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UNITED STTES

1,907,961

PATENT .FFICE

ALBERT M GUILLET OF GI-TARLGTTE NORTI—I CAROLII"TA

METHOD OF JOINIHCT EECTISHE

GF RGMI}E% '"‘OEIETHER.

Applmatmn ﬁled September 20 193{) S&llal Tio 483 1::-*—1

Thls 111Vent10n relates to an 1mp1*0ved

method of forming an mterchaugeable bear-

ing or roller neck in the rolls for spinning section, of my micrometer. shown mn the hft

h @11 d coz“ner of I igure 1

.f:t ames, roving frames, and the like, and re- B
shows a completed 1'011 prepared 55;

lates. toa method of bemng out and interiorly

threading the end portions of the rolls in 1

- sueh a.manner as to insure that the length of

- N | 10

lenﬁth from the central bear'
one- 101181 neck to. the center of the: bearmﬂ -

the: mlls when assembled shall

ng portion of

~ portion of the next adjacent 1‘01161" neck, re-

oardless of the lenﬂ'th of the umus or: rolls o

- fthun selves within, glven limits.

- Heretofore, in the repair of rolls for spin-
ning frames, roving frames and the like when
the ]OLII‘IIELI or roller necks- become worn to

the extent of requiring new necks or when
‘the ﬁttlng consrstmg of a

- tion- fitting

a square ‘male por-
mto a female square becomes

worn, one method of repair has been. the

iol*mmg of a.new square, cutting off the old

journal at its junction. with the roll, boring

out the roll and fitting a new. ]ournal into

o
: .c:‘t

the bore in said roll, and in this way.: it often

happens that the 1ength of the rolls vary from

- the center of one. journal portion to another,

and in case said rolls.are repaired accordmﬂ

 to. the teachings of my Patent Number

1,659,261, issued on February _
are no means Whereby the: lenﬂ‘th from tne

14 1928 them

“central point of one roﬂer neck to the central

L ob

- will operate in the same manner, or better, as

and it is an obJect of my new and 111'1];1*0%{1
method to insure

uniform, and also that the. completed rolls

new rolls, it being one of the ob]pcts of m
mventmn to. apply this methed to the forma—-

 tion of new I‘OHS as well as to the repalr of

old rclls

“Some of the ob]eets (}f my mventmn hav—-_
ing been stated, other objects will appear as

' the description proceeds,, when taken 1n con-

nection with. the aCCOmp&HYan‘ drawmgs, n

which— _
 Figurel] isa 51de, elevatmn of a turret lathe
o -'_"_used in connection with my method ;. '

I‘:Lgure 2 is a longitudinal croas-&ectmual

view taken; through the upper central por-"

tion- of Flgure 1

be of a given

mounted
~hand wheel 13,
point of the other roller neck will be umform

‘that the length shall be

I lgme 3is a me view ot the turret
Figure 4 is a.s1de elevation, partly In. cross

gure 5
in, accomance with my method ;.

I‘wm 6 shows the second: step 111 tﬂe Gp-

er atlon of preparing the end of a new roll

1 acmrdanee with my 1111p1‘oved method ;

R0 igure 7 sbm VS ti e ﬂm d stem 1n prepwrlnﬂ' m |

new 1"0118

Ifigure 8. sh ows the fou th step n prepar '
1ng new rolls; -

T oure 9 snowss the. ﬁith step 1n preparmg
new .L(Jl].s '

- jﬂlgure 10 shows. the sus.th step in prepar
ing new rolls; '

I‘lgure 11 %hows the %eventh step 1n pre-
*mlmﬂ new rolls; © |
Flfrure 12 shows the elﬂ’hbh a—md ast Step m

ﬁﬁ .'

in my improved method;

Figure 13 shows a complete ]oumal fmd

portions of adjoining 1"0118

Referring more pm ticularly to the dlaw- '

INgs the. NUMerai. 10 indicates the main frame- %
work of a conventional turret lathe employed
1 carrying ous. my p,wef:: s of joining roils

wfid ‘other articles together, which turret
lathe has a turret 11 rotatably and slidably -
on the portion 12 controlled by a 80
s‘ud turret being &d]usted

a3 to- the ¢ toppmo point of the various im-

pilements by means 01 the adjusting mecha-

nism 14 comipr mm& a plumhtgr of controls 15,
This turret Iathe has an upstanding por- gs

tmn 16 with a cutter member 17 thereon for

y cuiting off the end of the object before com-

li,ilulllﬂ' an Gpﬂmwon 1t deswad which is
cammﬂed by ‘Lﬂ L Wh@ﬂl A housmﬂ indi-
cated by uhe reference character 19 has the a0
mechanism housed: therein illustrated in Fig-

ure 2 and hand levers 20' and 21 are used for
contr 01111*0* the operation of the mechanism.
This tur ret lathe has a conventional shaft 24 P
- projecting therefrom with notches 25 therein. 95

In the housing 19 a conventional spindle

_.00 is mounted and adapted to be rotated by
‘means of & gear wheel 51 and within this
-5pmdle 50 is. moumed a sleeve 52, said sleeve

;m_nﬂ* secured on 011e end thereof A collet 100



-~ ber 55 which has

10

or chuck 53 for hmdmg a roll 54 end on the
other end of this sleeve is secured a mem-
pivoted levers 56 therein

with a roller 57 in one end thereof and the
other end of these pivoted levers 56 is adapted

to have engagement with the spindle 50 to
move the sleeve 52 with relation to the epm-
dle 50 to grip the roll 54. |

The rollers 57 are adapted to work in cir-

cumferential grooves 58 and in groove 59 of

“member 60 smteble means (not. ehewn) are

- 15

20

which has a
‘along the notches 25 zmd this cu

provided for moving members 60 along the -

spindle 50, the member 60 bemg adapted to
rotate Wlth the spindle 50 by means of hav-
ing a groove therein meshing with key 61.
The sleeve 52 is also adapted to accommo-
date a rod 62 in one end thereof to fit against

the roll 54 and the other end thereof 1s edept- |

ed to press against the live center 38.
On shaft 04 is adjustably mounted cuff 26
pin 27 for adjusting the same

26 has
luﬂ"e 98 and 29 thereon in which is mounted

o pin 80 and on this pin 30 1s pivotally
mounted lugs 31 and 32 projecting from cas-

Ing member 33 in which is r otatably mounted

a Live center member 34 which is interiorly

threaded as at 35 and has thrust bearings

- 86 and 87 therein with a spindle 38 mtetebly

30

35

mounted in said thrust bearings, the mem-

ber 34 having lelm*ltudmel movement In a

cavity 40 and the said casing 33 has the rear
end thereof closed as at 42 e*{ee pt for a hole
therein in which a shaft 43 1s meunted this

shaft 43 having an enlar gement 44 thereon

to Iimit the 1earward movement of the shaft

43 and this shaft 43 has pin 45 therein which

40

45

1S adapted to engage a corre spondlnﬂ' cavity

1n member 46 which has greduatlen 47 there-

on adapted to be read by means of an indi-
cation 48 on the member 33 and on the end
of the shaft 84 is threadably mounted a lock
nut 49 for purposes of leekmg the device in
ad]usted position.

The turret 11 has a plm ality of tools there~

 in comprising the stop 1, the centering tool
- 2, the lead drill 3, the trumg mstrument 4,

ol

55

with the large drill 5, the tap drill 6, the
tap 7, the reamer 8. The tap d1111 6 has the
cellar 6a slidably mounted thereon, to cause
the same to be disposed in the center of the
hole made by the drill 5. -
With the ebeve described apparatus, a new
rell 54, having its ends unbored, is placed
in the sleeve and held in rigid peeﬂslon by
means of the sleeve 52 being moved with
relation to the spindle 50 but befere said roll

- 1is gripped in position the turret 11 1s moved

60

forward to cause the stop 1 to engage the end

of roll 54 to press it back to a certain definite
point and when this has taken place the roll

s oripped in positicn by moving the spindle

. 65

Wlth relation to the sleeve and when the roll
has been placed in proper position and

oripped therein a centerlno' tool 2 is.forced

18

' 1,907,961

egemst the end of roll 54 and a cavity 70 1s

formed by means of the centering tool 2 and

then the turret is given another partlel rota-

tion and a lead hole 71 is drilled by means of
a lead drill 3 and then the turret is given an-

other one-eighth rotation and a trumg hole
or cavity 7 9 is drilled in the end of the roll
by means of tool 4 and then the turret 1s
oiven another one-eighth rotation to drill a
large bore 73 with tool 5 preferably a three-

oroove drill and then the turret 1s given an-

e‘ther one-eighth rotation to use tool 6 for
drilling a tap hole 74 and then the turret
given another one-eighth rotation to tap
the said hole 74 by plecmg thread 75 therein
with a tool 7 and then the turret is given an-
other one-elghth rotation and a reamer 8 is
used to mill out a cavity 76 and the operation
is completed for this end of the new roll.
During the above- described operation eﬂe t
62 is not used.

“When one end of the roll has been com-
pleted the said roll 1s removed from the ma-
chine and reversed to cause the completed
end of the roll to fit against end of shait 62

and the above operatlon is repeated for the
other end of the roll..

70

76

80

85

90

Before the first operation for boring the

last end of the roll has commenced the tur-
ret is advanced forward and the stop mem-
ber 1 pushes the roll against the end of shaft
62, whose other end 18 restmg egamst the live
center 38. -

The position of live center 38 1s adjusted
to cause the same to fit against shaft 62 when
the roll is stopped in proper position at the
beginning of the operations on the second
end of the roll.

In case a short roll occure the boring op-
eration performed on the end of the roll
which 1s last operated upon will be shallow-
er than the boring operation for the first end
of the roll and in case the roll is longer than
a conventional roll then the bormﬂ' opera-
tion will proceed to a deeper pemt in the

end of the roll last bored so that in all cases |
‘the distance from the central point of one

journal member 80 to the central point of
the other journal member 80 will be uni-
formly the same so that when rolls are pre-
pared according to my method that the same
can be assembled to fit into a spinning frame,
roving frame and the like to cause the bear-
ing portlons 80 to fit perfectly in the roll
stands as it 1s sometimes the case that these
rolls are as long as forty feet.

The member 80 comprises a journal por-
tion 81 adapted to fit into the roll stand bear-

ing with sloping portions 82 and shoulder

portions 83 with a cutaway portion 84 at
each end to prevent binding of the same In
the cavity, and a threeded portmn 85 at each
end thereof.

The sloping portlons 82 are adapted to fit
egemst sloping side-walls 90 of the cavities

90
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120
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-+ % treated in the same manner as previously

| _. 76 and the _'S'houlders- 83 :_01'1:.' ] ournal member
- 80 are adapted to fit against the shoulders
91 1n the face of each of the sloping cavities

1907961

90 and the threaded portions 85 -on each end

of the journal member 80 are adapted to en-

- gage the threads 75 in the roll 54.

The cutaway portion 84 is provided to-

prevent any binding of the sloping portion
82 of member 80 in the sloping part of cav-

vent swelling of said roll and thus

0 1ty 90 so-as to cause a perfect fit between
- the sloping portion 82 and the sloping por-
. tron 90, Also it is apparent that the shoul-
~der 83 fitting against shoulder 91 limits the
mward movement of journal member with

relation to the end of the roll so as to pre-
. 1d thus permit-
ting the same to be assembled to" provide

- a long section of rolls in which the distance

bearing portion shall be uniform.

from one center point of the bearing por-

tion to the other center point of another

~ The above described operation ‘has been
_ to the preparation of new.
rolis for drawing frames, spinning frames,
roving frames and the like and of course it
1s evident that old rolls can be prepared in a
similar manner. As is well known, the con-
ventional roll heretofore, has consisted of
several sections in which the journal

Imited solely

por-

tion is integral with one end of the roll and
15 squared and this squared portion fits into

a female squared portion in the end of the
‘next adjacent roll and as previously. stated,
the journal portion becomes worn and also
the {it between the male and female mem-
bers becomes loose requiring that the rolls

be re-necked and in carrying out this opera-

“tion according to my improved method of
course the first operation would be to saw
%9 off the journal portion adjacent the first boss

- and then to take the old roll and place it
mto the lathe and advance the turret mem-
‘ber until the stop member 1 places the roll -

in proper position at which time the roll

wouid bLe secured in position by means of

the collet or chuck and then instead of using

 the centering tool 2 in the turret the tool 4
~ would be used to center the squared female

opening and then tool number 5 would be
used to mill out the cavity similar to that

shown in Figure 9 and then tool number 6
- would be used, then tool number 7 and final-
1y tool number 8, it being evident that in
milling out the female end of the old roll
that tools number 2 and 8 would not neces-

sarily be used. |

roil in a

set forth in the appended claims.
- Iclaim: S

1. That method of joining sections of rolls

for spinning frames, roving frames and the
like, together with roller necks which com-
prises placing the roll in a holding device
and adjusting the holding device to hold the
-a fixed position, then forming a cen-
ter cavity in one end of said roll, then bor-
mg an extended lead hole a predetermined

- distance into the roll, then forming a tru-
ing hole in the opening made by the previous
bore, then forming a larger bore of approxi-
mately the same depth of the lead bore, then 35 s

torming a tap bore in the bottom of the

- previcus bore, then forming threads. in the

tap bore, then reaming the large bore to
1ts junction point with the tap bore to form

bore and larger bore and te form said larger

~wore with gradually decreasing cross-sec-
tion as its depth proceeds, then removing

set forth a preferred embodiment of my in-
~vention, and although specific terms are em- _
_' plOyed,_ they are used-in-.”a,_generic._,a,nd de.ﬁ._ o
seriptive sense only, and not for purposes of

limitation, the scope of the invention being 70 =

% o

2 shoulder at the junction point of the tap .

90

the roll from its holder and reversing its end

-and securing it in the holder in the same po-
~sition as previously occupied and repeating
the above set forth operations on its other

05

end to form a bore within a predetermined

t the bore in the rolls. .

~distance from the base of the bore in the
other end of the roll, then joining adjacent
rolls together with a roller neck formed to 100
2. That method of joining sections of rolls

- for spinning frames and the like together by
interposing a roller neck between sections of -
rolls, which comprises milling a tapered cav-
1ty in one end of the roll to a predetermined
‘depth, providing a bottom surface to said
cavity at right angles to the axial center of
sald tapered cavity, providing a threaded
-cavity extending from said bottom deeper
mnto said roll, then performing a like oper-
~ation on the other end of the roll and at the

0

same time limiting the depth of millings to

a definite distance from the other end of the -‘
‘roll, then joining sections of rolls together
by a journal adapted to

iL

said millings in the ends of the rolls.

- After the old roll”has]bee’h mﬂl‘ed:u'(}m‘ aS -

above described of course the roll would
be reversed and the other end of the roll

described for new rolls, as this end of the o

roll would be solid and all of the various
steps -as described for new rolls would be
carried out on the last end of the old rolls.
- In the drawings and specification I have

t all portions of

- In testimony whereof I affix my signature.
- ALBERT M. GUILLET.
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