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We, JOHNS-MANVILLE COR- susceptible to damage from shipping and PORATION, a
corporation organized under handling. the laws of the State of New York,
United    Heretofore, the problem of soft tapered States - of America, of
Greenwood Plaza  ends or edges of lower density material have  50 5
Denver, Colorado 80217 United States of been overcome by trimming the ends
or America, do hereby declare the invention, edges at an early processing
stage. However, for which we pray that a patent may be  in trimming the
edges of a cured mat to granted to us, and the method by which it is
produce an uncured intermediate product to  be performed, to  be
particularly  to obtain the desired shape for a tubular  55 10  described
in  and  by  the  following  object, a substantial loss of material
results. statement:-                           Since the glass fibers have
been coated with The present invention relates to an ap- resin and
therefore the glass trimmed away paratus for forming a tubular shaped
article  cannot be recycled. from a continuous fibrous blanket having a
The above problems are overcome by the  60 15  binder therein, the blanket
having at least present apparatus which folds the ragged one feathered
longitudinal edge portion.   edges of the uncured mass of glass fiber and
In the formation of mineral fiber products  forms desired shapes for the
edges and ends, produced from an uncured mass of mineral as the case may
be, and establishes the  - fibers formed, for example, by flame at- desired
density of the material in those  65 20  tenuating glass filaments drawn
from molten  regions. Density control can be such as to glass and gathering
the attenuated fibers on  maintain uniformity across the article or the a
foraminous conveyor subsequent to  apparatus may be used to increase the
spraying them with a resin binder, con- density of the edges or ends over
the center siderable loss of product  has been en- portion of the product.
An increase in  70 25  countered due to uneven or low density  density may
be desirable where the ends or marginal edges. Typically, the mass of glass
edges receive excessive or abusive handling fibers tends to build up
uniformly over the  and to militate against shipping damage. major portion
of the width of the mass and    The tubular object formed from the mass
tapers off toward the marginal edges. As a of mineral fibers is an
intermediate product  75 30  result, after the product, for example a mat
which is useful for producing numerous final or tube, formed from the mass
is cured, the  products. For example, the tubular objects marginal edges
must be trimmed to obtain  can be further processed into filters. square
edges of uniform density.        Accordingly, the present invention Where
the mass of uncured glass fibers is provides an apparatus for forming a
tubular  80 35  wrapped about a mandrel to form a tubular shaped article
from a continuous fibrous shape with the marginal edges forming the
blanket having a binder therein, said blanket ends of the tubular object,
low density ends  having a thick body portion and at least one were found
to be of such a soft nature as to  feathered  longitudinal edge portion
cause the ends to yield and to interfere with  generally parallel to its
direction of advance  85 40  the manipulating apparatus for the tubular
comprising a mandrel for winding said objects in the process of
manufacture. blanket around to form said tubular article, Typical
malfunctions attributable to the soft a pressure roll for forcefully
bearing against ends of the tubular objects include the said blanket while
it is being wrapped misalignment of the object which causes around said
mandrel, a conveyor for  90 45  jamming of the flow of tubular objects.
conveying said blanket to said mandrel, and Further, tubular objects with
soft ends are  at least one edge forming member pivotally [Price 25p]
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mounted in the path of said blanket at a  as it is advanced along its path
of travel. point before said blanket reaches said    FIG. 6 is an alternate
embodiment of the mandrel, said forming member having a first apparatus
illustrated in FIG. 3; surface defining  a turning face extending    FIG. 7
is a sectional view of a portion of 5  parallel to the direction of advance
of the  the apparatus illustrated in FIG. 6 taken  70 blanket and inclined
to a major face of said  along line 7-7 thereof; blanket at a first obtuse
angle, a second    FIGS. 1 and 2 illustrate, schematically, surface
defining a directing . surface for equipment for forming tubes from a mass
of directing said turned edge back onto said  fibers   10  formed  on  a
continuous 10  thick body portion prior to the point at foraminous conveyor
12 by, for example,  75 which said blanket contacts said pressure  flame
attenuation of glass filaments to form roil said directing surface being in
the form  the fibers which are adhered to each other of an ear contiguous
with said turning face  by a resin binder in an uncured state. The and
inclined with respect to the advance of uncured mass of glass fibers 10
tends to 15  the blanket at a  second obtuse angle said  build up uniformly
over a major portion of  80 second obtuse angle being less than said first
the width of the conveyor 12 and taper off at obtuse angle, said turning
face of said  marginal edges 13 of the mass 10 as shown in forming member
being in the shape of a  Figure 5A. Since the resin binder is in the sector
of a frustum of a cone and extending  uncured state, the mass of glass
fibers 10 is 20   around said pressure roll from a location in  pliable,
though having some resiliency, and   85 advance of where said blanket
contacts said  is readily shaped because relative movement roll  to a point
where the feathered edge of between the glass fibers in the mass 10 can
said blanket has been turned inward and  occur and the tacky coating gives
them the onto the thick body portion of said blanket, tendency to stick to
each other upon 25   and a third surface defining a blanket edge  contact.
A tube is formed from the loose  90 forming face, said forming member con-
blanket 10 of fibers by wrapping a given verting an unsevered feather edge
blanket length of the blanket about a mandrel 14 into a blanket having at
least one squared  while the mass 10 is in the uncured state. longitudinal
edge of the desired density.   The proper outside diameter of the tube and
30    The present apparatus is one which by  wall thickness is developed by
providing a  95 forming the shape of a mass of mineral pressure roll 16
which forcefully bears fibers into an intermediate product having  against
the material being wrapped on the the general shape of the final product,
mandrel as the tube is formed. eliminates the step of trimming either the
In practice, the blanket 10 is advanced 35  intermediateor  final products
and prevents along a path from the conveyor  12 over the  100 waste of
material normally lost  in the  press roll 16 to the mandrel 14 which is
trimming operation. Further, the control of heated to sear and thereby
secure the the density at the extremities of the inter- blanket. The
mandrel 14 is turret. mounted mediate product has resulted in elimination
so that  it can be positioned at a series of 40  of soft ends which
previously caused  stations (not shown) for the curing and  105 product
misalignment and jamming of line further processing of the fiber tube
formed equipment. The uniform  density of the  thereon. The mandrel 14 is
shown in its product extremities  also militates against winding  station
wherein it is driven in damage to these portions from handling and
rotation to wind the blanket thereon. The 45  shipping.
press roll 16 is mounted to swing in an arc  110 FIG. 1 is a top view of
equipment for generally coincident with a radius from the forming  tubular
objects  illustrated  mandrel 14 and is biased toward the schematically in
part and incorporating  mandrel with a controlled pressure so that
apparatus in accordance with the present as the wall of the fiber tube
builds with 50  application;                            successive layers
of wrapped blanket, the  115 FIG. 2 is a sectional view of the equip- roll
16 retreats from the mandrel 14. The ment and apparatus of FIG. 1 taken
along press roll 16 is driven through an over riding line 2-2 thereof;
clutch (not shown) at a peripheral speed of FIG. 3 is an enlarged
fragmentary view of the first layer of blanket on the mandrel. As 55  the
apparatus illustrated in FIG. 2;   the layers build, the increased
peripheral  120 FIG. 4 is an elevation of the apparatus speed of the
mandrel therefore tends to take illustrated in FIG. 3 and a portion of the
over drive of the press roll 16. elements cooperating therewith taken along
The frame 15 of the conveyor 12 is line  4-4 thereof:.              .
movable in an arc generally normal to the 60    FIGS. 5A through 5H
represent a series of plane of the upper flight of conveyor 12 so  125
cross-sectional views of the blanket taken  that as a length of fiber
blanket is to be 



normal to the blanket major face for introduced between the mandrel 14 and
stations along the edge and' forming ap- the roller 16 flight 12 is
positioned above the paratus as indicated in Figure 2 to illustrate  upper
limit of roll 16 As the blanket sup- 65  the progressive shaping of 'the
blanket edge  porting portion of the conveyor 12 passes  130    3
1,364,386                                  3 around an end roll 17 an  air
blast from    The above movement of the plate guide beneath the conveyor
lifts the blanket and  24 is important because, as described  above, 011
causes it to be advanced across the gap to  the pressure roll 16 bears
against the the upper face of the pressure roll 16. The  material being
wrapped on the mandrel 14 5   pressure roll 16 rotates to carry the blanket
which material is built up by a series of turns  70 around its upper
surface since it rotates  of the mandrel 114. When the pressure roll 16
clockwise as viewed  in. FIGS. 2 and 3. is moved away from the mandrel upon
build Counterclockwise rotation of the mandrel up of the wall thickness of
the tube being 14 picks up-the surface of the blanket which  formed, the
plate guide 24 moves relative to 10  was previously uppermost and is
adhered to  the pressure roll 16 to thereby remain in  75 that surface by a
heat cure of the binder  contact with the mandrel 14. Movement of
contacting that surface. Thereafter the  the pressure roll 16 is
accomplished by blanket length is drawn from the conveyor pivotally
mounting the pressure roll base 18 12 by the driven rotation of the mandrel
14. around a pivot 19 as indicated schematically 15  When a length of
blanket has been wrapped  in FIG. 2 in the directions of the arrows at  80
on the mandrel 14, the turret mounting  A. A contour edge 32 of the plate
guide 24, indexes one position, to  advance the  best illustrated in FIG.
3, provides contact wrapped mandrel to a further processing  between the
plate guide 24 and the mandrel. station and introduce an empty preheated
14 overa portion of the circumference of the 20  mandrel to the wrapping
station.          mandrel 14. The contour edge 32 is on a   85 The length
of the tubes formed on the  flange 34 of the guide plate. The line contact
mandrel 14 are defined by plate guides 24  between the contour edge and the
face of the properly located -along the pressure roll 16  mandrel 14
establishes a portion of the at each end to provide a distance between
flange 34 located between the pressure roll 25  them equal to the length
desired for the  16 and the mandrel 14 as an end wall for  90 tubes.
Advance of the blanket of the glass conforming the material of which the
tube is fibers 10 from the conveyor 12 to the tube  formed. shaping means,
i.e., the pressure roll 16 and    Mounting the plate guide 24 in a pivotal
the mandrel 14, causes the mass of glass manner provides it with the
necessary 30  fibers 10 to pass over the pressure roll 16  freedom to move.
The mounting is ac  95 between the plate guides 24. As the marinal
complished by extending the flange 34 edges of the mass of glass fibers 10
contact below the contour: edge 32 toward the the leading or upstream
portions of the plate  pressure roll base 18 to form an arm 36 guides they
are lifted and turned inward  which is affixed to pivot rod 38 passing 35
upon the thicker body portions of the  through a suitable aperture in the
arm 36.       100 blanket to build up the marginal edges and  FIG. 4
illustrates a plurality of upstanding increase their density while reducing
the  ears 40 for pivotally supporting the pivot rod transverse  dimension
of the product 38 on the pressure roll base and for formed as illustrated
in FIG. 1. The pair of providing a selection of mounting positions 40
plate guides 24 works in conjunction with  along the rod axis corresponding
to the  105 each other to cause a converging action  desired length of the
tubes to be formed. toward the mass of glass fibers 10 along a
Eccentrically mounting the plate guide 24. path in the direction of
movement of the  on the rod 38 results in a tendency for the mass 10 over
the portion of the length of its plate guide 24 to swing toward the mandrel
45  path where contact is made with the.plate  14 under the influence of
gravity to maintain  110 guide 24. While both marginal edges of the
contact with the mandrel 14. For more mass of glass fibers 10 are contacted
in the  positive positioning of the plate guide 24 a embodiment
illustrated, if desired a single  spring, not illustrated, could be added
plate guide 24 could be used to contact a  between the plate guide 24 and
the pressure 50  single marginal edge. The plate guides 24  roll base 18 to
bias the plate guide toward  115 are located between a pair of segments 26
the mandrel 14. Further, the arm 36 of the on each end of the pressure roll
16. Attach-  plate guide 24 may be provided with stops ment of the segments
is accomplished by  such as a pin 42 adapted to abut pressure 



sliding an aperture therein over an axle 28  roll base 18 for limiting the
arcuate motion 55  extending from a long body portion 30 of the  of the
plate guide 24. The pin 42 can be  120 pressure roll. The segments 26 are
used to adjustably secured to the arm 36 to establish vary the effective
length of the pressure roll a desired limit. Alternate means for limiting
16 to match the length of the tube being    the movement of the plate guide
24 could ne produced. Movement of the plate guides provided   including
screws   and 60  transverse of the axle 28 is accommodated  protuberances
which could also be located  125 by securing the segments to the axle 28
with    on the opposite side of the axis from the a spacer between them, or
between the body  position illustrated for the pin 42. portion 30 and a
segment 26, slightly larger    The guide 24 is composed of three than the
thickness of a portion of a  plate  primary functioning elements. The func-
65  guide 24.      -                        tions of those elements are
illustrated in  130    4                                   1,364,386
4 FIG. 5 as they operate on a given cross not be carried around
right-circular section of the blanket on the conveyor 12 as cylinders of
the type represented by the it is passed to the pressure roll 16 and then
pressure roll 16 and the mandrel 14. between the roll 16 and the mandrel
14. The   In the curved blanket path the flange 34 is 5   feathered edges
13 of the blanket of fibers shaped in the general form of a sector of an
70 10 are engaged by a turning surface 48  annulus with an opening 44 in
the center to which generally conforms to the path of the  fit over the
pressure roll axle 28. The blanket and is inclined to the blanket major
opening 44 is of sufficient size to allow free faces at an obtuse angle. In
the case of a movement of the plate guide 24 about the 10  path over a
cylindrical surface, the turning  axis 38. The outer edge portion 46 of the
75 surface 48 can be a sector of frustum of a flange 34 is inclined at an
obtuse angle to the cone having a length sufficient to extend  major face
of the blanket 10 over a curved around the pressure roll 16 from a location
surface following the curve of roll 16 in the in advance of any contacted
by the blanket  general form of a sector of a frusto conical 15  10 to a
point where the edges 13 have been  surface 48 having its major base toward
the   80 turned inward on the major body portion of proximal end of the
pressure roll 16. The the body.                             frusto conical
surface extends from the As viewed in FIG. 5A the blanket at region into
which the conveyor flight 12 station A of FIG. 2.has feathered edges 13
carries the fiber blanket 10 as the flight is 20  which are picked up by
turning surfaces 48 carried about a roller 45 to a region . ap-  85 before
the major surface of the blanket proaching that between the pressure roller
engages roll 16 as at station B of FIG. 2 and  and the mandrel 14 upon
which the blanket FIG. 5B. When advanced to station C of is wound. The
inelination of the conical FIG. 2, the blanket major surface is sup-
surface 48 toward the flange 34 lifts and 25  ported by the roll 16 as
shown in FIG. 5C. In  initiates an inward folding of the longitudinal  90
this state the feathered edges are upstanding  edge of the blanket which is
augmented by and somewhat drawn in toward the major ears 50 having a
greater inclination to the body portion of blanket 10.           direction
of advance of the blanket. The further advance of blanket 10 brings   The
ears 50 extend across the width of the 30  its elevated edges into contact
with a  conical surface 48 and project outwardly. 95 directing surface in
the form of an ear 50  therefrom with a leading edge 52 facing which is
contiguous with turning surface 48  upstream of the movement of the mass of
and is inclined with respect to the path of. glass fibers 10 and a trailing
edge 54 advance of the blanket at an obtuse angle so  downstream. The
leading edge 52 is 35  that as the blanket advances the edges are
positioned on the outer edge of the conical  100 turned inward as shown in
FIG  5D  surface 48 a distance from the trailing edge depicting station D
of FIG. 2. Downstream  54 greater than the axial height of the of station D
the directing surface 50 is closer conical surface 48 so that the ears 50
form a to the centerline of the blanket path so that surface which may be
plane or curved and is 40  the rolling edge is greater. The diverting
presented to the advancing mass of glass  105 surface 50 converges to the
flange 34. The fibers 10 at an inclination to the direction of flange 34 in
the region between the pressure advance of the mass and a greater in- roll
and the mandrel comprises the ultimate  clination to the major face of
blanket 10 blanket edge forming face of the guide 24. than the surface 48.
As the marginal edge of 45  StationE of FIG. 2and FIG SE illustratethe the
mass of glass fibers 10, which has been  110 



initial location where guide surfaces normal lifted upward in a folding
motion imparted to the roller are exclusively presented to the by the
arcuate surface 48, approaches the edges 13.
converging surface 50, a further folding is The folded and turned in edges
are imparted upon contact with the converging 50  compressed to a uniformly
dense mass surface 50 to direct the marginal edge in  115 between the
mandrel 14 and the pressure upon the mass 10. The above folding action roll
16 as shown at Station F of FIG. 2 and of the marginal edges by the
surfaces 48 and FIGS. 5F, SG and 5H representing the first 50 of the plate
guides 24 folds the feathered and second and fourth wraps of the blanket or
ragged material of the marginal edges and 55  10 at that station.
directs it to the shaping or forming surface  120 Since the edge portions
can be gathered of the flange 34 adjacent the contour edge by an elevating
means which either lifts or 32 forming the end wall for the tube. depresses
relative to the blanket, and the   A further extension 56 of the ear 50 has
a directing means can complement  that surface extending outwardly from the
plate 60  displacement in either direction, it should guide towards the
proximal end of . the  125 be appreciated that the edge forming pressure
roll 16 from the converging surface techniques are adaptable to various
blanket of ear 50. Extension 56 serves to pick up any path orientations
including vertical runs fringes of the marginal edge of the mass of
provided the blanket is controlled in its glass fibers 10 extending beyond
the con- 65  travel. Further, the path of the blanket need verging surface
of ear 50.      130    5                                  1,364,386
5 The plate guide 24 controls the density of intermediate and final states
of the product. the  edges by continually  folding  the  Further the
problems of jamming through longitudinal marginal edges of the given
misalignment of the products caused by soft length of a mass of glass
fibers 10 using the   ends climbing intermediate line operation 5  first
generally  frusto  conical  and  transfer chutes has been eliminated  70
augmenting converging surfaces 48 and 50  resulting in more efficient line
operation. to gather the feathered marginal edge material and direct it to
the second edge   WHAT WE CLAIM IS:- forming or shaping surface such as the
1. An apparatus for forming a tubular 10  annular portion 34. The annular
portion 34  shaped article from a continuous fibrous is illustrated as
being normal to the major blanket having a binder therein, said blanket 75
surface of the fiber blanket 10 and the axis having a thick body portion
and at least one of rotation of mandrel 24 to form a square  feathered
longitudinal edge portion edge on the mass 10 and therefore on the
generally parallel to its direction of advance, 15  end of the tube. It is
to be understood that comprising a mandrel for winding said other surface
orientation or shapes of the  blanket around to form said tubular article,
80 end wall portion of the flange 34 could be  a pressure roll for
forcefully bearing against incorporated to impart other shapes to the  said
blanket while it is being wrapped end of the tube, for example, a chamfer.
The  around said mandrel, a conveyor for 20   amount of folding on the
marginal edges is a conveying said blanket to said mandrel, and function of
the width of the surfaces which  at least one edge forming member pivotally
85 fold and direct the material to the forming  mounted in the path of said
blanket at a or shaping surface and the density of the  point before said
blanket reaches said material in the blanket portion operated  mandrel,
said formingmemberhaving a first 25   upon by the guide. The above approach
is a surface defining a turning face extending direct approach to density
control which is parallel to the direction of advance of the  90 superior
to gauging the depth of the wall blanket and inclined to a major face of
said formed on the object because depth alone is blanket at a first obtuse
angle, said turning not determinative of the density of an  face being in
the shape of a sector of a 30   object.
frustum of a cone and extending around said FIGS. 6 and 7 illustrate a
modification of pressure roll from a location in advance of  95 the
apparatus of FIGS. 3 and 4 having only where said blanket contacts said
roll to a one converging surface 58 in conjunction  point where the
feathered edge of said with the frusto conical surface 48. The blanket has
been turned inward and onto 35  surface 58 converges with respect to the
the thick body portion of said blanket, said direction  of advance of the
blanket, forming member having a second surface  100 however, it is
essentially perpendicular to  defining a directing surface for directing 



the major face of the blanket and has said edge portion back onto said
thick body generally vertically extending leading and  portion prior to the
point at which said 40  trailing edges 60 and 62. The modified form
blanket contacts said pressure roll, said is simpler to manufacture while
the original directing surface being in the form of an ear 105 has leading
and trailing edges 52 and 54 contiguous with said turning surface and more
accommodating to the natural fall of inclined with respect to the advance
of the displacement of the mass of glass fibers and  blanket at a second
obtuse angle, said 45   has the additional directing surface in the  second
obtuse angle being less than said first ear portion 56.
obtuse angle, and a third surface defining a  110 The present apparatus
provides a means blanket edge forming face, said forming of shaping or
forming the ends and/or edges member converting the unsevered feather of
products produced from a mass of glass  edged blanket into a blanket having
at least 50  fibers having uniform density ends with the  one squared
longitudinal edge of the desired remainder of the product and of the
desired  density.                         115 configuration. The apparatus
may also be   2. The apparatus according to Claim 1 used to produce ends or
edges of a greater wherein said ear extends across the width of density
than the remainder of thy product. said turning surface and projects
outwardly 55     By using the apparatus on an uncured  therefrom with a
leading edge facing up- mass of glass fibers to produce an in- stream of
the moving blanket and a trailing  120 term-ediate product which  can be
sub-  edge downstream. sequently cured to set its shape, the   3. An
apparatus according to Claim 1 operation of trimming the product sub-
wherein said ear has a surface extending 60   sequent to its formation has
been eliminated  outwardly towards the end of said pressure together with
the previous loss of material roll to pick up any fringe of the feathered
125 from trimming. The uniform density of the  edge of said blanket. ends
and/or edges of the intermediate   4. An apparatus according to either of
product makes the product less susceptible  Claims 2 or 3 wherein said
leading and 65   to handling and shipping damage in both the  trailing
edges are of a shape accommodating    5
1,364,386                                 5 The plate guide 24 controls the
density of intermediate and final states of the product. the edges by
continually folding the  Further the problems of jamming through
longitudinal marginal edges of the given  misalignmentoftheproductscaused
by soft length of a mass of glass fibers 10 using the ends climbing
intermediate line operation 5  first generally  frusto  conical  and
transfer chutes has been eliminated  70 augmenting converging surfaces 48
and 50 resulting in more efficient line operation. to gather the feathered
marginal edge material and direct it to the second edge   WHAT WE  CLAIM
IS:- forming or shaping surface such as the   1. An apparatus for forming a
tubular 10  annular portion 34. The annular portion 34 shaped article from
a continuous fibrous is illustrated as being normal to the major blanket
having a binder therein, said blanket 75 surface of the fiber blanket 10
and the axis having a thick body portion and at least one of rotation of
mandrel 24 to form a square feathered  longitudinal edge portion edge on
the mass 10 and therefore on the generally parallelto its direction of
advance, 15  end of the tube. It is to be understood that compriing a
mandrel for winding said other surface orientation or shapes of the
blanket around to form said tubular article,  80 end wall portion of the
flange   could be  a pressure roll for forcefully bearing against
incorporated to impart other shapes to the said blanket while it is being
wrapped end of the tube, for example, a chamfer. The  around said mandrel,
a conveyor for 20  amount of folding on the marginal edges is a conveying
said blanket to said mandrel, and function of the width of the surfaces
which  at least one edge forming member pivotally  85 fold and direct the
material to the forming  mounted in the path of said blanket at a or
shaping surface and the density of the point before said blanket reaches
said material in the blanket portion operated  mandrel, said forming member
having a first 25   upon by the guide. The above approach is a surface
defining a turning face extending direct approach to density control which
is parallel to the direction of advance of the  90 superior to gauging the
depth of the wall blanket and inclined to a major face of said formed on
the object because depth alone is blanket at a first obtuse angle, said
turning not determinative of the density of an  face being in the shape of
a sector of a 



30   object.                               frustum of a cone and extending
around said FIGS. 6 and 7 illustrate a modification Of pressure roll from a
location in advance of  95 the apparatus of FIGS. 3 and 4 having only where
said blanket contacts said roll to a one converging surface 58 in
conjunction point where the feathered edge of said with the frusto conical
surface 48. The blanket has been turned inward and onto 35  surface 58
converges with respect to the the thick body portion of said blanket, said
direction of advance of the blanket, forming member having a second surface
100 however, it  is essentially perpendicular to  defining a directing
surface for directing the major face of the blanket and has said edge
portion back onto said thick body generally vertically extending leading
and portion prior to the point  at which said 40  trailing edges 60 and 62.
The modified form  blanket contacts said pressure roll, said is simpler to
manufacture while the original directing surface being in the form of an
ear 105 has leading and trailing edges 52 and 54 contiguous with said
turning surface and more accommodating to the natural fall of inclined with
respect to the advance of the displacement of the mass of glass fibers and
blanket at a second obtuse angle, said 45   has the additional directing
surface in the second obtuse angle being less than said first ear portion
56.                       obtuse angle, and a third surface defining a 110
The present apparatus provides a means blanket edge forming face, said
forming of shaping or forming the ends and/or edges member converting the
unsevered feather of products produced from a mass of glass  edged blanket
into a blanket having at least 50  fibers having uniform density ends with
the one squared longitudinal edge of the desired remainder of the product
and of the desired  density.                        115 configuration. The
apparatus may also be   2. The apparatus according to Claim 1 used to
produce ends or edges of a greater wherein said ear extends across the
width of density than the remainder of thy product. said turning surface
and projects outwardly 55     By using the apparatus on an uncured
therefrom with a leading edge facing up- mass of glass fibers to produce an
in- stream of the moving blanket and a trailing  120 termediate product
which can be sub  edge downstream. sequently cured to set its shape, the
3. An apparatus according to Claim 1 operation of trimming the product sub-
wherein said ear has a surface extending 60   sequent to its formation has
been eliminated  outwardly towards the end of said pressure together with
the previous loss of material roll to pick up any fringe of the feathered
125 from trimming. The uniform density of the  edge of said blanket. ends
and/or edges of the intermediate   4. An apparatus according to either of
product makes the product less susceptible Claims 2 or 3 wherein said
leading and 65  to handling and shipping damage in both the  trailing edges
are of a shape accommodating    014 6
1,364,386                                    6 the natural fall of
displacement of said  forming member has a tendency to swing  15 feathered
edge and wherein there is an  toward said mandrel. additional directing
surface in said ear.  7. Apparatus substantially as hereinbefore 5. An
apparatus according to Claim 1  described with particular reference  to 5
wherein said ear converges in conjunction  Figures 1 to  7 of the
accompanying with the turning surface with respect to the  drawings.
20 direction of the advance of the blanket, is essentially perpendicular to
the major face of the blanket and has generally vertically   LEWIS W. GOOLD
& CO., 10  extending leading and trailing edges.            Chartered
Patent Agents, 6. An apparatus according to any one of           St Martins
House, Claims 1 to 5, wherein said pivotally mounted          Bull Ring,
edge forming member is eccentrically              Birmingham, B5 5EY,
mounted in such a manner that said edge           Agents for Applicants.
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