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To all whom it may concern: ,

Be it known that I, Cruartes S. Lock-
wooD, d citizeh of the United States, resid-
ing at 289 Market strect, 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-
panying drawings, forming a part of the
S same. ' ‘ R :
. The object of this invention is to furnish
an improvéd condtruction. for such anti-

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 rolling them in a ma-
chine of small dimensions. - This process of
~manufacture thus has a matérial advantage
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;over. the .making of rolls by winding Jong .

- gtrips 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:invelves the use of

80 a V-shaped blank having particular char-

" -acteristics, and involves the Process of mak-
ing the same into a hollow¥ for use in
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.

“The invention also furnishes means of
making rolls with coils exceptionally thick
in proportion to their diameter, and which
could not therefore -be wound directly upon
~ a mandrel, which is effected by first making
50. a roll with coils of the desived thickness and
~ larger than the desired diameter, with broad

open inter-spaces between the cotls, and then

reducing the diameter of such roll by swag-

ing or analogous means which reduces its

56 diameter,-and at the same time stretches the

friction rolls as are formed from a V-shaped’

diameter.

_coils and brings them into (:(.)nvta(‘:t with one
“another. The flat ends desived 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.

A bearing with the rolls operatively ar-
ranged is showf in the. drawing with the
coils inclined m diverse directions to dis-
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tribute lubricant, but the rolls may be used

in any other kind of bearing to which they
are applicable.. C ,
The method ‘of winding the blank igto’
rolls is shown in diagrammatic form herejn.
The invention will be understood by ref:
erence to the annexed drawing, in which—
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Figure 1 is a longitudinal section where

hatched, of a bearing contairding 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-

ble roll with part of the wihding apparatus;’
Fig. 4 is a plan of the same parts; 'ig. 5 is’
an end view.and Ifig.-6 a’side view of dne’
of the flexible rolls. ~Fig. 7'is an end viéw,

-and Fig. 8 a side view of one of the rolls’

made with intermediate spaées between ‘the
strands, to facilitate reduction in diameter.
Fig. 9 1s an end view, and Fig. 10.a side
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view of such.a voll reduced to its working

Figs. 1 and 2 show a eylindrical casing A
with a shaft I3 therein and having friction-
rolls C, C fitted between the shaft and cas-
ing. The rolls are shown provided with
the usual cage D and the casing with heads
I to keep the set of rolls therein. . Such con-

- struction is only illistrative of one use of

the rolls;, which rolls’may be uscd in any.
form of roller or thrust-bearing to which -
they are adapted.

One of the finished rolls is shown in-Ifig.
G having coils sloping in opposite directions-.
from the middle to opposite ends of the roll,
such coils being formed from the parallel-
edged arms b0 of the V-shaped blank shown
in FFig. 4. Such blank has a point or tongue ¢
at one end and a notch o at the junction
where the arts are united, and the arms also
terminate in chisel-shaped ends ¢, the outer
edges of which are parallel so as to form
flat ends upon the finished roll.

In winding the blanks into coils, the
points of the arms are shown in Tig. 3 bent
into corvespondence with the curvature of
the intended coils, and such bent ends are
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thien fitted to suitable chucks or twisting-
tools g which cugage the bent ¢nds of the
ars in connection with a, short. mandrel %,
anl winkd the arins: .sunult.uw«msl\ into unls
thus producing the roll shown in Fig. 6.
The clhivcks are formed, with: collars upon
heir outer side

“ 5 of segmental shipe- ‘projecting inwardly

1y
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- when wound into 2 coll of the intended di<f
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volls - \\nul(l carry the otl -to-thi
of (he casing. thas mnst.mtl) difi

fr the “collars, and set at a suitable dis-
titince from the mandrel to peruit the inser-
tion of .the bent puints of the arms. As the

collars are set at a-fixed distance apart upon |
the mandrel, which is equal to the fénith of -
the mtended roll und the width of the llldlll\.‘
these collars serve to wind the blanks inte

rolls of perfectly uniform length. =
- The ungle of the arms i the blank shown,

in Fig. 4 is proportiored o the. pitch whicl

the arms assume when "lieut into the coils
required for the iutended roll, and: the notels
15 at such distanéé from the point « that

ameter the tongue fits within sieloteh-sind

~thus maiataing an even® evlimdrical surfuce
~upon the roll. as will lie oliserved upon the
The roll’ thus - formed .

rolls " C-in g1
has right and, left Tind coils” /2 extending
fromy its middle towurd its opposite” ends,
Rollstof such eharaéter wiy be alternated
in the position of their coils within the cas-
ing of the héaving, as indicateld -in Fig. 1,

s0 that thie coils upon” one-half af-the mllx_
“C would carry tie ojl to thécnds of e ¢as-

ing and: the coils upein the interediate

ail, and m.uut tining a peifect” Iuln i dtlﬂ“ nf

(lw'(‘.lsm:: ’.uul \lmft

It s found dn |tr.ut|u- nupmkllvk- 1 “m(lv

upon: @ relatively sl Unandrel acns b, 4

formed upon a thick voll-blank. and where "‘-,
- roll is desired. with thick coils 4% and i rela-

tively sm(xll hore ', s shown in g 9,
the strip is fiest wound inte coils I.u«fvr

than. the ' desired . dl.uu(to andd with con-

stderable interspace ¢ Yot weer the coifs, aud

then twlu(ul to the:desteed divmeter h\ com-

pression’ between grooved rolls, which op-’
erate in the same manner as in- u-(lm ‘tng vods

in a rolling-mill. - Such operition extends
the length of the coils and brings thens into
coutact witl: one another.

el the twl.stmg mcml»clsf

aaiddle
g the:

Such. change in - -

1,189,846

the dxsposttmn of tluc cmls is evident by a
comparison of Figs. 8 and 10, the: coils 4°

making a greater numl}u ‘of turns dpon the 57

roll in th(, latter figure on accotnt of their
reduction in dmm(ter but rotaining their
thickness while the H;me of the voll is ma-
terially. (lnuunslw«l 'Ih(- winding of the -

coils ' with considerable- mtcrsp.xu‘s perintts 6o
the fornation of small coils with little if

any- nters i Hee,
e operation.

by a &u'pﬁC(llltllt-(_()lll[)lkbh‘

My improved construction: fm' the flexi-
al facility for making 65

He foll atfords a spec

. tolls of great thickness in u.-l.ctmn ta. their
l’\u s \\Illtllll" the coils with interspuces,
de afterward ’cdmuw the dinmcter.

. Fhaving thus set
vention \\lmt is claimed hirein is:

L. The process of waking a
roll, which consists fi st

in fmmuw a V-

_shaped blank of one pPiece of. sheet- metal

with two: parallel sided arms joived-at an
angle and fheir freeends formed with pac-
allel outer sides, second, bending the. tips
of the avms into the curvature of the intend-
ed roll'in readiness to grasp he same for:

winding, and third, holding the tips at 2 dlS--

1. fmth the n.lture of the ui- o
_ .70
anti-friction -

H -

tance apart equal to the lclwth of the in- 80

tended roll, and I()“ll!" both thc ‘said arms.

_\unult.nwnusl\ inta u (\lm(lcr of the dl.\lu-

(t('r destred.
The process of. m.d\m" an .mtl fuctmn

l(l“

vd roll i eéadiness. to grasp the same for

W uulm" and third, hol(hn’:" the tips at a dis-

tance upart equal’ "t fhe len"th of the in-, -
tended roll, and rolling theﬂ\ d arms inte
coils of §uch diameter as. tos for
broad interspaces betye i the cmls. as ‘uul
for the purpose sct f(uth ot

* In testumony whes u»f I have’ heleunto %t
my hand in thc presence of two suhscnh-

ing w itnesses.

(‘H.\I{LES S. LOCI\“ ()OD
Wititesses: -
AvLray )\’AUG!{,'

Tuosas S Craxe! -

which consists hrst m fnrmm(r a V— §5
Cshaped- blank of one
with two parallel sidec
“at an .un"l\c and theii:
“paradlel onter, stdeg
“of thie arms into the

m lvhtlv-l\ 95 -



