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The present invention relates to brakes and pregnated with a synthetic resin and the product
- more particularly to frictional material associ- then suitably hardened. Such constructions are
ated therewith, such as brake blocks and brake satisfactory, but lack the advantages obtained
linings. This improved brake material has been by having the resin binder thoroughly dispersed

g found very satisfactory for the braking of motor throughout the friction material. 5
vehicles, but is useful for braking purposes Another very important advance marked by
generally. the present invention, and which is attributable
It is an object of the invention to provide a tfo the uniformity of the composition and dis-
brake block or lining which will be resistant to persion of the binder, is its freedom or resistance

10 the constant abrasion and pressure associated to “fading”. 10
with braking and which will not be affected by By “fading” is meant that when the brakes
moisture, heat, oils and climatic variations. In are applied rapidly a number of times the brake
other words, the brake block or lining is tough Dedal will go much nearer to the floor and the
and strong and presents a relatively hard surface car will not decelerate quickly. While with some

15 having a high coefficient of friction which will t¥ypes-of lining or block, fading will occur after 15
be substantially constant in its braking effect twWo or more applications of the brakes, this ob-
throughout the life of the product. jectionable result with the present invention does
In making the brake block or lining, asbestos not take place notwithstanding a great number
fibres and cork and a wetting agent therefor are ©0of repeated applications of the brake. As a

20 mixed together, so that the surfaces of the fibres result, less effort is required to bring the car to 20
and cork are thoroughly wetted. The wetting a stop, and where the brake is subjected to con-
agent is a solvent and hardener for a synthetic tinued severe usage, it is found that the rebound
resin binder which is incorporated into the mix- or return of the present block or lining is much
ture in finely powdered or granulated condition faster than in the case of conventional con-

28 and in an initial stage of reaction. A uniform  Structions. 25
mixture is produced in which the resin binder is A further object of the invention is to provide
likewise uniformly dispersed. As a result, the & novel method of manufacture whereby the
final product has the fibres and cork particles brake block or lining can be produced econom-
firmly bonded throughout the block or lining, in~- ically on a scale satisfactory for commercial

80 suring a long life under the most severe con- manufacture. This is important, since the quan- gg
ditions, : tities of frictional material used in the auto-
The excellent frictional characteristics, and mobile industry alone are tremendous. There
wear resistance and life of the block or lining, is a saving in constituents of the composition,
is in considerable measure, due to the uniformity in fuel, and the method is carried out without

35 of the composition, and the uniformity of dis- the necessity for skilled labor or complicated g5

persion of the binder obtained through the me- machinery.

dium of the wetting agent. By having the resin In connection with the method, the composi-
completely dispersed, the cork and fibres are tion is first heated and compressed in a mold
tightly bonded together; also less of the binder sufficiently to produce a self-sustaining slab or

40 need be employed and the exposed or friction block with the composition in moldable condi- 40
surface consists of the cork and fibres. tion. This slab is then removed from the mold
It is, therefore, an important feature of the and cut into strips of proper size and thickness
present invention that a wetting agent is utilized and the strips subjected to heat and pressure
to insure complete dispersion of the resin binder, in g shaping mold to produce a curved form or

45 and cause its adherence to the cork and flbres ,iher desired shape. At the same time, the 45

throughout the mass, so as to obtain a uniformly NI N .
coherent brake block or linine. strip is compressed to a predetermined thickness

.\ ) and to produce the desired density. During this
(P, S B Tt 00 0 e, et s o
50 asbestos, comminuted cork and synthetic resin [0 each strip for strengthening the block or
in powdered form, and then mold and harden the lining and will be simultaneously shaped with
composition for braking purposes. Also' in the the friction material. The product ha-ving its
patents to Fisher Nos. 1,436,158 and 1,465,389 final thickness, hardness, and density and with
there are described friction materials in which the resin cured to an insoluble and infusible
55 -preformed strips of asbestos and cork are im- state, may be produced in the shaping mold, or g5

50
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the strlp may be removed from.the mold and
the resin cured to its final state in an oven.

A further important feature of the invention
resides in the use of a metal backing or base,
particularly of a perforated metallic structure
having tongues struck up therefrom, for example,
as shown in the patent to Balfe 1,776,140. Such
metallic backing assists in the application of the
brake block or lining and, moreover, serves to
strengthen and sustain it under the most severe
conditions of usage.

The metallic backing or base will be united
with the brake block or lining strip in the shap-
ing mold as just described, and for this purpose
the side of the base having the projections ex-
tending upwardly therefrom is coated with an
adhesive solution. In the shaping mold, the
adhesive film is hardened to produce a firm con-
tinuous union between the base and the strip,
and at the same time the projections are em-
bedded securely within the strip.

The resin in its granular state in the raw com-
position is in initially reacted condition and the
curing thereof under heat and pressure through
the subsequent steps of the method may be car-
ried out to bring the resin to any desired hard-
ness or stage of condensation. It is preferred,
however, to carry out the condensation reaction
to a point where the resin is insoluble and in-
fusible. :

Referring to the drawing:

Figure 1 is a side elevation of a brake with the
present invention applied thereto.

Figure 2 is a sectional view of the material.

Figure 3 is a sectional view showing the strip
and metallic base before they are united as in
Figure 2, and

Figure 4 is a bottom view of the brake block or
lining.

In carrying out the present invention, the as-
bestos fibre is first thoroughly separated by any
convenient method to break up and reduce lumps
and agglomerates. Ground or comminuted cork
of an appropriate size is then mixed with the as-
bestos in any suitable apparatus and for a suf-
ficient time to obtain a substantially uniform
mixture.

There is then added to this mixture a wetting
agent which will have the properties of wetting
the fibres and cork and which will be a solvent
as well as a hardening or accelerating or supple-
mentary hardening agent for the synthetic resin
binder. The wetting agent is a liquid and, will
be mixed with the cork and fibres in such a man-
ner as to insure the complete wetting of their
surfaces throughout the mass. As a suitable wet-
ting agent, I prefer to use an aldehyde, for ex-
ample, furfural. It will be appreciated, of course,
that this is a representative of a large number
of agents which are also resin solvents and hard-
eners. Also, alcohol and acetone are useful as
wetting agents and, if in excess, are evaporated
after the mixing operation as required.

As a binder, I use various types of artificial or
synthetic resins which are cured or hardened by
heat. I prefer to use a phenol formaldehyde resin
in the early stages of reaction, but other thermo-
setting resins are useful, such as urea-aldehyde
resins, thiourea-aldehyde resins, and certain
commercially' available resins, such as the resin
obtained by reacting soya bean protein with
formaldehyde or the reaction product of soya
bean protein, urea, phenol, formaldehyde, cellu~-
lose, and carbohydrates. Ialso use alkyd or glyp-
tal resins and certain alkyd resins which contain

Brake Blocks (US Patent 2,185,333, 1940)

ACL Doc 21880 - Page 3 of 4

3,185,338

soya bean oll or soya bean oil acid. The resin is
introduced into the mixture in a finely powdered
or granulated state and the mixing continued to
insure, in cooperation with the wetting agent,
uniform dispersion of the binder. The several
mixing and dispersihg steps may follow as con-
tinuous operations, which is preferred, or the
comminuted cork and fibre mixture may be pre-
pared and at suitable times, the wetting agent
and resin added thereto and dispersed in the
mass.

The wetting agent acts to soften and dissolve
the resin, so that the binder is roated upon the
surfaces of the cork and fibres throughout the
mass and hence the cork and flbres are uni-
formly bonded in the final product and likewlse
a constant density is obtained.

A preferred composition consists of equal parts
by volume of asbestos flbres and ground cork.
Typical of such & composition, I use asbestos, 60
Ibs.; cork, 20 1bs.; furfural, 6 Ibs.; and phenol-
formaldehyde, 15 lbs.

For certain uses, the asbestos content and the
cork content may be varied depending upon the
hardness desired. For example, the range of
asbestos may be from 30 lbs. to 75 Ibs. and the
cork from 5 1bs. to 25 lbs. The quantity of wet-
ting agent and resin will vary accordingly, the
critical quantity required being that which will
satisfactorily wet the fibres and cork and assure
that the binder will exercise its optimum func-
tion,

In some cases, a Dplasticizing agent such as
glycerine or ethylene glycol, is added to the mix-
ture to impart qualities of softness and flexibility
to the final product. The plasticizer is generally
used in amount of about 10% by weight of the
wetting agent.

The uniform mixture as prepared is placed in a-

suitable mold such as one of the follower type
and compressed with moderate pressure to sub-
stantially a slab form. The weight of the ma-
terial used is measured and the pressure is like-
wise controlled, so as to obtain a predetermined
thickness and weight per cubic inch. In this con-
nection, a typical weight for a brake block or
lining is substantially .40 ounce per cubic inch.

The mold is now placed in an oven and baked
for just sufficient time to set the binder partially
whereupon the mold is cooled and the slab re-
moved. This slab is plastic, but sufficiently
strong as to be self-sustaining and capable of
being cut into strips of required dimensions.
The thickness to which the strips are cut will be
governed by the density desired in the final prod-
uct. That is to say, a typical thickness is twice
the finished thickness, so that for a &’/ finished
brake lining or block, the strip will cut to a thick-
ness of about 35’".

The cut strips are now placed in a standard
type of cavity mold and subjected to heat and
pressure to harden and set the binder, as well as
to form the article of the desired curved or other
shape, thickness and density.

The curing of the resin may be carried out to
completion in this mold, but it is preferred to re-
move the strips from the mold as soon as the ma-
terial has set sufficiently to retain its shape and
density, and complete the curing in an oven. The
resin may be cured to various states of hardness,
but I prefer to carry out the condensation re-
action to render the resin completely infusible
and insoluble.

Referring to Figure 1, I have illustrated a con-
ventional brake having brake blocks (0 formed
in accordance with this invention.

10

15

20

25

30

40

60

65

76

Published by AsbestosClaims.Law
asbestosclaims.law/library/21880/3


https://asbestosclaims.law/library/21880/3

10

20

25

35

45

50

2,185,338

In Figure 2, the composition layer is shown at
i1 and the base layer at (2. This base may be of
metal or textile fabric or any suitable material,
but preferably consists of a metallic backing,
perforated as shown at 13 in Figure 4, by striking
up a multiplicity of projections {4, as shown in
Figure 3. In forming the article of Figure 2,

the perforated metal strip 12 is first coated with -

an adhesive solution #2’, e. g., a phenolic resin
dissolved in-furfural and the coated surface is
then applied to one surface of the friction strip
{1, the union of the friction layer and metal layer
being carried out in the shaping or cavity mold
above described during which operation, the pro-
jections 14 are embedded within the friction layer
and the adhesive is wholly or partially hardened.
The metal base 12 will serve, in some cases, to
reinforce the friction block or lining and the
presence of the projections also will serve to
strengthen and sustain the friction block or
lining under the most severe usage. As will be
understood, in some instances, the base {2 may
be omitted.

The friction material as explained, is char-
acterized by having the resin binder uniformly
distributed throughout and by reason of the
presence of the wetting agent, the binder is en-
abled to firmly adhere all of the fibres and cork
in a compact uniformly bound mass. This gives
great strength to the friction material, prac-
tically eliminates the difficulties of fading and,
as heretofore stated, the abrasion resistance of
the friction material, and its resistance to heat,
moisture, oils, gases and other influences is very
much enhanced. Since the resin is uniformiy
distributed throughout the body of the brake
block or lining, it is unnecessary to impregnate
or form a coating on the surface of the article.
The frictional material while particularly useful
for brake block or linings is equally suitable for
clutch facings and similar applications.

It is to be understood that the forms of the
invention herewith shown and described are
merely illustrative of preferred embodiments and
that such changes may be made as fall within
the purview of one skilled in the art without
departing from the spirit of the invention and
the scope of the appended claims.

I claim:

1. The method of making a brake block or
lining which comprises mixing together asbestos
fibers and comminuted cork, wetting the sur-
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faces of the cork and fibers with a wetting agent
which is a solvent for a synthetic resin, incor-
porating in said mixture a partially reacted
synthetic resin in granular state soluble in said
wetting agent and subjecting the mixture to
heat and pressure.

2. The method of making a brake block or
lining which comprises mixing together asbestos
fibers and comminuted cork, wetting the sur-
faces of the cork and fibers with a wetting agent
which is a solvent for a synthetic resin, incor-
porating in said mixture a partially reacted
synthetic resin in granular state soluble in said
wetting agent and subjecting the mixture to
heat and pressure to dissolve the resin and
finally curing the same by further application
of heat.

3. The method of making a brake block or
lining which comprises mixing together asbestos
fibers and comminuted cork, wetting the sur-
faces of the cork and flbers with a wetting
agent which is a solvent for a synthetic resin,
incorporating in said mixture a partially re-
acted synthetic resin soluble in said wetting
agent and subjecting the mixture to heat and
pressure.

4. The method of making a brake block or
lining which comprises mixing together asbestos
fibers and comminuted cork, wetting the sur-
faces of the cork and fibers with an aldehyde
wetting agent which is a solvent for a synthetic
resin, incorporating in said mixture a partially
reacted synthetic resin soluble in said wetting
agent and subjecting the mixture to heat and
pressure.

5. The method of making a brake block or
lining which comprises mixing together asbestos
fibers and comminuted cork, wetting the sur-
faces of the cork and fibers with a wetting agent,
incorporating in said mixture a partially re-
acted phenolic resin in granular state soluble in
said wetting agent and subjecting the mixture
to heat and pressure.

6. The method of making a brake block or
lining which comprises mixing together asbestos
fibers and comminuted cork, wetting the sur-
faces of the cork and fibers with furfural, in-
corporating in sald mixture a partially reacted
phenolic resin in granular state soluble in said
wetting agent and subjecting the mixture to
heat and pressure.

HARRY B. DENMAN.
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