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BUFFING WHEEL AND METHOD oF
: MAKING THE SAME =

I George Albert Lyan, Detrmt Mleh
Appheatmn Nwember 22 1949, Serlal No. 128 780

6 Clalms. |

. ThlS 1mrent10n relates to 1mprmements in a2
 buff .assembly. for use on.a.buffing wheel.

MOI'B

(Cl '51m.—193)

particularly, it has to. do. with.a buff assembly

. which may- be. econommally formed with a.pre-
"~ determined
- ready-installation on-a spindle of a,buffing wheel.
- _.In.my copending-application for. patent. Serial
_No 126,353, filed. November 9, 1949 ‘now Patent

- No. 2, 57 1, 147 dated. October 18, 1951 I .de-
 seribed and claimed-a buff.assembly. in which an
| -i-.elengated strip. of - bufﬁng material .was wound

1rregu1ar perlpheral contour for

- on a groeved COre Or arbor havmg Q.. predeter-
Immed 1rregu1ar centour Accordmg to

:';_?*-_:f:rea‘ular contour of the core.

An forming a..buff, assembly by Wmdmg a con»-

o ;;tmueus strip. on & core with an irregular ex-
- terior: surface, ib: has ‘been: found partmularly dlf-..-_
- fieult to wind the.. stl’lp on.a dewnwardly:-in-
- clined; portion.of the core. surface. |
~_fore, an.important object of the present. inven- =

. tion :to-provide. a. .novel. method for -winding..q -
continuous: strip of buﬁing matel;'la? 0R a down- |

"'g';wardly inelined . cone surface.

- .Another.object.of this. 1nventmn is te promde a
S .;buﬁ assembly in’ Whlch the. centlnueus stripof
~buffing ‘material is: weund in -a helical path on
~the -core thus. .formmg & hu.ﬁng contaet, surface

“tions,

';sl{)ped pertlon is- brought up clese to the- ﬂrst_. _
“core section and the -other end-of the puffing
‘material is secured in the- eecend cere sectmn
: at the lowest portion thereof. |

33 S
§_;cause ‘the bufﬁng material strlp to ‘be ‘wound |
f“en the mtatlng core sectlon As the bumng-- ma-

Rntat*on -of ‘the second core sec.tmn Wlll then |

|||||

-:'approaches the 1nterseet10n of the two eore por-
i)

“The length of ‘the buffing material<s, of

~ course, chosen so the entlre strlp may -be tﬂghtly _

the__ :

- ¢ 15
| ._,.Ibufﬁng matenal 15 cenetant regardless of the 1r-

wound on the core.

Thus in winding the buﬁing matenal strip. on -

the core the winding is'begun gt the lowest por-
tion of the core sectmns and contmued unt11 1t

_';-“reaehes the hlghest point.

Other and further features, obJeets and ad-*i .

| ':_';V&nt&ges of: the present 1nvent10n w111 be appar-' -

20

detalled descrlptlon taken m conneetwn Wlth. the ._

o accompanymg drawings.

X618, there—

On.the drawings:

~Figure 1 is g side elevatlonal view of a. buﬁ S

 assembly constructed: aeeordmg te the teach:{ngs-_gs_.

30
- ;-_;Vlew taken on. 11ne IV—--IV of Flgure 1

. that Wlll not WE‘ELI’ growes in the. artlcle bemg 8

'_':_buffed

- isto ~brovide a novel. seetmnal core for a, bufﬁng
o E'ﬂr.fheel L
Accordmg to the teachmgs of the present m-;

o 'f""._jventmn. & buff assembly is formed by winding a
. continuous strip of buﬁng mater1a1 on g core

_'r-'-;havmg an: irregular: conteur /Fhe core is:formed
- .in two sections,.one. sectmn havmg the upwardly
- inclined. pertmn of the peripheral.contour. and
. -the other section having: -the downwardly in- o
o :gmned portion of the contour. '

The-two core sections are retatably meunted - g _larged end flange 14¢ and 5a- respectively.

- 60
. '_:Sm'fﬂﬂﬁs ‘the peripheral surfaces of each core in-
-;_f'chmng dewnwardl‘y from the abuttmg end sur-
-g;faces | S

~ 'The: bui?fmg element assembly T mcludes an R
5';:_-_elengatedr bUﬁng element l8 of predetermmed_[: '

..er_on 8 suppert shaft and, 'while the section: havmg

- the upwardly inclined contour is-held against-ro-

| _-_--iitation the centmueus strlp s secured in a-slot
_;f___f';therem and then wound ‘on-the-core- untﬂ ‘the
. highest point. of the core-is reached. At‘this
-i:;pamt the core. sectmn havmg the dgwnwa,rdly,-

st111 further @bJEGt ef th1s 1ment1en 15 to' | |

'_-_’_.'aprowde a novel method of fastening a strip of
~ buffing material to. the core prepa,ra,tgry to Wmd- |
. Ingthestrip.on thecore. _

' Another and further object ef th1s mventmn

; f-.jof the present invention:

~ Figure 2 is'an end elevatmnal vlew of the buﬁ: o
| ;assembly of: Flgure 1: |

-Figure 3 is a fragmentary Vertlcal sectwnalgit”_

;WBW taken on. line ITI—III of Figure 1;

F1gure 4 is a fragmentary Vertlcal seetwnal'

"i_fen 11ne V—-—V of Figure 4

 .Figure 6 is an eXploded view in. elevatmn of'ﬁ )
.i-.the novel mandrel of the present 1nventmn

‘Figure 7.is a 51de elevatlonal view: of: the buﬁ_ |

”j____assembly of the . present. invention . shown. _in . a

. ;partlally assembled condition; and

;__;use Wlth the buﬁng assembly of the present 111-' o
: ﬁ'ventmn -

45 .
- -element assembly 5N wound o1 g, .core.or. arhgr' o

o “The core ‘{2 is-made in two sections 14 and

- 15,-each section having an integrally formed en-

B ¥

thure 8 is a. fraementary Vertlcai sectlonal

- AS shewn cm t,he dx:awmgs

“The core sections 14-and-15-: have- abuttlng end .

IIl Flgures 1 2 &Ild 3 the I'&fﬁi'eilce numeral IG::_) |
Jindicates g, buﬁ assembly which. mﬂludes abufing




~ tion to align the hole.
- the core section {4 has eight holes while the ¢
- core section 15 is provided with only four holes o

2,629,212

' length which is formed by folding a fiat ribbon
- of material over a flexible wire or cable 19 so.
. rial strip. -

that the ribbon extends substantlally equidis-
“tantly on elther side of the cable. The ribbon
portions are then sewed together as shown in

; - Fligure 3 close to the wire IB to form a buffing ele-'

ment of constant depth.
- A length of cable {9 longer- than the buﬁng
'_matenal ribbon is chosen so that it extends out oi
the element at each end. Identical wedge blocks

- end of the cable as by crnnplng Or pressing them,

onto the cable.

| B - In assemblmg the bufls, the core sectlons M'..'
‘and 15 are slid onto a suitable support spindle
24.. The wedge block 22 on one end of the cable

is ple.eed in a tapered hole 24, Pigure 3, in a lock-

- ing key which may be positioned in a longitu-

~ dinal slot 26 in the mandrel section l4 The
other wedge. block 23 is disposed in a tapered
hole 21, Figure 4, in g locking key 38, which is

 arranged to be positioned in a longltudmal slot -
32 in the core section 15.
-As Dbest seen in Figure 5, the keys 25 and 3!]
- have curved lower surfaces which permit them.
_to pivot toward the curved base of the slots 26
and 32, respeotrvely, for snug engagement there--
Inclined slots 26a and 32a, Figure 6, extend

at right angles to the slots 26 and 32, respective-
1y, for the purpose of leading the wire 19 up-

‘the mandrel or may be inclined. Their only pur-

pose is to prevent creepmg of the buﬁng mate-

In Figure 8 there is 111ustra,ted a second em-"_ -

bodiment of the buffing assembly of the present

“invention. In this view there is shown a buffing

~assembly having two core sections 42 and 43,

10

.22 and 23, Figure 4, are secured in the opposite

A2a¢ and 43q.

each having oppositely inclined curved surfaces |
The buffing material disposed on
these surfaces is shown in dotted outline in

Figure 8. This view illustrates that the method

~ used in the present invention can be used on

15
- - that there is provided in this invention a novel

- other core surfaoes besn:les the one 111ustrated m o
- Figure 3. |

From the foregoing descrlptlon 11: wﬂl be seen :

| method of winding a strip of buffing material on

30

wardly from its posmon in the key to the surfe,ee- N

of the core.

To assemble the buffs the key 25 is slid into | |
. 1. A surface-treating &ssembly compnsmg a
first core section having an axial aperture there-

through and an axially extending upwardly in- -

clined surface that has a highest point adjacent
~ one end face of said first core section, an elon-
gated strlp of surface~treating ma,terlal means

the slot 26 of the core section 4. The element
18 is progressively wound up the sloping side of

~ the core section 14 until it reaches the position
illustrated in Figure 7. - The core section 19 is
then moved up close to the core section 14. The

a core hemng an irregular surface..

core having a downwardly sloped surface.

Since the material strip will assume a slightly |
helical continuous strand of material, there will -

be no tendency of the buff assembly to mar the

 article being buiied by puttmg 2] serles of spaced_' o
‘lines thereon. - |

"This improved method of assemblmg a buff is

extremely simple in operation, but produoes an
- efficient accurately shaped buﬁ assembly. - - -

It will be understood that modlﬁoetlons and_
variations me,y be effected w1thout depa,rtmg o
from the scope. of the novel concepts of the_j

- present invention.

35

‘key 30 is posmoned in the slot 32: and the core _'

| '_ . section 15 is rotated while the core seotlon 14 is
" held stationary.

40

Tt is of course obwous that the core seetlon 15 -
may be moved into: pOSlthIl agalnst the core sec- -

.~ tion 14 prior to the winding of the element on
- section (4. Also, if the core section 15 is free
. on the spindle and will rotate freely, both ends
- of the strip can be fastened in the core sections
before the winding is begun. a
- It will be readily seen that, as the core sectlon-
the element {8 will be progres--

| (5 is rotated,
sively Wound thereon starting close to the ﬂange

I5¢ and moving up the inclined sumaoe toward

the junction of the two core sections.

When the element assembly is wound t1ghtly' o

',on the core sections, screw bolts 35 are inserted
‘through aligned bores 36 and 37 in the core sec-
~ tions 14 and

spaced openings so that, when the bolts 35 are
_ inserted in the core section having the smaller

. number of holes it will find a hole in the other

45

o0

I claim as my 1nvent1on

for securing one end of said matenal to SEle first
core section at.a point spaced from said one end

face, a second core section having an axial aper- -
ture arranged to be aligned with the aperture of
 said first section on a common spindle, said sec- =
ond core section having an axially extending up-
wardly inclined surface with the highest point
- adjacent the end face of the second core section
~ that abuts said one end face of said first core
-section, means for securing the other end of said
~strip on-said second SECthIl adJecent the low end

of said surface.
2. A

- disposition on a, common spindle, each core sec-

55

i5, respectively. In order that
. the core sections can be secured as soon as the
element is wound on the mandrel, one of the

- core sections may have a continuous series of
60

" core section without much rotation of the sec~ '

Any number of holes may be used.

In Figure 2 it is seen thnt

65

- In order that the buffing materlai strip IB Wlll_ '

ot creep around the core after it has been posi-
. tioned in plaee, the surface of the core is pro-
- vided with a plurality of serrations or grooves 40,

- Figure 4, which extend longitudinally of the core.

. These grooves may be continuous or broken and,
. or course, ma.v extend parallel to the axis of

75

70

tion having an axially inclined outer surface with -

its highest polnt at said nbuttmg end surfeee of

’ ._ﬁ'sa,ld section, and means for securing the ends of

surface- treatmg metemal strlp to sald eore
seotlon's L -
3. A -buil essembly eompnsmg a ﬁrst and a

- second core: section having axially aligned aper-
tures and arranged to be disposed in abutting
“relation on a commmon spindle, each section hav-

ing an inclined surface with its erest.at the abut-

ting surfaces, an elongated strip of buffing ma-
~terial secured to said-one section at the base of .

the upwardly inclined surfaee and secured to the

- other section at the base of the inclined surface,
means for securing said core ‘sections together, -
said means including selectively positionable

~bolts &rranged to hold the buﬁ in assembled con- -
dition. -- ' o

4, In 3 method of formmg a surfaee—treating_' |
assembly hevmg e. two piece eompo.s;lte core .

This method.
-is ‘especially efficient in winding material on a

20

surface-treating a.ssembly oomprlslng
- first and second core sections having abuttmg
‘end surfaces and axial apertures arrenged for_



___________
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. formed of two core sections with a,buttmg end
~ faces, each core section having an upwardly
~ slanted peripheral surface with .a high point at

. cent one end thereof, winding said material strip
~on said first core section starting at said secured

~ point and moving up the inclined surface toward
- the opposite end of the core section, positioning
~ the second core section for rotation on a spindle.
~ in-axial ahgnment with said first core section,
. securing the free end of said buﬂing strip to said

| -the abutting faces of the cores, the steps of hold~
 Ing the first core section in a stationary. position,
“securing one end of a flexible strip of surface- -

‘treating material to said first core section adja-

- second core section at the base of the inclined
~ surface, rotating said second core on said spindle |
-:_'Whﬂe holdmg said first core section stationary

causmg said strip to be wound on said second
.- core sta.rtmg at the base of the mchned surface
-~ and moving to-wa,rd the end f*ace of S&ld first core 20

- section.

. .:':5'_1'.fﬁrs1; core section having an axially extending up- - |
. wardly inclined surface having a high point ad- ﬁle of thls patent:
- jacent one end face thereof, means for securing

o one end of & stmp of . surfa,ce-trea,tmg material to

8. A surface-—treatmg assembly comprlsmg a

' said first core section at a point thereon spaced

~ from said one end face thereof, a second core

o :sectmn rotatable relative to said first core sec- .

'~ tion and having an axially extending upwardly 30
| _-1nclmed surface ha,vmg a high point adjacent an

- end face thereof in adjoining relation to said one

. end face of said. first core section, means for se-

- curing the other end of the strip of surfa,ce-treat-'
- ing material on said second core section at a
point thereon spaced from said end face thereof,

o ~and means for securing said relatively rotatable
- core sections together with the surface-treating

- material wound tightly and uniformly over both

~ core sections and over the Junctmn of said ad-

o jommg end faces thereof

6 In a method of formmg a, surface-treaﬁtmgé

‘assembly having a two-piece composite core

- formed of two core sections with adjoining end
- faces, each core section having an upwardly

25 _
- “Number

35

40

. slanted peripheral surface with a high point at
.~ the abutting faces of the sections, the steps of -

securing one end of a flexible strip of surface- -

_treating material to one of said core sections at
& point spaced from said abuttmg faces, securing

the other end of said surface-treating material

‘strip to the other of said core sections at a point =~
~ spaced from said adjoining faces, winding said

. surface-treating material strip on each core sec-
- tion starting at said point thereon and moving
‘up said inclined surface thereof, and effecting
‘relative rotation of said core sections until said
“strip is wound uniformly over both of said core
- sections and over the Junctlon of sa.ld adj ommg .
| ;I&CB‘S theleof "

GF‘ORGE.ALBERT LYON.
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