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{57 ABSTRACT

In the case of a bearing for spindles of spinning or twist-
ing machines, which contains a spindle beanng housing,
g bolster, a centering tube, a pivot bearing and a step
bearing sleeve, it is provided that a predetermined bear-
ing play of the step bearing sleeve is adjusted to a de-
sired dimension by maching the radial interior surface
of the step bearing sleeve while the sleeve is already

mounted in the centening tube.

12 Claims, 2 Drawing Sheets
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METHOD OF MAKING A BEARING FOR
SPINDLES OF SPINNING OR TWISTING
MACHINES
5

Matter enclosed in heavy brackets [ ] appears in the
original patent but forms no part of this reissue specifica-
tion; matter printed in italics indicates the additions made
by reissue,

BACKGROUND AND SUMMARY OF THE
INVENTION

This is a continuation of application Ser. No. 365,716,
filed June 14, 1989 now abandoned.

The invention relates to a bearing for spindles of !3
spinning or twisting machines having a spindle bearing
housing, which contains a bolster, a centering tube
fastened to the spindle bearing housing in proximity of
the bolster a pivot bearing and a step bearing sleeve,
which is held by means of the centering tube and which
has a predetermined bearing clearance with respect to a
spindle shaft.

A bearing of the initially mentioned type i1s known
from “Siissen/WST Technische Mitteilung” 233d §,71.
This bearing, which is relatively old and has proven
itself in practice, was designed for relatively heavy
spindles for correspondingly large packages, As a result
of improvements of wind-up devices, which today es-
tablish yarn connections no longer by means of knots,
but by means of yarn-like splicing points, much smaller
packages or cops than produced earher are produced
today on ring spinning machines, which operate at
higher rotational speeds of, for example, 25,000 min—!
with a smaller stroke of approximately 200 mm and
which work with ring diameters of 38 mm.

An object of the invention is to construct a bearing of
the initially mentioned type such that it is adapted in an
improved manner to the high rotational speed, the
smaller stroke and the smaller ring diameter.

This object i1s achieved i1n that the distance between 40
the bolster and the pivot bearing amounts t0 maximally
100 mm, and in that the bearing clearance of the step
bearing sleeve is adjusted at the step bearing sleeve
already mounted in the centering tube.

The invention is based on the recognition that it is 435
important for an economical production of a smaller
bearing and a smaller spindle that the step bearning play
in the area of the step bearing sleeve can be established
with sufficiently narrow tolerances in an economical
manner. In the case of the known bearings, because of 50
the relatively large distance between the pivot bearing
and the bolster, a relatively large bearing play could be
permitted in the area of the step bearing sleeve, without
resulting in unacceptable values for the deflection of the
spindle and of the package. However, when the dis-
tance is shortened between the bolster and the step
bearing, it becomes necessary to reduce the beanng
play in the area of the step bearing sleeve, which, how-
ever, for reasons of bearing technology, must not be
excluded completely. The reduction of the step bearnng
play, as a result of the measures according to the inven-
tion, is however not connected with an increase in man-
ufacturing costs because the step bearing piay is estab-
lished at the already mounted step beanng sleeve by
means of machining, so that tolerances of the centering
tube and mounting tolerances have no effect in this case.
Therefore, a machining of the step bearing sleeve can be
carried out with the same precision as previously, while
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2
bearing plays of 0.01 mm and less can still be main-

tained.

In a further embodiment of the invention, it is pro-
vided that the interior surface of the step bearing sleeve,
which is already mounted in the centering tube, is
brought to the predetermined measurement by machin-
ing. During this machining, for example, a machining
by means of a friction tool, enlargements of the diame-
ter of from 0.2 mm to approximately 0.5 mm may be
carried out in order to obtain the desired bearing play.

In another embodiment of the invention, it is pro-
vided that the interior surface of the step bearing sieeve
and the pertaining exterior surface of the shaft have a
slightly conical shape, and that the step bearing sleeve is
adjusted to the predetermined bearing play by means of
an adjusting in axial direction. As a result, the desired
bearing play can be achieved by means of the axial
adjusting of the step bearing sleeve to the very low
values.

In another embodiment of the invention, it i1s pro-
vided that the step bearing sleeve has a slightly conical
exterior surface to which a correspondingly shightly
conical interior surface of the centering tube is assigned,
and that the step bearing sleeve is adjusted to the prede-
termined bearing play by means of the axial shifting
with radial deformation. The slight bearning play can
also be adjusted very precisely in this manner. In the
two latter cases, it is expedient for the interior surfaces
and the exterior surfaces to have a taper ration of ap-
proximately 1:50.

In a further embodiment of the invention, it is pro-
vided that the diameter for a spindle shaft, in the area of
the bolster, amounts to maximally 7 mm. By means of
this dimensioning, the required diameter for the roller
bearing or its bearing seat is also limited so that the
diameter of a wharve for a tangential belt drive, which
normally is to be arranged in this area, can also be him-
ited. This himiting of the drive wharve to a diameter that
is as small as possible is expedient in view of the fact that
no excessive belt speeds are required for the desired
high rotational speeds of the spindle.

Other objects, advantages and novel features of the
present invention will become apparent from the fol-
lowing detailed description of the invention when con-
sidered in conjunction with the accompanying draw-
ings.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is an axial sectional view of a bearing for a
ring spindle constructed according to a preferred em-
bodiment of the invention, enlarged to twice actual size;

FIG. 2 is an again very enlarged partial sectional
view of a modified embodiment of the invention; and

FIG. 3 is an also very enlarged partial sectional view
of another embodiment of the mnvention.

DETAILED DESCRIPTION OF THE
DRAWINGS

In FIG. 1, only the shaft 1 of a ring spindle is shown,
which is arranged vertically and which, in an upper
area which is not shown, is constructed to accommo-
date a spinning package, i.e., a so-called spinning cop.
The shaft 1, in the area which is not shown, is non-rota-
tably connected with a wharve 19 against which a belt
moves which drives the whole spindle. In order to keep
the belt speeds within acceptable limits, and neverthe-
less obtain rotational speeds of 25,000 min—1, it is expe-
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dient to keep the diameter of the wharve 19 as small as
possible. This wharve diameter is essentially dependent
on the diameter (D) of the shaft 1 and the bolster 4
constructed as a roller bearing. In order to achieve the
desired conditions, the spindle shaft 1 1s constructed
such that the diameter (D) ts 7 mm or less.

Furthermore, in order to keep the masses 10 be ro-
tated as small as possible, the spindle shaft 1 is also
limited with respect to its length; i.e., the length (L)
between the bolster 4 and a pivot bearing 11, con-
structed as a ball in the embodiment according to FIG.
1, is hmited to maximally 100 mm.

The bearing contains a spindle bearing housing 3,
which is equipped with an external thread 17 by means
of which it can be fastened to a spindle rail. A centering
tube 2 is held with a press fit 6 in the spindie bearing
housing 3. This centering tube 2 forms a preassembled
constructional unit with the bolster 4 and the step bear-
ing 5. The step bearing § consists of the above-men-
tioned ball which is used as the pivot bearing 11 and
which is inserted into a fit 12 of the centering tube 2.
The end 10 of the shaft 1 supports itself in axial direction
at the pivot beanng 11.

At an axial distance to the pivot bearing 11, a step
bearing sleeve 9 is pressed into the centering tube 2 and
has a cylindrical inside diameter which maintains a
bearing play of form 0.008 to 0.01 mm with respect to
the cylindrical end section of the shaft 1. The foot bear-
ing sleeve 9, in the embodiment according to FIG. 1,
had been pressed into the centering tube 2 before its
inside diameter was expanded to its final measurement
which determines the bearing play 20. This expanding
of the bearing sleeve 9, which has already been
mounted in the centering tube 2, takes place preferably
by means of a friction tool.

In order to render the centering tube 2 more elasti-
cally bendable, it is provided in its upper area with
notches 7 which are arranged to be offset with respect
to one another. In addition, the centering tube 2 1s sur-
rounded by a damping spiral 8, which i1s known per se
and which is held in its position by means of a spacing
sleeve 16. The damping spiral 8 operates in an oil bath.
The centering tube 2, in the area above the step bearing
sleeve 9 and in the area of the end 10 of the shaft 1, is
provided with cross-bores, so that an oil lubrication 1s
also achieved in the area of the pivot bearing 11 and of
the step bearing sleeve 9.

A bottom 135 is inserted into the spindle bearing hous-
ing 3, which is located with a stop surface 14 at a dis-
tance “a” of approximately one millimeter opposite the
end 13 of the centering tube 2 which is bent toward the
inside. In the case of above-average axial loads of the
centering tube, the stop surface 14 therefore limits the
ax:ial movement.

In the embodiment according to FIG. 2, the bearing
play 20 is shown in an exaggerated manner and should
advantageously amount to between 0.008 mm and 0.01
mm. In this construction, it is provided that the end area
of the shaft 1 is cylindrical and supports 1tself with a
crowned end 10 at a pivot beanng 211 constructed as a
plate. The step bearing sleeve 209 has a slightly conical
outside diameter 224, to which a corresponding, slightly
conical inside diameter 223 of the centering tube 202 1s
assigned. The taper ratio amounts to approximately
1:50. By means of an axial shifting of the step bearing
sleeve 209 inserted in the press fit with an overlapping
of approximately 0.02 mm, a deformation is obtained of
the centering tube 202 by means of widening, as well as
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of the step bearing sleeve 209 by means of compressing.
This compression of the step bearing sleeve 209 has the
result that the bearing play 20 can be adjusted between
the cylindrical exterior surface 221 of the shaft 1 and the
cylindrical interior surface 222 of the step bearing
sleeve 209. In this case, the adjusting advantageously
takes place in such a manner that, for the adjusting of
the step bearing sleeve 209, a preferably pneumatic
measuring instrument is used which permits an exact
measuring of the inside diameter.

In the embodiment according to FIG. 3, the extenor
surface 321 of the end area 301 of the shaft 1 as well as
the interior surface 322 of the step bearing sleeve 309,
have a slightly conical shape, the taper ratio being also
in the order of 1:50. The exterior surface 324 of the step
bearing sleeve 309 and the interior surface 323 of the
centering tube 302 are cylindrical. By means of the axial
adjusting of the step bearing sleeve 309 arranged with a
press fit in the centering tube 302, the bearing play 20
can be adjusted to a given value which depends on the
axial position of the step bearing sleeve 309. The adjust-
ing takes place by using a setting gauge or a correspond-
ing measuring instrument.

As shown in the embodiments according to FIGS. 2
and 3, a plate is used as the step bearing 211, 311, on
which a crowned end 10, 310 of the shaft 1 is supported.
This plate is expediently supported by an additional
supporting plate which is inserted into the centering
tube 202, 302 which is open at the bottom. This plate
may be held by a flanging of the lower edge.

As & modification of the embodiment according to
FIG. 1, it is provided that the centering tube is pro-
duced from a piece of tube; i.e., that the centering tube
will then have a smooth outside diameter. In this case,
the bolster 4 is housed in a head bearing sleeve which,
as in the embodiment according to FIG. 1, forms a
bearing seat having an outside diameter which corre-
spond to the outside diameter of the spindle bearing
housing 3 and which, by means of a shoulder, projects
into the spindle bearing housing 3 and is held there with
a press fit corresponding to press fit 6. The centering
tube 2, which will then have a smooth outer contour,
will then be inserted into the head bearing sleeve and be
connected with it by means of a press fit.

Also in this case, the outer ring of the bolster is sup-
ported in axial direction in a shoulder, similar to the
embodiment according to FIG. 1, and is held by means
of a flanging of the edge of the head bearing sleeve, 1n
which case also—as in the embodiment according to
FIG. 1—a sealing ring may be inserted.

Although the present invention has been described
and illustrated in detail, it is to be clearly understood
that the dame is by wa of illustration and example only,
and is not to be taken by way of limitation. The spirit
and scope of the present invention are to be limited only
by the terms of the appended claims.

What is claimed:

1. A process for manufacturing a bearing for spindles
of spinning of twisting machines, said bearing including
a spindle bearing housing, a bolster contained 1n the
spindle bearing housing and surrounding a bolster bear-
ing for engagably supporting a spindle shaft at its cir-
cumference, a step pivot bearing for engagably support-
ing an end of a spindle shaft, a centering tube fastened to
the spindle bearing housing in proximity to the bolster
and including means for holding the step pivot bearing,
said centering tube having interior surfaces, and a step
bearing sleeve having interior and extenor surfaces, said
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sleeve is held in the centering tube and serving to radi-
ally locate a section of a spindle adjacent its end sup-
ported at the step pivot bearing, said process comprs-
ing:

mounting the step bearing sleeve in the centering

tube, and subsequently adjusting radial step bearing
play of the step bearing sleeve with respect to a
spindle to be supported thereat while the step bear-
ing sleeve is mounted in the centering tube by ma-
chining radially interior surfaces of the step bearing
sleeve,

whereby tolerance deviations at the centering tube

and mounting tolerances for the step bearing sleeve
at the centering tube do not adversely affect the
step bearing play adjustment while permitting eco-
nomical manufacture of the bearing.

2. The process according to claim 1, wherein the
distance (L) between the bolster and the step pivot
bearing is no more than 100 mm.

3. The process according to claim 1, wherein a taper
ratio of approximately 1:50 is provided for the interior
surfaces of the centering tube and the exterior surfaces
of the step bearing sleeve.

4. The process according to claim 1, wherein the
diameter (D) for the spindle shaft in the area of the
bolster amounts to maximally 7 mm.

§. The process according to claim 1, wherein the
centering tube is provided with a seat for a bearing
outer ring of the bolster.
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6. The process according to claim 1, further compris-
ing holding said pivot bearing axially and radially in
said centering tube.

7. The process according to claim 1, wherein the
centering tube, in an area connected to the seat of the
bolster, is provided with an increased wall thickness,
which is held in the spindle bearing housing by press-fit-
ting.

8. The process according to claim 7, wherein the
bolster is housed in a head bearing sleeve which is con-
nected with the centering tube by press-fitting and
which, in turn, is held in the spindle bearing housing by
press-fitting.

9. The process according to claim 8, wherein the
centering tube is constructed as a preassembled con-
structional unit with the bolster, the pivot bearing and
the step bearing sleeve.

10. The process according to claim 1, wherein the
bolster is housed in a head bearing sleeve which is con-
nected with the centering tube by means of a press fit
and which, in turn, is held in the spindie bearing housing
by press-fitting.

11. The process according to claim 1, wherein the
centering tube is constructed as a preassembled con-
structional unit with the bolster, the pivot bearing and
the step bearing sleeve.

12. The process according to claim 1, wherein the
step bearing sleeve has a slightly conical exterior sur-
face to which a corresponding slightly conical interior

surface of the centering tube 1s assigned.
» = & N &
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