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AND APPARATUS FOR COATING PIPE (71)   We, H.C. PRICE Co., a corpora-
directions on to the pipe sections as the tion duly organized under the
laws or the  latter move into alignment with the coating State of
California, and having our prin- station. cipal place of business at Price
Tower.  Further  according  to  the  present 5 Washington  County,
Oklahoma, United  invention there is provided pipe coating 50 States of
America, do hereby declare the  apparatus comprising  first and  second
invention, for which we pray that a patent  pipe-supporting vehicles for
moving first may be granted to us, and the method by  and second pipe
sections along spaced, which it is to be performed, to be par-
fore-and-aft extending paths of travel; first 10 ticularly described in and
by the following  and second coating applicators disposed 55 statement:
adjacent to the respective paths of travel This invention  relates to  a
coating  of said vehicles; a coating preparation sta- apparatus and method,
and more particu-  tion disposed intermediate said paths of larly but not
especially, to a method and  travel; and delivery means for alternately 15
apparatus for expediting the coating of  transporting coating material from
said sta- 60 pipe sections.                          tion to said first and
second applicators. It has long been the practice to provide    An
embodiment of the present invention a protective coating for pipe sections
to be  will now be described by way of example buried in the ground and
also for pipe  with reference to the accompanying draw- 20 lines placed in
marine applications. The  ings in which:-                       65 coating
is usually either a concrete agg-    Figure 1 is a top plan view of a
coating regate material or a mastic material with a  apparatus; Fig. 2 is
an enlarged cross-sec- bituminous asphaltic base.              tional view
of the apparatus taken along While several methods of coating the  line 2-2
of Fig. 1; 25 pipe sections have been utilized, one of the    Fig. 3 is an.
enlarged front elevational 70 most desirable from  a cost standpoint  view
of one of the control gates which makes use of a rapidly rotating. brush to
maintain a uniform  level of the coating impinge the coating material onto
the pipe  material along the feeder belt, with por- sections as the latter
move relative to the  tions being broken away from purposes of 30 rotating
brush. This method, which was  illustration; and                      75
initially limited to concrete coatings, has    Fig. 4 is a partial side
elevational view recently  been  successfully  extended  to  of the
apparatus shown in Fig. 3. mastic coatings.
Referring initially to Figure 1, a pipe According to the present invention
there  coating plant is designated generally by the 35 is provided a method
of 'coating a pair of  numeral 10 and includes a central coating 80 pipe
sections comprising the steps of  station 12 from which coating material is
providing a coating station from which a  delivered to a pair of identical
coating app- coating material is delivered; moving the  licators 14 and 16.
A pair of spaced, paral- pipe sections to be coated along spaced  lel
tracks 18 and 20 are disposed per- 40 paths of travel on opposite sides of
said  pendicular and adjacent to the respective 85 station, said sections
being spaced from   applicators 14 and 16. The tracks 18 and each other in
their directions of travel so  20 are longitudinally extending past a pair 



as to alternately bring said sections into  of loading stations where pipe
sections 22 alignment with said station; and alternately  and 22' are
supported upon two sets of 45 directing the coating material in opposite
pipe racks 24 and 26 respectively.  90 [Price 25p]    A pair of
pipe-coating vehicles 28  and        matwerial   onto the  the belt.A
roller 98 at 30 are each comprised  of  a  pair  of one side of the belt 60
restricts lateral individual  coating  buggies 32. The pipe   movement   of
the  latter and a similiar roller sections 22 and 22' are moved from the is
5 supporting racks 24 and 26 and onto the  to restrict lateral movement
vehicles 28 and 30 by loading jacks 34 and   to restrict lateral movement
36 respectively.                               A  pair of conveyor belts
100 and 102 The coating station 12 includes a storage           which are
driven by motors area which encloses a quantity of sand 38 respectively,
transport the  coating material used in preparing the concrete coating, and
from  the feeder belt 60 to the respective  75 a pair of tanks 40  store  a
supply of  applicators 16.  The delivery belts cement which is fed through
a conveyor 42  100 and 102 are supported by rollers and a chute 44 to a pug
mill 46.A pair of  110,112 and 114 disposed to as and a chute 44 to a pug
mill 46. A pair belts hoppers 48 provide structure for intro-  fore
applicators 14 and 16. The delivery belts ducing the sand 38 into the pug
mill 46  and the respective applicators. through the chute 44.  Any of the
concrete  As each of the application 14 and 16 are coating material which
does not  adhere     identical, only one of the same the pipe section being
coated drops into   cribed in detail. Each of the applicators, further
details 1   rete   &. hc   o. A  pair of Operator's cltkoni  1200    3
1 339 528                                      3 belt 102 and applicator
16. As the coating  gives rise to a method and apparatus for material drops
onto the belt 118 which is  coating pipe sections which includes throw-
moving at a high speed, it is flung onto a  ing, spraying, or impinging the
coating on pipe section 22 by the action of the rapidly  to the sections
and wherein the coating 5 rotating brush 116. The latter also serves  time
per unit is substantially reduced by 70 to assure that the coating material
remains  using spaced, parallel coating lanes on sufficiently particulate
to provide a com-  opposite sides of a central coating prepara- pactable,
adherent mass for contact with  tion station. the outer surface of the pipe
section. It is    The embodiment also  minimizes the 10 to be understood,
of course, that in apply-  equipment required for the coating of pipe 75
ing certain coatings it is necessary to  sections by utilizing a central
supply facil- include a layer of reinforcing material (not  ity and pug
mill for supplying duel app- shown) which is wrapped around the pipe
licators located on opposite sides of the' section simultaneously with the
coating  pug mill, to permit handling of a pair of 15 operation. The
control gates 88, 132 and  pipe sections with less than twice the 80 134
are raised or lowered to assure a  equipment previously required to coat a
uniform  and evenly distributed layer of  single pipe section. coating
mtaerial upon the belts 60, 100 and    Further duel applicators are
utilized and 102.                                     a reversible feeder
belt allows both app- 20   It is to be understood that in normal  licators
to be applied from a single source 85 operation the motor 80 will be timed
to  by simply reversing the direction of travel reverse its direction
periodically to deliver  of the belt. 



coating material to either the belt 100 or the belt 102 depending upon
which of the    WHAT WE CLAIM IS: 25 coating vehicles 28 or 30 is in
alignment                                         90 with an applicator 14
or 16. It will be    1. A method of coating a pair of pipe appreciated that
by utilizing the coating  sections comprising the steps of: providing
method of the present invention, which  a coating station from  which a
coating includes providing a central coating station  material is
delivered; moving the pipe sec- 30 from which a coating material is
delivered,  tions to be coated along spaced paths of 95 moving a pair of
pipe sections forward and  travel on opposite sides of said station,
backward [err] out of phase along spaced, said sections being spaced from
each other parallel paths of travel on opposite sides of  in their
directions of travel so as to alter- the station, and alternately impinging
the  nately bring said sections into alignment 35 coating material onto the
pipe sections as  with said station; and alternately directing 100 the
latter are rotated and brought into  the coating material in opposite
directions alignment with the coating station, a pair  onto the pipe
sections as the latter move of pipe sections can be coated in only  into
alignment with the coating station. slightly greater time than has been
previous-    2. A method as set forth in Claim  1, 40 ly required for
coating a single pipe sec-  wherein said moving step includes moving 105
tion. This is accomplished with less than  said sections along parallel
paths of travel twice the equipment and labor that has  which paths are
perpendicular to the line previously been required  for coating  a  of
delivery of material from  said coating single pipe section.
station. 45   It will, of course, be apparent to those    3. A method as
set forth in Claim 1 or 110 skilled in this art that the construction
Claim 2, wherein said moving step includes might be varied somewhat without
depart-  moving said sections forward to said coat- ing from the principles
of this invention.  ing station and backward away from said For example, a
single belt could extend  station along said paths of travel and 50 between
applicators 14 and 16. This single  removing said sections from  said paths
115 belt would be reversibly driven to provide  after said backward
movement is com- the feature of alternate directions of travel  pleted. for
the coating material to the respective    4. A method as set forth in Claim
3, applicators.  Such  construction,  while  wherein is included the step
of spacing 55 capable of accomplishing  most of the  said sections so that
their paths of travel 120 objects of the invention, would also permit  are
[err] out of phase whereby one of said elimination of the reversible belt
60. On  sections is at the forward end of its path the  other  hand, this
construction  is  of travel when the other of said sections is believed
less efficient in overall operation  at the backward end of its path of
travel. 60 because of the necessity for repeatedly    5. A method as set
forth in Claim  3, 125 reversing  the  direction  of  a  single, wherein
said  directing  step  includes relatively  long  belt  rather  than  the
impinging said coating on said pipe sec- suhstantially shorter belt 60
utilized in  tions. applicant's presently preferred construction.    6. A
method as set forth in any one of 65   Thus the embodiment described above
Claims 1 to 5, wherein is included the step 130    3
1 339 528                                       3 belt 102 and applicator
16. As the coating  gives rise to a method and apparatus for material drops
onto the belt 118 which is  coating pipe sections which includes throw-
moving at a high speed, it is flung onto a  ing, spraying, or impinging the
coating on pipe section 22 by the action of the rapidly  to the sections
and wherein the coating 5 rotating brush 116. The latter also serves  time
per unit is substantially reduced by  70 to assure that the coating
material remains  using spaced, parallel coating lanes on 



sufficiently particulate to provide a com-  opposite sides of a central
coating prepara- pactable, adherent mass for contact with  tion station.
the outer surface of the pipe section. It is    The  embodiment also
minimizes the 10 to be understood, of course, that in apply-  equipment
required for the coating of pipe 75 ing certain  coatings it is necessary
to  sections by utilizing a central supply facil- include a layer of
reinforcing material (not  ity and pug mill for supplying duel app- shown)
which is wrapped around the pipe  licators located on opposite sides of the
section  simultaneously  with the coating  pug mill, to permit handling of
a pair of 15 operation. The control gates 88, 132 and  pipe sections with
less than twice the 80 134 are raised or lowered to assure a  equipment
previously required to coat a uniform  and evenly distributed layer of
single pipe section. coating material upon the belts 60, 100 and    Further
duel applicators are utilized and 102.
a reversible feeder belt allows both app- 20   It is to be understood that
in normal  licators to be applied from a single source 85 operation the
motor 80 will be timed to  by simply reversing the direction of travel
reverse its direction periodically to deliver  of the belt. coating
material to either the belt 100 or the belt 102 depending upon which of the
WHAT WE CLAIM IS: 25 coating vehicles 28 or 30 is in alignment
90 with an applicator 14 or 16. It will be    1. A method of coating a pair
of pipe appreciated that by utilizing the coating  sections comprising the
steps of: providing method of the present invention, which  a coating
station from  which a coating includes providing a central coating station
material is delivered; moving the pipe sec- 30 from which a coating
material is delivered,  tions to be coated along spaced paths of 95 moving
a pair of pipe sections forward and  travel on opposite sides of said
station, backward [err] out ot phase along spaced, said sections being
spaced from each other parallel paths of travel on opposite sides of  in
their directions of travel so as to alter- the station, and alternately
impinging the nately bring said sections into alignment 35 coating material
onto the pipe sections as  with said station; and alternately directing 100
the latter are rotated and brought into  the coating material in opposite
directions alignment with the coating station, a pair  onto the pipe
sections as the latter move of pipe sections can be coated in only  into
alignment with the coating station. slightly greater time than has been
previous-    2. A method as set forth in Claim  1, 40 ly required for
coating a single pipe sec-  wherein said moving step includes moving 105
tion. This is accomplished with less than  said sections along parallel
paths of travel twice the equipment and labor that has  which paths are
perpendicular to the line previously been required  for coating  a  of
delivery of material from  said coating single pipe section.
station. 45   It will, of course, be apparent to those    3. A method as
set forth in Claim 1 or 110 skilled in this art that the construction
Claim 2, wherein said moving step includes might be varied somewhat without
depart-  moving said sections forward to said coat- ing from the principles
of this invention.  ing station and backward away from said For example, a
single belt could extend  station along said paths of travel and 50 between
applicators 14 and 16. This single  removing said sections from  said paths
115 belt would be reversibly driven to provide  after said backward
movement is com- the feature of alternate directions of travel  pleted. for
the coating material to the respective    4. A method as set forth in Claim
3, applicators.  Such   construction,  while  wherein is included the step
of spacing 55 capable  of accomplishing  most of the  said sections so that
their paths of travel 120 objects of the invention, would also permit  are
[err] out of phase whereby one of said elimination of the reversible belt
60. On  sections is at the forward end of its path the  other  hand, this
construction  is  of travel when the other of said sections is believed
less efficient in overall operation  at the backward end of its path of
travel. 



60 because of the necessity for repeatedly    5. A method as set forth in
Claim  3, 125 reversing  the  direction  of  a  single,  wherein  said
directing  step  includes relatively  long  belt  rather  than  the
impinging said coating on said pipe sec- substantially shorter belt 60
utilized in  tions. applicant's presently preferred construction.    6. A
method as set forth in any one of 65   Thus the embodiment described above
Claims 1 to 5, wherein is included the step 130    4
1 339 528                                         4 of  rotating  said
pipe  sections  during  second delivery conveyor for transporting impinging
of said coating.                  coating material from  said station to
said 35 7. . A method as set forth in any one of  second applicator. Claims
1 to 5, wherein is included the step    12. Apparatus as claimed in claim
11, 5 of collecting any of said  material not  including a feeder structure
interposed be- adhering to said sections and returning the  tween said
station and said first and second same to said coating station.
delivery means for receiving coating mate- 40 8. Pipe coating apparatus
comprising:  rial from said station and selectively supply- first and
second pipe-supporting vehicles  ing each of said first and second delivery
10 for moving first and second pipe sections  conveyors with said material.
along spaced, fore and aft extending paths     13. Apparatus as claimed in
claim  12, of travel; first and second coating app-  wherein said feeder
structure comprises a 45 licators disposed adjacent to the respective
conveyor disposed in fore and aft align- paths of travel of said vehicles;
a coating  ment with said first and second delivery 15 preparation  station
disposed intermediate  means; and reversible drive  means  for said paths
of travel; and delivery means  moving said conveyor in either one of two
for alternately transporting coating material  opposed directions.
50 from  said station to said first and second    14. A method of coating a
pair of pipe applicators.                                sections
substantially as hereinbefore des- 20   9. Apparatus as claimed in Claim
8, cribed with reference to the accompanying wherein said paths of travel
are parallel  drawings. and  said applicators  are  disposed  per-    15.
Pipe coating apparatus substantially 55 pendicular to the respective paths
of travel.  as hereinbefore described with reference to 10. Apparatus as
claimed in Claim 8 or  the accompanying drawings. 25 Claim 9, wherein each
of said coating app- licators comprises an impinger for directing
"FITZPATRICKS, the coating material onto said pipe see-
Chartered Patent Agents. tions.
14-18 Cadogan Street, 11. Apparatus as claimed in any one of
Glasgow G2 6QW 30 claims 8  to  10, wherein  said  delivery
and means comprises a first delivery conveyor                Warwick House,
for transporting coating material from said             Warwick Court,
station  to  said  first applicator, and  a    .       London WC1R 5DJ.
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