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To all whom it may concern: 
Be it known that I, CARLEs S. Lock 

wood, a citizef of the United States, resid 
ing at 289 Market street, Newark, county of 

5 Essex, and State of New Jersey, have in 
vented certain new and useful Improve 
ments in Processes of Making an Antifric 
tion-Roll, fully described and represented in 
the following specification and the accom 

10 panying drawings, forming a part of the 
... same. . .v. 

The object of this invention is to furnish 
an improved construction for such anti 

a as . t - 

friction rolls as are formed from a V-shaped 
15 sheet-metal blank. Such anti-friction rolls 

possess coils wound spirally in opposite di 
rections from the middle of the rolls' length, 
and are formed by stamping the blanks 

... from sheet-metal and it is in a mas 20 chine of small dimensions. This process of 
3, manufacture thus has a material advantage 

over the making of rolls by winding long. 
strips into rolls of indefinite length to be 
afterward cut into the desired sections, as 

25 the winding of such long strips involves the 
use of a long machine, which unavoidably 
occupies very considerable space in a fac 
tory. -. 
. The present invention involves the use of 

so a V-shaped blank having particular char 
acteristics, and involves the ss of mak 
ing the same into a hollowiöll-for use it roller-bearings. The V-shaped blank in the 
present invention has two sloping parallel 

85 side-arms with straight edges upon their in 
ner and outer sides, and the ends of such 
arms having tips of chisel-shape and the 
outer sides of the arms parallel with one an 
other, so that when the blank is wound into 

40 cylindrical form the coils. slope in opposite 
directions from the middle portion of the 
coil and the chisel-shaped ends form flat 
ends upon the finished roll, as they lie upon 
the straight edges of the arms. 

45. The invention also furnishes means of 
making rolls with coils exceptionally thick 
in proportion to their diameter, and which 
could not therefore he wound directly upon 
a mandrel, which is effected by first making 

so a roll with coils of the desired thickness and 
larger than the desired diameter, with broad 
open inter-spaces between the coils, and then 
reducing the diameter of such roll by swag 
ing or analogous means which reduces its 

55 diameter, and at the same time stretches the 

coils and brings them into contact with one 
another. The flat ends desired upon the end, 
of the roll could not be secured in such a . 
mode of manufacture except the arms of the 
blank were pointed, as shown herein. 60. 
A bearing with the rolls operatively ar 

ranged is show? in the drawing with the 
coils inclined in diverse directions to dis 
tribute lubricant, but the rolls may be used 
in any other kind of bearing to which they 65 
are applicable. . 
The method of winding the blank into 

rolls is shown in diagrammatic form herein. 
The invention will be understood by ref: 

erence to the annexed drawing, in which- 70 
Figure 1 is a longitudinal section where 

hatched of a bearing containing the flexible 
rolls; Fig. 2 is an end view of the bearing 
with one of the casing-heads removed; Fig. 
3 is an edge view of the blank for the flexi- 75 
ble roll with part of the winding apparatus; 
Fig. 4 is a plan of the same parts; fig. 5 is 
an end view, and Fig.6 a side view of dine 
of the flexible rolls. IFig. 7 is an end view, 
and Fig. 8 a side view of one of the rolls 80 
made with intermediate spaces between the 
strands, to facilitate reduction in diameter. 
Fig. 9 is an end view, and Fig. 10, a side 
view of such a roll reduced to its working 
diameter. 85 

Figs. and 2 show a cylindrical casing A 
with a shaft I the rein and having friction 
rolls C. C fitted between the shaft and cas 
ing. The rolls arc shown provided with . . . 
the usual cage I) and the casing with heads 90 
E to keep the set of rolls therein. Such con 
struction is only illustrative of one use of 
the rolls, which rolls may be used in any 
form of roller or thrust-bearing to which 
they are adapted. 95 
One of the finished rolls is shown in Fig. 

( having coils sloping in opposite directions. 
from the niddle to opposite ends of the roll, 
such coils being formed from the parallel 
edged armsl, l', of the V-shaped blank shown 
in Fig. 4. Such blank has a point or tongue c 
at one end and a notch d at the tinction 
where the arius are united, and the ari is also 
terminate in chisel-shaped ends c, the outcr 
edges of which are parallel so as to for in 
flat ends upon the finished roll. 

In winding the llanks into coils, thc 
points of the artins are shown in Fig. 3 bent 
into correspondence with the curvature of 
the intended coils, and such bent ends are 110 
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2 
tliei fitted to suitable chucks or twisting 
tools / which engage the lent ends of the 
arius in connection with a short mandrel k, 
all wind the arius simultineously into coils, 

5 t is iroducing the roll shown in Fig. 6. 
The clicks are forest with collars upon 

cir outer silks, aid the twisting neifle's : . . of seguerital slipe projecting inwardly 
fr, i? the collars, and set at a suitall dis 

is tifice from the landrel to critit the inscr 
tion of the bent points of the artis. As the 
collars are set at a fixed distance apart upil 
the inandrel, which is equal to the length of 
the intended roll and the width of the lak. 
rolls of perfectly uniforni length. 
The angle of the aritis it the blank shown. 

in Fig. 4 is proportioi?el to the itch which 
the art is assistine when lie it into the coils 

20 required for the intet led rol, and the iot cli 
d is at sitch distance froin the point that 
when wound into a roll of the intended di 
ameter the tongue fits within such it claid 
thus laintains at even cylindrical surface 

25 upon the roll. its will lie o servel is the 
rolls C. in Fig. 1... The roll thus forated 
has right and left hand coils f extending 
froy its little toward its oppositi" encls. 

Rolls of sitcl character tuity lic: ; literiatel 
30 in the position of their coils witi tie cas 

ing of the learing, as it clicatelii Fig. 1, 
so that the 'coils: apon one-half of the rolls. 
C would carry the oil to the ends of lie as 
iing a tail the coils. tips in the inter ediate 

of the casing. this critistantly liff 
oil, and iiiittaining 
tle casii is ( ; 1 sl: ft. 

It is found in practice in 
40 upon a relatively stralitic lirel art is l. l', 

in the 

formed pola ; thick roll-blank. it it where a 
... roll is desire with thick coils laid : rela 
tively small lore ... its show it in Fig. 9. 
the strip is first would it to coils larger 

45 than the desired diatricter ant witli coin 
siderable interspace between the coils, and 
then reduced to the desired diametery com 
pression tetween grooved rolls, which op 
critic in the same manner as in reducing rods. 

50 in a rolling-mili. Such operation extends 
tie length of the coils and brings then into 
contact witl: 'one another. Such change in 

15 these collars serve to wind the flanks int. 

shaped lank of one piece of: 
rolls C. would carry the oil to the iniddle with two pa rallel sidedirii is joi 

parallel ofter sides perfect lilirication of 
. . . . of the aris into the 

ilossible to wind 

ing witnesses. 
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the disposition of the coils is evident by a 
comparison of Figs. S and 10, the coils 
inaking a greater nutler of turns upon thic i, i. 
roll in the latter figure on account of their 
reduction in diameter, but retaining their 
thickness while the ore of thic roll is ina 
terially, titainisled. The winding of the 
coils with conside raile interspaces perin its 60. 
the fortation of stinal coils with little if 
any intet's);ice, by a subsette ut compress 
ig operation. 
My introved construction-for the flexi- - 

pl; trolliffords a special facility for making 65 
E. E. thickness in relation to their hire, by windling the coils with interspaces, 
said afterwarl reciting the diliacter. ... 

Having thus set forth the nature of the in- . . 
vention what is clitiated herein is: . . , 70 

1. The process of taking ai anti-friction - 
roll. which consists first in forning, a V 
sh;the lank of one piece of . sheet-metal 
with two parallel sided aris joined at an 
it tagle and their free ends formed with par 
allel (liter sites, second, lending the tips 
(if the at is into the curvature of the littend 
cd roll in readiness to grasp the same for 

5 

witting, and third, holding the tips at a dis 
talice a part eqtial to the length of the in 80 
tended roll, and rolling oth the said a rais. 
sitta alta teously into a cylinder of the diam 
(ter (csire it. . . . . . . . . . . . . . . 

2. The process of. Iraking an anti-friction . . . . 
roll. which consists first in forning a V- $5 

heet-metal. 

it angle and thei ends E 

curv, ture of the intend-90 
to roll it readies to grasp the same for 
windig, and thirt, holding the tips at a dis 
tance aart equal to the length of the in-, ... 
telectroll at rolling, the said arius into 
coils of such diameter as to forturelatively 95 
road interspaces (tyween the coils, as and 

for the purpose set frth. . . . . . . . . 
In testimony whereof. I have hereunto set 

my hand in the presence of two subscril 
w CHARLESS. LOCKWOOD. 

Witnesses: 
ALIY WAUGH, 
Trox As S. CRANE... 

  


