like, great 
difficulty has been experienced in applying the sleeve to 
the core without the occurrence of wrinkles, air pockets 
and the like. Additionally, the difficulty in merely apply 
ing a coating of adhesive to the inner surface of the sleeve 
will be readily apparent. 

Various attempts have been made in the past to provide 
means for efficiently applying resilient sleeves to core 
members. One approach, for example, has been to inflate 
the sleeve by means of air pressure and then insert the 
core into the sleeve while maintaining the sleeve in its 
inflated condition. Another approach has been to expand 
the sleeve by means of a vacuum chamber prior to core 
insertion. 
The use of a vacuum chamber, however, calls for fairly 

expensive and elaborate equipment and requires consider 
able skill in positioning the sleeve in the chamber and 
expanding it; while the inflation method is rather inef 
ficient since the sleeve must be kept inflated While at least 
one of its ends are left open to permit entry of the core. 
It is also to be noted that in both approaches there is 
danger of entrapping air between the core and the sleeve 
when the sleeve is allowed to contract about the core and, 
of course, no provision is made for facilitating the coat 
ing of the sleeve inner surface. 

Thus, despite the need for a simple and efficient meth 
od and apparatus for applying a resilient sleeve to a roll 
core, many of the difficulties associated with this opera 
tion have remained unsolved over a period of several 
years. 

It is, therefore, an object of the present invention to 
provide a method and apparatus for stretch fitting a 
resilient sleeve to a core member. 

Further, it is an object of the present invention to pro 
vide apparatus for carrying out the method of the inven 
tion which is of relatively uncomplicated and inexpen 
sive construction and yet is characterized by simplicity 
and efficiency of operation. 
As will presently be seen, by means of the instant inven 
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tion a sleeve may be evenly advanced onto an adhesive 
covered roll core while the sleeve is simultaneously 
pressed against the surface of the core to prevent the 
occurrence of air bubbles, air pockets, Wrinkles and the 
like. 

Additionally, it will be seen that, if it is desired to coat 
the inner surface of the sleeve, this operation may readily 
be accomplished. These and other objects and advantages 
will become more readily apparent from the following 
detailed description and accompanying drawings wherein: 
FIGURE 1 is an exploded view, with portions removed 

for clarity, of the apparatus of the invention; and 
FIGURES 2-4 are a series of cross-sectional views 

showing the method of applying a resilient sleeve to a 
roll core in accordance with the principles of the present 
invention. 

Turning now to FIGURE 1 of the drawings, it will be 
seen that the sleeve applying apparatus comprises a tubu 
lar support member 1, preferably of some rigid yet light 
weight material. While support member 1 is shown as of 
cylindrical configuration, it will be apparent as the de 
scription proceeds that any configuration which will sup 
port a sleeve member in a substantially cylindrical con 
figuration will suffice. For example, a skeletal framework, 
adjustable in size, if desired, might be used. 

Extending about the support member 1 is a sleeve 
member, preferably made of some resilient material, such 
as rubber or the like. Sleeve 3 extends coextensively with 
the support member 1 and may be permanently attached 
at one end 2 to the support member and at its opposite 
end to a clamp ring 4 by means of an adhesive or the like. 
A second clamp ring 5 is provided which is substantially 
identical to clamp ring 4 except that a valve opening 6 
is provided in clamp ring 4. An adaptor ring 7, cham 
fered to provide a shoulder 8, is adapted to be inserted in 
one end of the support member 1 and a retaining bar 9 
is provided at the opposite end of the Support member 1 
for a purpose to presently be described. 

Referring now to FIGURES 1 and 2 of the drawings, 
the manner of assembling the apparatus for carrying out 
the method of the present invention will be described. 
First, the adaptor ring 7, which may be attached to the 
end of the support member 1 by means of Set Screws or 
the like, is removed, and the clamp ring 5, secured to 
clamp ring 4 by means of thumb screws as at 10, is de 
tached. Additionally, the retainer bar 9, attached to clamp 
ring 4 by means of thumb screws 11, is also removed, 
leaving the support member 1 with the sleeve 3 perma 
nently attached at one end to the Support member and at 
its opposite end to the clamp ring 4. Next, the resilient 
sleeve 12, which it is desired to stretch fit to the roll core 
13, is pulled over the sleeve 3 and support member 1. 
One end 14 of the sleeve 12 is turned inwardly about the 
end of the support member and sleeve 3, and the adap 
tor ring 7 is then attached to the support member 1 by 
means of set screws (not shown); thereby clamping the 
end of the sleeve 12 to the end of the support member 1. 
The opposite end 15 of the sleeve 12 is then turned out 
wardly and the clamp ring 5 moved into place against the 
clamp ring 4 with the end 15 of the sleeve between them 
and the two rings are secured together by means of the 
thumb screws 10; thereby clamping the end 15 of the 
sleeve 12 between the two rings. 

It will also be apparent that while the sleeve 3 has been 
described as permanently attached to the clamp ring 4 and 
one end of the support member 1, the ends of the sleeve 
3 could be clamped into position by means of the adaptor 
ring 7 and clamp ring 5 at the same time the ends of sleeve 
12 are attached. 
The rings 4 and 5 are now moved to the end of the 

Support member 1 and the retaining bar 9 attached to ring 
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4 by means of thumb screws 11. The retaining bar 9 may 
be notched as at 16, to seat on the end of the support 
member . The sleeve 12 now extends coextensively with 
the sleeve 3 and the adjacent ends of the two sleeves are 
now clamped together in sealing relationship to form a 
closed chamber between the two sleeves. A fluid, such as 
air, is then pumped through the valve opening 6 into the 
space between the two sleeves, slightly inflating the sleeve 
12 so that the assembled sleeve and sleeve applying ap 
paratus are in the configuration shown in the righthand 
side of FIGURE 2. The assembly is then moved into the 
position shown in FIGURE 2 with one of the adaptor 
tor ring 7 engaging one end of a roll core 43 which is to 
be covered. At this point, if desired, either or both the 
roll core surface and the exposed surface of the sleeve 12 
may be coated with a suitable adhesive, such as a contact 
cement or the like, preparatory to advancing the sleeve 
12 onto the roll core 13. Since the sleeve 12 is supported 
with its core contacting surface facing outwardly, coat 
ing of the sleeve is a relatively simple operation. 
As seen in FIGURE 3 the retaining bar 9 is then de 

tached and the clamp rings 4 and 5 are moved to the left 
as seen in FIGURE 3 causing the sleeve 12 to turn inside 
out and advance evenly and smoothly onto the surface of 
the roll core 13. Since the sleeve 12 is slightly inflated, 
fluid pressure uniformly presses the sleeve 13 at all points 
radially inwardly into engagement with the roll 13 as the 
sleeve is advanced; thereby preventing the occurrence of 
wrinkles, air pockets or the like. When the clamp rings 
4 and 5 have been moved to the position shown in FIG 
URE 4 the sleeve 12 completely covers the core 13. The 
clamp ring 5 may then be removed and the clamp ring 4 
with one end of the sleeve 3 attached may now be moved 
back to the right as seen in FIGURE 4 and the retaining 
bar 9 once again attached to the clamp ring 4. Both ends 
of the sleeve 12 are then trimmed flush with the ends of 
the roll core 13 and the applying apparatus removed, 
leaving the core 13 covered with the resilient sleeve 2. 
From the above description it will be seen that the 

present invention provides a method and apparatus which 
permits the covering of a roll core without the disadvan 
tages characteristic of prior attempts in this field. While 
a preferred embodiment has been described in detail for 
purposes of illustration it will be apparent that modifica 
tions thereof will readily occur to those skilled in the 
art within the scope of the appended claims. 

I claim: 
1. A method of applying a first resilient sleeve to a 

core comprising: 
(a) positioning said first sleeve in overlying relation 

ship to a second resilient sleeve which is supported 
in substantially cylindrical configuration, 

(b) uniformly expanding said first sleeve radially 
thereof, 

(c) positioning one end of said first sleeve adjacent one 
end of said core, and 

(d) reversely rolling said first sleeve into engagement 
with said core while maintaining said one end there 
of adjacent said one end of said core and moving the 
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opposite end of said sleeve toward the opposite end 
of said core. 

2. The method of claim 1 wherein said step of uni 
formly expanding said first named sleeve comprises seal 
ing adjacent ends of said sleeves to each other and ad 
mitting fluid under pressure between said sleeves. 

3. The method of claim 2 further comprising reversely 
rolling said first named sleeve into engagement with said 
core while continuously maintaining all portions of said 
first named sleeve engaging said core under uniform, 
radially inwardly directed pressure. 

4. The method of claim 3 further comprising continu 
ing said reverse rolling of said first named sleeve into 
engagement with said core until said first named sleeve is 
turned substantially completely inside out. 

5. The method of claim 4 further comprising coating 
the exposed surface of said first named sleeve with an 
adhesive subsequent to supporting said first named sleeve 
and prior to reversely rolling said first named sleeve. 

6. Apparatus for applying a sleeve to a core compris 
1ng: 

(a) a first sleeve, 
(b) means for supporting said sleeve in substantially 

cylindrical configuration, 
(c) means for attaching an end of a second sleeve to 
one end of said first sleeve in sealing relationship 
thereto, 

(d) means for attaching an opposite end of said second 
sleeve to an opposite end of said first sleeve in seal 
ing relationship thereto, and 

(e) means for admitting fluid under pressure between 
said first and second sleeves. 

7. The apparatus of claim 6 wherein said first named 
attaching means comprises an adaptor ring for clamping 
said ends of said sleeves against a corresponding end of 
said supporting means. 

8. The apparatus of claim 7 wherein said second named 
attaching means comprises a pair of mating clamping 
rings for clamping said opposite ends of said sleeves 
therebetween. 

9. The apparatus of claim 8 wherein said clamping 
rings are of greater internal diameter than the external 
diameter of said supporting means. 

10. The apparatus of claim 9 wherein said fluid ad 
mitting means comprises a valved aperture formed in one 
of said clamping rings. 
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