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OFFICE.

ANDREW W. ROGERS AND SIDNEY W. WINSLOW, OF BEVERLY, MASSACHU-
SETTS, ASSIGNORS TO SIDNEY W. WINSLOW, TRUSTEE, OF SAME PLACE.

METHOD OF MAKING ABRASIVE PAD-COVERS FOR BUFFING-MACHINES.

S?EGIFIMTION forming part of Letters Patent No. 626,301, dated June 6, 1899,

Application filed March 7, 1894, Serial No. 502,673,

(No model))

170 wll whom it may concern:

Be it known that we, ANDREW W. ROGERS
and SIDNEY V. W’NSLOW of Beverly, county
of HEssex, State of Nlassachusetts have in-
vented an Improvement in Methods of Mak-
ing Abrasive Pad - Covers for Buffing - Ma-
chmes of which the following dE‘SLleDIOH in
conmection with the accompanying drawings,
is a specification, like letters on the drawings
rep1 esenting like parts.

- Our 111V8Ht1011 relates to a method of mak-
ing abrasive covers for pads of buffing-ma-
chines for buffing the soles of boots and
shoes—such, for example, as shown in Patent
to Winslow and Kifield, No. 221,647, dated
November 11, 1879.

The pr esent invention consists in a method
of making an abrasive cover having a cir-
cular Workmﬂ' face and marginal att:;uohmﬂF
portion mtended to overlie a portion of the
pad or foot on which the abrasive cover is
used in the machine, said cover being molded
so that the angle or fold between the working
face and the ovellym portion is pr opelly
curved to correspond with the shape of the pe-
riphery of the pad or foot.

In another application, Serial No. 470,921,
filed by us April 18,1893, we have shown and
described a method of producm an abrasive
pad -cover of the kind just speelﬁed ¢on-
sisting, essentially, in yieldingly holding a
flat blank around the margin thereof and

stretching and expanding the middle portion .

|

of the blank within the margin so held, by

which operation the periphery S of the 0110'111&1
blank is contracted while the part within the
margin is stretched and folded.

The method forming the subject of the pres-
ent invention differs f10m that shown in the
‘Lppheatmn Just referred to in that the por-
tion of the blank that is to form the working
face is not materially stretched, but remains
substantially in the original condition of the

material of which the blank is composed,
while the marginal portion is by a molding
operation tumed in over the working face,
and 1ts condition is so changed by stletchmﬂ'
in some parts and eontraetmn‘ in others as

to produce a substantially smooth inturned
flange or attaching portion, while the fold at

i'_

1

‘be used. This result is attained by forcing

| the junction of said attaching portion with |

the periphery of the working face is molded
to circular form to eones,p()nd with the pe-
riphery of the pad upon which the cover is to

55
the marginal portions of the blank while in a -

tempeled condition and while restrained or
subjected to yielding resistance inward over

a former applied to and corresponding in size
and shape with the working face of the pad- 6o
cover, the blank thus bemﬂ* stretched into
conf(n mity with the per 1phely of the former

at the fold between the working face and the
inturned flange or overlying a,ttachmfr por-
tion and the said inturned portion bemn‘ in 653
part stretched and in part contracted, so as

to lie substantially smooth and without plaits

or folds over the working face.

Figure 1 is a plan view of a blank of the
kind preferably used for producing an abra- 7o
sive pad-cover by the method forming the
subject of this invention; Fig. 2, a plan view
of thefinished pad-cover; Fig. 3, a transverse
section thereof on line x «; le 4, a sectional
elevation illustrating the blank and agencies %5
that act thereon in carrying out this process
In the condition assumed at the beginning of
the action on the flat blank; Fig. 5, a similar
sectional view showing the agencies in the
condition assumed after the operation is be- 8o
gun and when the blank has been prepared

to have its marginal pmtious folded in and
over the former

Fig. 6, a similar view show-
ing the agencies in the condition assumed
near the end of the folding operation.

‘T'he blank a, Fig. 1, of any suitable mate-
rial, preferably commercial emery-cloth, may
be of any suitable size and shape and is pref-
erably a square in shape, slightly larger that

35

the working face, the relative size and shape go

of which are indicated by the dotted circle,

Fig. 1. 'This blank has its marginal por tion

outside of the dotted circle shown in Kig.1 .

sultably tempered or softened by moisture,

so that 1t is capable of stretching and con- gg

tracting under the forces applied toitin carry-

Ing outthe process, as witll be described. The
said blank ¢ is laid upon asuitable sapport,
(shown as abed b,) having a circular recess or

| depression 6 of the size of the circular work- 100
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- e, which is a circular disk, shown as made of-
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- the bed, as shown in Fig. 5.
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ing face of the
4, and the tempered marginal portion, which
lies around the said opening 0%, is yieldingly
held to or clamped upon the bed b by a clamp-
ing member ¢, herein shown as an annular
wewht which rests upon and thus holds the
marginal portion of the blank between it and

be drawn out from between the ola,mp and

bed if sufficient force is applied to do so.

For convenience the bed is provided with a
centering-pin d, that passes through a cen-

tral perfomtlon in the blank, so as 5o insure

holding it in the right pOSIthIl and upon the
centml portion of the blank is laid the former

separate pleces to facilitate its removal from
the cover after the marginal portion has been

properly stretched and folded over the top

of said former, so as to practically inclose
said former between the working face and
the said marginal portion. After the former

has thus been applied upon the working face

of the blank the said former, togethel with
the central portion or WOI‘klI]U‘ face of the
blank, is depressed into the recess b? of the
bed by any suitable means—such, for exam-

ple, as the plunger f—sufficiently to bring the

former slightly below the level of the t0p of

In this opera-
tion a portion of the blank a immediately ad-

“jacent to the periphery of the working face
is turned up at right angles to the Workmg |

face, as shown at aﬁ I‘m 5, and the angular

. Jl‘llthlOIl with the perlphery of the workmn‘

_40

face is molded to the circular periphery of 'pmcess or method of making the blanks-and

the former e. This operatlon draws the mar-
ginal portion of the blank a inward a short
'dlstance between the bed and the clamp ¢, as
showninFig. 5. Ayielding cushion bg—_such

for example, as a disk of rubber——qs prowded

ab the bottom of the recess 0° to properly

45
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~upper surface of the former e. |
portion of the blank is now folded and laid

55

60

~thereof and Jusb above .the former e.

limit this first stretching or molding operation

upon the marginal pmtmn of the blank, al-
though such cushlou 18 not essential to the
practice of the invention. The die or plunger
fis then removed and a clamping device
(shown as a weight c¢?) is placed within the
clamp ¢, and at thls time it lies upon the

The m ‘;Lrﬂ'ma,l

smoothly over the uppersurface of the former
by any suitable means—such, for example,
as the folding devices ¢, whlch are moved
mdmlly 111W&1d through suitable guideways
in the bed 0, just below the upper surface
As
these folders begin their movement from the
position shown in Ifig. 5, where their inner
ends just coincide with the side walls of the

‘recess 0%, they first act upon the portion a*

of the bl.:mk that stands at right angles to
the periphery of the former fmd carry it

finished pad, as shown in Fig. |

sure of the clamp ¢, so that the material is
stretched and slips or draws off over the in-

ner ends of the folders, and is thus stretched

‘and laid smoothly over the upper surface ot

the former e. As soon as the ends of the
folding devices g have advanced inward a

| .short distance they engage with the edges.of
the bed in such manner that the marginal

portion is restrained from movement, butcan

the inner elamp ¢, whleh edges are shown as
beveled, so that as soon as the folders have
adva,nced a short distance they lift the clamp
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¢, which now rests upon theouteror unfolded -

part of the margin of the blank, as shown in
Ifig. 6, and thus continue the 16133.1 ding or re-
Stlammﬂ' effect of the clamp ¢, so that the
niar n*ma,l part eontinues to draw off over the
ends of the folders and to be stretched and
smoothed thereby until they are finally car-
ried in-as far as required, this operation be-
ing illustrated in Fig. 6. At the end of ‘the

mward movement of the folders the whole or .

substantially the whole of the marginal por-
tion of the blank has been laid smoothly and
evenl} over the top of the former e, and is
held in flat smooth condition between the top
of the former and the under face of the fold-
ers g, and when the operation is completed
the parts may be left for a while to permit
the tempered marginal portion tosetorstiffen,

after which the clamps ¢ ¢® may be removed

the folders withdrawn, and the former, wﬂsh
the cover properly molded upon it, 1emoved

and when the cover has tholoun'hlv seb 13]16

former may be taken out wﬂhout any distor-

tion .of the cover by removing it piece at a
time.

The present invention rela,tes Solely to the

is not dependent upon or 11m1ted to any spe-
cific appliances for carrying it out, and it is
obviousthatthe herein-desecribed method may
be carried out by other means than those
hereinindicated, the mechanical construction
of which is not fully shown and is not herein
claimed. Complete and suitable mechanism
embodied in an or g‘a,nl?ed machine for pro-

ducing pad-covers in accordance with the

method forming the subject of the present
invention will f01 m the subject of future ap-
plications for Letters Patent.

- The processforming the subject of the p1 es-
ent invention mvolves the same prlnclple of
operation as that shown and described in our
former application and embodies the inven-
tion of that appheamon at least so far asone
step of that process is concerned—namely,
that of first molding a marginal portion at
right angles to a cu’eular part within salid mar-
oin; but it differs from that processin.the spe-
01ﬁc manner of performing the said step in
the following particulars: In the method set
forth in sm:d former apphcati,on a part of the
middle of the blank of less size than the work-
ing face of the finished article was subjected
to pressure by a plunger, while the marginal

1nward over the upper surface of the former, | part was restrained, this resulting in stretch-
this movement of the marginal part of the

b]ank being retarded -by the holdmn* pres-

ing the middle part of the blank and contract-
ing the marginal portion, and after this
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stretching and contraction had taken place
the stretehed pmt was re-formed b}? later al

and an overlylnn ﬂ:;mﬂe the 1113’[{311&1 of WhlGh

working face had been sub]ected to tension

or subsmntml stretching action in its produec-
tion. -

In the method forming the subject of the
present application the blank has a portion

of a size equal to the working face subjected

to pressure, which simply moves that portion

out of line with the marginal part, which is re-

strained during this movement, thus stretch-

ing and f{)rmlnw the margin without produc-

ing substantial ch*‘mﬂ‘e in the central part or
5ubmctmn it 1o tenmle strain sufficient to
stretch 1t a material amount.

While in the present application the cen-
tral part or working face is shown as left flat,
itisobvious that it ml“ht beslightly convexed
by using a former 11&1?111 o aconvex under sur-
face. Such convexing, however would not
nntermlly stretch the material and might be
t softening or tempeﬂnﬂ the
he blank, which thus may re-

(,entml part of -
tain %ubsmntml

k

yitsoriginal textureand con- |

dition. This ig of admntan"e as the working
face is more durable and eﬂl@lent as an a,bm-
sive agent when in the condition of the origi-

nal blank than it is after being softened or
and

tempered and subjected to stretchm
molding action.
We clmm—-

That improvement in the art or method of '

making abrasive covers for buffing-machine
pads which consists in molding the marginal
portion of a flat blank to a D051t1011 at 1‘10‘}113
angles to the central portion without substam
tlally stretching said central portion, and then

contracting said marginal portion to a posi-

tion ovellvmg and substmltmlly parallel with

- the central unstretched portion, substantially

as and for the purpose described.

In testimony whereof we have signed our
names to this specification in the presence of
two subseribing witnesses.

ANDREW W. ROGERS.
SIDNEY W. WINSLOW.

Witnesses:
J0S. P. LIVERMORE,
JAS, J. MALONEY.
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