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UNITED STATES PATENT OFFICE. 
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To all whom it may concern: 
Beit known that I, HARRY J. SEVEL, a citi 

zen of the United States of America, resid 
ing at 237 Carothers avenue, Glendale, in 
the county of Allegheny and State of Penn 
Sylvania, have invented certain new and use 
ful improvements in Methods of and Appa 
ratus for Forming Self-Lubricating Bear 
ings, of which the following is a specifica tion. 
This invention relates to a method of and 

apparatus for forming self-lubricating bear S. 

has heretofore been proposed to form 
bearings of Babbitt or other metals and to incorporate therein, inserts of graphite or 
other lubrcating material to thereby render the bearing self-lubricating. 
The present invention relates more par 

ticularly to an improved method and appa 
ratus for forming bearings of this nature. 
Further objects and advantages of the in 

vention will be set forth in the detailed 
description which now follows: 
In the accompanying drawings: Figure 1 

is a side view of a bearing at one end of 
the connecting rod with the end of the con 
necting rod partly broken away; Fig. 2 
is a perspective view of a half-bearing 
adapted for use in many locations; Fig. 3 
is a plan view of the mold and the core with 
the several parts in assembled position; 
Fig. 4 is a vertical sectional view through 
the structure shown in Fig. 3; Fig. 5 is a 
detail perspective view of the core; Fig. 6 
is a side view, and Fig. 7 is a plan view of 
the base of the mold; Fig. 8 is a perspective 
view of one of the graphite inserts; Fig. 9 
is a view similar to Fig. 3 but showing the 
manner in which a half-bearing is formed. 

Like numerals designate corresponding parts in all of the figures of the drawing. 
The apparatus, employed in forming a 

bearing in accordance with my improved 
method consists of a core 5 and a mold which comprises a base 6 and separable halves 7 
and 8. The core 5 may taper slightly toward 
its upper end and it is provided with any de 
sirable number of longitudinally extending 
dove-tailed recesses 9. These recesses receive 
the dove-tailed ribs 10 of lubricating inserts 
11 preferably formed in blocks shaped as 
shown in Fig. 8. These inserts comprise 
dove-tailed body portions 12 which, when 
the core 5 is placed in the position illus 
trated in Fig. 4, project into the space be 
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tween the outer face of the core and the 
inner face of the mold sections 7 and 8. It 
is to be noted that the base 6 is provided 
with a central opening 13 to receive the ta- 8 
pered end 14 of the core 5. The base is also 
provided with an up-standing boss 15 which 
is embraced by the mold sections 7 and 8 
and by which the mold sections are held in 
centered and spaced relation to the core 5. 
The mold sections are clamped together by 
any suitable fastening devices such as nuts 
and bolts indicated at 16. The material such 
as Babbitt metal in a molten state is poured 
into the space between the outer face of the 
core and the inner face of the mold sections 
and closely engages the dove-tailed body 
portions 12 of the inserts 11. The Babbitt 
metal is indicated at 17 in Figs. 1 and 4. 
There are two principal forms of bearings 
in use. One of these forms is illustrated in 
Fig. 1, and in this form the Babbitt metal 
17 containing the inserts 11 is clamped be 
tween the halves 18 and 19 of the bearing 
end of a connecting rod and these halves 
18 and 19 have flanges, one of which is indi 
cated at 20, which overlap the ends of the 
Babbitt metal 17. Therefore in this form of 
bearing the inserts 11 may be formed to ex 
tend to the end of the Babbitt metal. An 
other form of bearing commonly employed 
is that illustrated in Fig. 2 wherein the Bab 
bitt metal 17 is itself provided with flanges 
17 and in making a bearing of this type I preferably make the blocks shown in Fig. 8 
of such length that the inserts 11 terminate 
short of the ends of the Babbitt metal. After 
the bearing has been cast the mold sections 7 
and 8 are removed and the core 5 is with 
drawn from the bearing. This leaves the ribs 
10 projecting into the bore that is to receive' 
the shaft and to remove these ribs I pass a 
drill of the proper size through said bore to 
cut away these ribs and bring the surfaces 
of the inserts flush with the bearing surface 
of the Babbitt metal, as illustrated in Figs. 1 
and 2. . t 
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It is to be understood that the number of . 
inserts and their size with relation to the 
diameter of the bearing may be varied at 
will, because in the case of heavy duty, 
slowly moving engines, it is desirable to 
have more bearing surface of Babbitt metal 
and fewer inserts than in the case of high 
speed engines where the load is compara 
tively light. In the latter case less bearing 
surface and more lubricating surface is de 
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sired. Fig. 9 shows a constriction adapted 
to form a half bearing. In this case only one 
of the mold sections, here designated as 7, 
is employed, together with a semi-circular 
core 5. The open side of the mold section 
is closed by a plate 5', otherwise the opera 

shown in Fig. 2, for the purpose of prevent 

s 
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tion is the same as that hereinbefore set 
forth. 

I extend the ribs 10 of inserts 11 beyond 
the body portions 12 of the inserts, as in 
Fig. 8, when forming bearings like those 
ing the 3abbitt metal from entering and fill 
ing the grooves of the core. 

it is to be understood that the invention 
is not limited to the precise construction set 
forth hit that it is ci; it is within its purview 
such changes as fairly C. me within the scope 
of the appended cl: i: ' , because as far as i 
know am the first to employ a core pro 
vided with means for detachably supporting 
lubricating inserts of this nature. 
Having described iny invention, what 

clain is: 
l. The herein described method of casting 

a lie; ring with tabricating inserts which 
coinsists of supporting the lubricating in 
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serts slidably ilpon a cut'e within a mold, 
casting the metal of the bearing about sai. 
inserts, withdrawing the core and leaving 
the parts of the inserts which were engage? 
with said core projecting into the bore of 
the bearing and then cutting said projecting 
parts off flush with the bearing face of the 
bearing. 2. An appal'atus for forming bearings 
with lubricating inserts which consists of 
mold parts, a core and means for supporting 
said core centrally within said mold parts, 
said core having longitudinally extending 
grooves foi'ited in its outer face and which 
grooves extend to one end of said core. 3. An apparatus for foiming bearings 
with lubricating inserts which consists of 
mold parts, a core and means for supporting 
said core centrally within said mold parts, 
said core having longitudinally extending 
dove-tailed grooves formed in its outer face 
and which (love-tailed grooves extend to one 
end of said core. 

in testimony whereof affix ny signature 
in presence of two witnesses, 

IARRY J. SEWE, 
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