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PROCESS ANDAPPARATUS FOR BEVELING-TIRE PATCHES 

Application filed March 16, 1931. Serial No. 523,053. 

My invention relates to the making of 
round tube patches of the beveled edge type. 

Generally, the objects of my invention are 
to produce an improved method for beveling 

5 patches of this kind and to produce an im 
proved machine for the automatic beveling 
thereof. - 

Prior methods of producing beveled 
patches have involved what is known as the 
"skiving' process. - 
My process is carried out generally by sub 

jecting the edge of a blank to be beveled to 
a grinding or buffing operation of an abra 
sive, wheel rotating at a high rate of speed. 

) 

vide a method of subjecting the blank to the 
buffing operation without allowing the fric 
tion of the buffing wheel to affect the seating 
of the blank on the working head which car. 
ries it. This is a problem of some impor 
tance, due to the soft and yielding nature of 
the rubber employed in the ordinary tube 
patch. The solution of this problem is found 
in the method of rotating the blank and the 

25 buffing wheel in such relative directions that 
their peripheries at the point of contact are 
moving in the same direction. - 
More specifically, it is my intention to pro 

vide a machine having means for feeding 
30 round blanks of the patch rubber from a 

20 

magazine to a working head carried upon a 
spindle, means for rotating the spindle, 
means for holding the blank upon the work 
ing head, means for elevating and lowering 

85 the spindle and holding means, and a grind 
ing or buffing wheel. - 
My invention deals particularly with the 

problem of the discharge of the patch from 
the machine after it has been beveled. This 

40 problem has been found to be a most di 
cult one in connection with a machine of this 
character. The solution of the problem has 
involved first, cutting down, the speed of ro 
tation of the buffing wheel to a speed consid 
erably below that customary for small grind 

patch has 

Another object of my invention is to pro 

ing wheels, in order to decrease the suction of 
the wheel to a point, where there will be no 
tendency to lift the patch from its support 
ing surface after the hold-down spindle has 
pulled away from the patch. 
Another phase of the discharge problem 

has been that of pushing the patch-away 
from the ride assembly. Previously, the een discharged by exerting an 
edgewise push thereagainst from the next 
Succeeding blank being fed into position be 
tween the spindles. Due to the very small 
edge which remains on the finished patch 
after it has been beveled however, it is quite 
easy for the new blank to ride upon the fin 
ished patch, slipping upwardly by virtue of 
the beveled edge, instead of pushing the fin 
ished patch out of the machine. My inven 
tion has as one of its objects to solve this 
problem of positively discharging one patch 
from the machine while simultaneously feed 
ing another blank into working position. 
The solution of this problem has involved 

the provision of means on the feed plate for 
positively engaging the finished patch and 
for pushing it out of the machine without 
any contact between the finished 
the next succeeding blank. 
This has created another problem how 

ever, namely that of the possible undesirable 
engagement between the lower spindle and 
the feed plate should the feed plate acci 
dently become out of time with the rest of 
the machine, and my invention aims to rem 
edy this problem also. A further object is to provide a simple 
arrangement for operating the various parts 
of the machine from a single cam shaft in 
controlling the movements of the parts. 
A further object is to accomplish the above 

results in a machine of simple, durable, and 
inexpensive construction. . . . . . . . . 
With these and other objects in view, my 

invention consists in the construction, ar 
rangement, and combination of the various 
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parts of my device, whereby the objects con 
templated are attained, as hereinafter more 
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fully set forth, pointed out in my claims, and 
illustrated in the accompanying drawings, in 
which: - 

Figure 1 is a plan view of the machine, 
Figure 2 is a side elevation of the grind ing wheel support, 
Figure 3 is a front elevation of the ma 

chine, - 
Figure 4 is a detail, sectional view through 

the grinding wheel bracket, 
Figure 5 is a detail, sectional view through 

the working table, grinding wheel casing, 
and associated parts, . . . . . . 

Figure 6 is a central, sectional view through 
the spindle assembly, . . . . 

Figure 7 is an inverted, plan view of the 
working face of the upper spindle, 

Figure 8 is a detail, sectional view taken 
on the line 8-8 of Figure 3, 

Figure 9 is a detail, sectional view taken 
on the line 9-9 of Figure 3, and 

Figure 10 is a sectional view showing the 
working table in plan, - 
I have used the reference character 10 to 

indicate generally the base of the machine of 
my invention, on which are mounted the vari 
ous parts of the machine. Secured to the 
base 10 is the post 11, which may be channel 
shaped in cross section, as shown, and which 
supports a majority of the working parts of 
the machine. 
The lower spindle or feed spindle 12 is 

journalled in a pair of brackets 13, secured 
to the post 11 and the upper spindle or hold 
down spindle 14, is journalled in a bracket 15, 
secured to the post 11. 
The spindle 12 is provided with a work 

ing cap 16, having a working head 17, adapt 
ed to support a blank of patch rubber 18. 
The cap 16 is threaded onto a threaded 

shank 19, formed on the spindle 12 and may 
be removed for replacement by a working 
cap of different size. 
The hold-down spindle 14 is provided with 

a working head 20 on one end of a shaft 21, 
journalled within a collar 22, which is thread 
ed onto the threaded end 23 of the spindle 14. 
The ball bearing 24 acts as a thrust bear 

ing between the spindle 14 and the shaft 21 

60 

to allow the 
pressure. . . . - 

The working head 20 is removably se 
cured to the end of the shaft 21 by threading 
upon the threaded shank 25thereof. Differ 
ent sizes of working heads 20 are employed 
for different sizes of blanks. . . 
A coil spring 26, compressed between the 

bracket 15 and the collar 22 urges the work 
ing head 20 against the blank 18 to hold it 

shaft 21 to turn freely under 

securely against the working head 17 during 

65 

the working operation. 
The feed spindle 12 is moved vertically by 

a rocker arm 27, (Figure 3), fulcrumed on 

with a p 
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a bracket 28 secured to the base 10, and is 
provided with a fork. 29, engaged between a 
shoulder 30 and a removable collar 31 on the 
lower end of the spindle 12. A nut 32 is 
threaded upon the reduced shank 33 of the 
spindle to hold the collar 31 in place against 
the shoulder 34. .. 
A camshaft 35 is journalled in bearings 36 

on the base 10 and at its rear end is provided 
with a gear 38, meshing with a pinion 39 on 
the shaft 40 of a reduction gear 41. The re 
duction gear 41 is a conventional type of 
worm gear mechanism for reducing the rate 
of revolution of a motor 42. 
A cam 43, (shown in light dotted lines), on 

the camshaft 35 engages a cam roller 44 on 
the rocker arm 27 to provideoscillating move 
ment for the rocker arm. It will now be seen 
that when the rocker arm 27 is moved down 
wardly by the cam 43 that the fork 29 will 
move the spindle upwardly and that when 
the cam 43 recedes from the rocker arm 27 
that the spindle 12 will slide downwardly 
under its own weight and will carry the 
rocker arm with it. 

For lifting the upper spindle, I provide a 
lever 45 fulcrumed on a bracket 46, secured to 
the post 11, extending through a fork 4 on 
the upper end of the spindle 14 and provided 

pin 48, which travels in slots 49 in the 
fork 47. . 
The end of the lever 45 opposite its fulcrum 

is connected by means of a link 50 to one arm 
of a lever 51 fulcrumed on a bracket 52 pro 
vided with a roller 53, engaging a cam 54 on 
the camshaft. The cam 54 is shown by a dot and dash line. 
The feed table includes a pair of guide 

channels 55, secured to an angle-iron bracket 
56, which is in turn secured to the post 11. 
Between the channels 55 is slidably mounted 
a feed plate 57, which is connected by means 
of a bracket 58 and an adjustable link 59 to a 
bell crank lever 60, which is fulcrumed at 61 
upon a bracket 62 secured to the base 10. The 
bell crank lever 60 is provided with a roller 
63, engaging a cam 64, (shown in broken 
lines), on the camshaft 35. A spring 65 is 
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connected at one end to the lever 60 and at its 
other end to the bracket 56. 
When the cam 64 raises the lever 60, the 

15 

feed plate will be retracted. When the cam 
moves away from the lever, the spring 65 will 
advance the feed plate. - 
The feed plate 57 slides upon a bed plate 

66, which is supported in the channels 55 as 
shown in Figure 9, secured in place by set 
screws 67, and removable for replacement. 
In this connection, it may be stated that the 
feed plate and bed plate will need occasional 
replacement for the reason that they cannot 
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be lubricated except by an occasional appli 
cation of gasoline to dissolve the accumulated 
rubber particles. Since the feed plate must 
slide upon the bed plate without lubrication, 130 
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the constant friction will ultimately wear 
these plates sufficiently so that they will have 
to be replaced. 
The bed plate 66 is long enough so as to 

extend beneath the magazine 72, and is pro 
vided with an opening 68 to receive the lower 
spindle head 16. w 
The blanks 18 are fed from the magazine 

2, the lower edge of which rests closely ad 
jacent the uppei surface of the feed plate 57. 
The feed plate is provided with a slot 3 at 
its forward end, having an enlargement 71 
shaped to fit the contour of the blank to be 
fed and positioned so that when the feed 
plate is in its retracted position, the biank will 
drop into the slot and onto the bed plate 68. 
(See Figure 6.) The cam 64 is provided with 
sufficient throw to move the feed plate from 
the position just mentioned to a position 
wherein the blank will be accurately centered 
on the working head 1. 
The prongs 710 (Figure 10) formed in the 

feed plate by the slot 73, are bent upwardly 
at their forward ends to provide fingers 11 
to engage the patch 18 after it has been low 
ered to the level of the feed plate after bevel 
ing, and to push it out of the machine. 
To this end, the forward portion of the slot, 

73, between the fingers 711, is narrower than 
the diameter of the patch. (See Figure 9.) 

Should the feed plate, in any way, get out 
of time with the rest of the machine, there 
would be a possibility of the plate being 
pushed against the cap 16 while the latter 

Since the diameter 
of the working head 17 must be slightly 
greater than the diameter of the blank 18, 
it would be possible for the prongs 710 of the 
feed plate to come into contact with the cap 
16 if it were as large in diameter as the work. 
ing head 17. In order to eliminate any 
possibility of jamming the machine, the cap 
j6 is reduced in diameter so as to be smaller 
than the width of the slot, and the head 17 
is formed as a relatively thin, annular rim 
formed on the cap 16. This rim is beveled 
somewhat so that if the fingers 711 should 
contact with it, they would simply push the 
head upwardly out of the Way. 
The advancing movement of the feed plate 

may be accurately controlled by a stop de 
vice including a lug. 74, secured to the feed 
plate and a set Screw 75, threaded there 
through and provided with a lock nut 76. 
The set screw 75 is adapted to engage a por 
tion of a bracket 77, which is secured to the 
guide channels 55 to support the channels. 
The bracket 77 in turn is supported by a 
blacket 78, in which is mounted the magazine 

The set screw 75 accurately limits the 
movement of the feed plate toward the spindle 
axis and the link 59 may be adjusted to corre 
spond. 

Rotation is given to the supporting spindle 
by means of a bevel pinion. 79, meshing with 

bearing 87. 

3. 

a bevel gear 80, carried by a drive shaft 81, 
journalled in a bracket 13 and a bearing 82, 
forming part of the bracket 28. ... 
A bevel gear 83 on the camshaft 35 drives 

a bevel pinion 84 on the shaft 81. 
The pinion 79 is splined to the spindle 21, 

as shown in Figure 5, allowing the spindle 
to slide. 
The grinding or buffing mechanism in 

cludes a wheel 85, mounted on a grinding 
wheel shaft 86, journalled in a high speed 

This bearing is of any con 
ventional type, such as the ball bearing 
variety. The bearing is secured by screws 
88 to a bracket 89 which supports a wheel 
housing 90. ' ' ... . 

Thus the wheel and wheel housing are 
mounted fixedly relative to each other. 
The wheel and housing are in turn mounted 

on a bracket 91, on which they may be ad 
justed in the direction of the axis of the 
wheel shaft. The bracket 91 is interposed be 
tween the housing bracket 89 and the bear 
ing 87, and the screws 88 pass through 
elongated openings 92 in the bracket 91. 
(Figure 4.) 
the brackets. 89 and 91 in fixed relation. 
By moving the wheel axially, it may be 

adjusted to cut blanks of varying diameters. 
Tilting of the wheel axis to varying angular 

positions, may be attained by the slotted con 
nection between the bearing bracket 91 and 
the sliding bracket 93 on which the bearing 
bracket is mounted. This slotted connection 
includes screws 94 extending through slots 
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Tightening the bolts 88 locks 
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95 in the bearing bracket 91 and into the 
sliding bracket 93. The angle at which the 
wheel cuts is adjusted by this angular ad 
justment of the wheel axis. - - - 

Vertical adjustment of the wheel 85 is ac 
complished by sliding the bracket 93 verti 
cally on a slide 96, on which it is slidably 
mounted. The slide 96 is secured to the post 
11 by a bracket 97, secured to the slide, and 
shown in Figure 2. 
A hand wheel 98 has a shaft. 99 journalled 

in a bearing 100 on the slide 96, and is 
threaded into an ear 101 on the bracket 93. 
Rotation of the hand wheel Will cause the 
bracket 93 to move vertically. 

Dust from the grinding wheel is removed 
by a blower 102, supported on the top of the 
post 11, connected to the wheel housing 90 
by a suction hose 103, and at its discharge end, 
to a porous bag 104, of the type employed 
in vacuum cleaners. 
Power for the wheel 85 is furnished by a 

motor 105, and transmitted by pulleys 106 
and 10 on the motor and wheel shafts re 
spectively, and a belt 108 connecting the pull 
leys. The pulleys are arranged to step up 
the speed of the motor several times, and 
the wheel speed, for the best results, is about 
3000 revolutions perminute. 
In the operation of the machine, the blanks 
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eries of wheel and blank are moving in oppo 

4 

tures of the machine, but at the 

are fed from the magazine 72 onto the feed 
plate 57, and as the plate attains its retracted 
position, one blank will drop into the slot 73 
of the plate. When the plate is advanced, 
the blank will be carried forwardly to the 
working head 16, the support spindle being 
at the time in its lowered position. As soon 
as the blank is positioned, the support spin 
dle will commence to elevate, proceeding rel 
atively rapidly, until the blank touches the 
wheel, and thence proceeding slowly until the 
grinding operation is finished. 
The length of time occupied by a complete 

cycle of movement of the various parts of 
the machine is about five seconds. The grind 
ing operation occupies approximately 34 of a 
cycle, or a little over three seconds. (Note 
the shape of the cam 43.) This time might 
be reduced by improvement of other fea 
appears to be necessary. - 
Considerable difficulty has been experi 

enced in grinding or buffing the corner of a 
iround blank held between two rotating spin 
dles. Due to its nature, the rubber has a tend 
ency to yield under the force of the grind 
ing wheel, and sometimes to be stretched from 
its proper position. Should the blank com 
mence to yield, it will be pushed out of posi 
tion and cut to ribbons by the wheel. 

have found that this difficulty occurs 
especially when the wheel and spindle are 
rotated in directions such that the periph 
site directions at the point of contact, and 
that by rotating them to move the periph 
eries in the same direction at the point of con 
tact, the machine may be made to operate suc 
cessfully. . 
Why this should be true, is not apparent, 

the fact having been discovered by experi 
ment. It may be due to the different angles 
at which the cutting force is applied to the 
uncut portions of blanks rotated in opposite 
directions. M 

The hold-down spindle is timed to descend 
just after the blank has been positioned, and 
to grip the blank just before the Support 
spindle commences to rise. The descent of 
the lever 45 allows the upper spindle to de 
scend, and the lever then remains down while 
the upper spindle is pushed upwardly by the 

s 5 
rising support spindle. Before the finish of 
the working operation however, the lever 45 

5 rises, stopping at a position short of where it 
would engage the upper spindle, catching 
the upper spindle as it descends with the lower spindle, and holding it in the position 
where it is caught until the next blank is in 60 place on the working face 17, when it again 
allows the hold-down spindle to descend to 
engage the blank. - 
Thus the 

wardly between the spindles, until it has been 
5 removed from the immediate vicinity of the 

present time. 

form other duties. 

patch is carried forcibly down 
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wheel 85. This is important, as the air cur 
rent created by the rapidly revolving periph 
ery of the wheel tends to move the patch 
away from its centered position, and the suc 
tion from the blower has a tendency to hold 
the patch near the wheel. 
This latter difficulty has caused much 

trouble in the operation of the machine. It 
has been found however, that by reducing 
the speed of the wheel from 10,000 R. P. M., 
the speed originally given it, to about 3000 
R. P. M., that the objection is eliminated. 
Simultaneously with the pushing of a fin 

ished patch from the machine, a new blank 
of rubber is positioned over the working head 
17 by the feed plate. The cycle of operations 
already described is then repeated. 
The distance between the enlargement 71 

and the fingers 711 is such that there can be 
no contact between the finished patch and 
the blank and thus no danger of one becom 
ing wedged upon the other. In experiment 
ing with this machine, I previously used the 
contact between the edge of the new blank 
and the edge of the finished patch to push the 
finished patch from the machine. Extreme 
difficulty was encountered with the jamming 
of the blanks in the machine, and it was nec 
essary each time that a pair of blanks be 
came jammed to stop the machine and pr 
them loose before it could be continued. 
This required the constant care of an opera 
tor and whereas originally a single machine 
Would occupy the entire attention of one 
workman, with the machine in its preferred 
form as herein described, it is possible for 
one workman to watch a half a dozen ma 
chines and still have plenty of time to per 
In order to counterbalance the strong pull 

of the Spring 65, I provide a brake including 
a lever 151, pivoted at 152 on a bracket 153 
secured to the post 11 and provided with a 
roller 154 riding upon a cam 155, shown in 
heavy dotted lines, and urged against the 
cam by a spring 156 which is so adjusted 
that when the roller 154 is riding on the low 
portion of the cam, there is practically no 
pressure against the cam, whereas, while the 
roller is riding up the incline from the low 
to the high portion of the cam, the spring 156 
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will strongly resist the forward movement of the shaft 35. 
- The cam 155 is so timed with the other cams 
that this resistance to the forward rotation 
of the shaft 35 occurs simultaneously with 
the descent of the roller 63 from the high por 
tion to the low portion of the cam 64. With 
out the retarding action of the brake, this 
descent of the roller 63 on the cam 64 would 
cause the shaft 35 to jerk ahead rapidly to 
take up all of the slack in the various gears 
between the cam shaft and the motor 42. 
This jerking movement is undesirable since 
it advances the feed plate too rapidly and 30 
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tends to disintegrate the machine much more 
rapidly than is necessary. The retarding ac 
tion of the brake solves this problem. 
The adjustment of the wheel 85 makes it 

possible to cut patches having bevels of vary: 
ing pitch, and varying depth, and to cut 
patches of varying diameters. . - It may be noted that my machine is adapt: 
edito automatically handle a circular blank of 
rubber, taking it from a magazine and de 
positing it in a receptacle after working upon 
it. a . - 

As far as I am aware, no one has ever be: 
fore demonstrated that a circular blank of 
rubber may be given a beveled edge by means of a buffing or grinding operation, and Icon 
sider it to be part of my invention to have 
discovered and demonstrated a successful process embodying this principle. 
My invention is applicable 

patches as well as tube patches, . 
It is desirable that the blanks be rotated 

several times during each cycle of movement. 
of the machine, in order that each blank may 
turn upon its axis several times during the single buffing operation involving it, and 

to casing 

to this end, the speed of rotation of the spin 

35 

45 

50 

55 

60 

dle 12 is stepped up over that of the can 
shaft, by means of the gears 79,80, 88, and 
84. - Suction between the patch and the working 
head 20 is dispelled by grooves 160 in the head 
The arrangement of the reduction gear 41, 

the motor 42, the camshaft.85, and the post 
11, is such that a square base of relatively 
small dimensions will accommodate them. 
This is due to the arrangement in the form of 
a square, and this arrangement is also ideal 
for the proper co-ordination of the cam-op 
erated devices and the working spindles. 
Some changes may be made in the construc 

tion and arrangement of the parts of my in 
vention without departing from the real 
spirit and purpose of my invention, and it is 
my intention to cover by my claims any modi 
fied forms of structure or use of mechanical 
equivalents, which may be reasonably in 
cluded within their scope. 
I claim as my invention: . 1. In a machine for beveling rubber blanks, 

agrinding wheel, a pair of spindles adapted 
to carry between them a blank to be beveled, 
to and from the wheel, a feed plate, guides 
in which said feed plate is slidably mounted 
for movement transverse to the axes of the 
spindles, a magazine to hold rubber blanks, 
positioned vertically over the feed plate, its 
lower end open and closely adjacent the plate, 
a recess in the feed plate to receive a blank, 
a bed plate under the feed plate to support 
a blank, the spindles being positioned verti 
cally and the lower one having a working 
face adapted to register with the bed plate, 
means to advance the feed plate while the 

lower spindle is in that position, a spring to 
urge the upper spindle against the blank, 
means to check downward movement of the 
upper spindle during positioning of the 
blank on the working face, and means to 
raise the lower spindle, and with it, the blank 

5 

70 

and upper spindle, against the action of the 
Spring. - 2. A machine for beveling tire patch 
blanks comprising a rotatable supporting 
spindle, a rotatable hold-down spindle, a feed. 
plate slidable transversely of said spindles, 
individually controlled means for elevating 
the supporting spindle, for elevating the hold 
down spindle, and for sliding the feed plate, 
comprising levers connected to the respective 
spindles and plate, and means for control 
ling said means, comprising a motor, a re 
duction gearing device driven by the motor, 
a slow speed shaft driven by the reduction 
gearing device, separate cams on said shaft 
for engaging the levers, and ascending ratio 
gearing connecting the shaft with the sup 
porting spindle to transmit rotating move 
ment thereto. 

3. In a machine for beveling rubber blanks, 
a grinding wheel, a pair of spindles adapted 
to carry between them, to and from the wheel, 
a blank to be beveled, said spindles beingpo 
sitioned vertically and the lower one having 
a working face positioned in a horizontal 
plane, a feed table positioned horizontally 
and adjacent the lower spindle, means to 
move the lower spindle so that its working 
face passes the level of the feed table, and 
means to slide ablank from the working ta 
ble onto the working face of the spindle. 

; 4. In a machine for beveling rubber blanks, 

75 

80 

85 

90. 

95 

00 

a grinding wheel, a pair of spindles adapted 
to carry between them, to and from the wheel, 
a blank to be beveled, said spindles being po 
sitioned vertically and the lower one having 
a working face positioned in a horizontal plane, a feed table positioned horizontally 
and adjacent the lower spindle, means to move 
the lower spindle so that its working face 

105 

110 

passes the level of the feed table, and means 
to slide a blank from the working table onto 
the working face of the spindle, said means 
for sliding the blank being adapted, at its 
limit of movement in one direction, to posi 

115 

tion the blank substantially co-axial with the 
spindles. . . . . . 

5. In a machine for beveling rubber blanks, 
a grinding wheel, a pair of spindles adapted 
to carry between them, to and from the wheel, 

120 

ablank to be beveled, said spindles beingpo 
sitioned vertically and the lower one having 
a working face positioned in a horizontal 
plane, a feed table positioned horizontally 
and adjacent the lower spindle, means to move 
the lower spindle so that its working face 
passes the level of the feed table, means to 
slide a blank from the working table onto the 
working face of the spindle, and means for 

25 
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moving the upper spindle into engagement 
with the blank after the latter has been posi tioned on the working face. 

5 

O 

6. In a machine for beveling rubber 
blanks, a grinding wheel, a pair of spindles 
adapted to carry between them, to and from 
the wheel, a blank to be beveled, said spindles 
being positioned vertically and the lower one 
being provided with a horizontal working 

to face at its upper end, means to support and 
carry a blank of material in a horizontal di 
rection and thence to slide said blank upon 
the horizontal working face of the lower. 

- a . 

5 
spindle, means to move the lower spindle up 
wardly so that its working face approaches 
the means for moving the blank horizontal 
ly at the time when the blank is close to the spindle. . . . . . . . w 

7. In a machine for beveling rubber 
blanks, a grinding wheel, a pair of spindles 
adapted to carry between them, to and from 
the wheel, a blank to be beveled, said spindles 
being positioned vertically and the lower one 
having a working face positioned in a hori 
Zontal plane, a feed table positioned hori 
Zontally and adjacent the lower spindle, 
means to move the lower spindle so that its 

-35 

working face passes the level of the feed ta 
ble, means to slide a blank from the working 
table onto the working face of the spindle, 
and a magazine to hold the blanks, posi 
tioned vertically over the feed table, its lower 
end open and closely adjacent the table. . . 

8. In a machine for beveling rubber blanks, a grinding wheel, a pair of spindles adapted 
to carry between them, to and from the wheel, 
a blank to be beveled, a feed table positioned 
horizontally and adjacent the lower spindle, 
a feed plate mounted thereon for reciprocat 
ing movement in a horizontal direction, said 
plate being provided at its forward end with 
a forwardly opening recess to receive a blank, 
means for giving movement to the plate such 
as to slide the blank upon the working face 
of the lower spindle, the side edges of the re 
cess serving to position the blank laterally 
and the rear edge of the recess serving to 
push the blank and to position it in the direc 
tion offeeding movement on the working face 
of the lower spindle, and means for moving 
the lower spindle to bring the working face 
near the level of the table at the same time 
that the blank is fed beyond the table by the 
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feed plate. . . . . . . . . . . 

9. In combination, a spindlemovable axial 
ly to carry a blank to a working tool, a feed 
plate positioned in a plane perpendicular to 
the axis of the spindle and slidable on an axis intersecting the spindle, said plate being pro 
vided with an open ended slot positioned to 
receive the spindle and provided at its closed 
end with an enlargement to receive a blank, 
the width of the narrower portion of the slot 
being less than the diameter of a blank and 
the forward ends of the plate portions sep 
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arated by said slot serving to push away 
from the spindle a blank which has been worked upon. . . 

10. In a machine for beveling rubber 
blanks, a g; wheel, a spindle movable axially an 
ry a blank to the wheel, a feed plate posi 
tioned perpendicularly to the axis of the 
spindle and slidable on an axis intersecting 
the spindle, said plate being provided with 
an open ended slot positioned to receive the 
spindle and provided at its closed end with 
an enlargement to receive a blank, the nar 
rower portion of the slot being of less width 
than the diameter of a blank, the working 
head of the spindle being of greater diameter 
than said narrower slot portion, and the 
spindle adjacent said working head being of 
less diameter than the said slot portion. 

11. In a machine for beveling rubber 
blanks, a spindle movable axially to carry a 

including a working head, to car 70 
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blank to a working tool, a feed plate slidable longitudinally in a plane perpendicular to 
the axis of the spindle and provided with an 
open ended slot positioned to receive the 
Spindle, having at its closed end an enlarge 
ment to receive a blank, and forming in the 
end of the feed plate a pair of projecting, 
spaced prongs, the forward ends of said 
prongs being built at right angles to the 
plane of the plate to form kick-off fingers, 
and the spindle having a working head of 
greater diameter than the slot attached to a 
neck of reduced diameter small enough to be 
freely received in the narrower portion of 
said slot. . . . . . . . 

12. In combination, a feeding assembly for 
relatively thin, flat blanks comprising a feed 
table positioned horizontally, a feed plate of 
substantially the same thickness as a blank 
slidable upon said table and provided with 
an open ended slot to receive a blank, the 
mouth of the magazine being positioned close 
to the upper surface of the blank where the 
rear extremity of the slot in its rearward po 
sition of movement will substantially regis 
ter with the mouth of the magazine, and a 
spindlemovable axially in a direction perpen 
dicular to the plane of the feed table and 
through the slot in the forward position of 
movement of the slot. 

13. In combination, a work feeding assem 
bly including a support, a pair of channeled 
guides secured thereon, a bed plate having its 
edges received in the grooves of said chan 
neled guides and secured therein, and a feed 
plate slidably mounted upon said bed plate 
with its edges slidable in said grooves. 

14. in a rubber patch beveling machine a 
grinding wheel, a pair of spindles including 
an upper and lower spindle adapted to carry 
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between them a rubber blank to be beveled, 
to and from the wheel, means for feeding both 
the spindles to the wheel and part way from 
the wheel comprising levered means adapted 3. 
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to force the lower spindle against the upper 
spindle, the upper spindle including a 
spring, said spring serving to force the upper 
spindle against the blank and secure the 
blank between the spindles, and means to 
arrest the movement of upper spindle away 
from the wheel to release the blank, said 
means comprising a cam-controlled element 
having a lost motion connection with the 
other spindle. 
Signed at Sioux City, Iowa, this 14th day 

of March, 1931. 
CLARENCE E. DUNLAP. 


