
1,139,153                                    5      4. The  pressure is
then reduced allowing the  ing roller on the pipe being formed until por-
roller to attain its original speed. The speed  tions of the mixture no
longer adhere to the                  differential between the mould 8 and
the  compacting roller and the pipe is compacted. 



roller 4 causes the roller to be cleaned of the    4. Method according to
claim 3, wherein 5  adhering material. Pressure is then re-applied  the
proportion of resin to aggregate in the  65                  on the
resin-aggregate mixture and these  mixture is between 1 part of resin to 12
parts                    steps are repeated as long as some of the mix-  of
aggregate by weight and 1 part of resin                  ture adheres to
the roller. When this no lon-  to 20 parts of aggregate by weight.
ger occurs and compaction is completed, the    5. Method  of manufacturing
a  resin-              10  pipe is cured and removed from the mould.
aggregate pipe or a composite pipe as claimed  70
in claim  1 or claim 2, utilizing a rotatable                   WHAT WE
CLAIM IS: -                     pipe  forming mould, a compacting roller
1. A resin-aggregate pipe or a composite  mounted to extend longitudinally
of the mould                   pipe composed partly of resin-aggregate and
rotatable on an axis parallel to the axis of                   partly of
concrete or similar material, in which  the mould and movable towards and
away  75              15  the proportion of resin to aggregate in the  from
the  adjacent internal surface of the 



pipe or in a part of the pipe is less than 1  mould, and means for applying
pressure trans-                  part of resin to 12 parts of aggregate by
versely of the compacting roller to urge the      weight.
compacting roller lengthwise towards the ad-                    A
resin-aggregate pipe or a composite  jacent inner surface of the mould, the
method  80              20  pipe according to claim  1, wherein the pro-
comprising the steps of introducing a pipe                  portion of
resin to aggregate in the pipe or  formable monomer - polymerization
catalyst-                  in part of the pipe is between 1 part of resin
aggregate mixture in which the proportion of                to 12 parts of
aggregate by weight and 1 part  monomer to aggregate is less than 1 part of
of resin to 20 parts of aggregate by weight.  monomer to 12 parts of
aggregate by weight  85            3. Method of manufacturing a
resin-aggre-  into the mould, rotating the mould to apply gate pipe or a
composite pipe as claimed in  centrifugal force to the mixture to form the
claim 1 or claim 2, utilizing a rotatable pipe  pipe, rotating the
compacting roller at a speed   forming mould, a compacting roller mounted
greater than the speed of rotation of the 



to extend longitudinally of the mould rotat-  mould out of contact with the
pipe being  90              30  able on an axis parallel to the axis of the
formed, moving the compacting roller into mould and movable towards and
away from   contact with the pipe being formed, applying the adjacent
internal surface of the mould,  pressure to the compacting roller to force
the                  and means for applying pressure transversely
compacting  roller against the pipe being   of the compacting roller to
urge the compact-  formed to compact the mixture, reducing the  95   35
ing roller towards the adjacent inner surface  pressure exerted by the
compacting roller on   of the mould, the method comprising the  the pipe
being formed when portions of the steps of introducing a pipe formable
resin-  mixture adhere to the compacting roller, in- aggregate mixture in
which the proportion of  creasing the pressure exerted by the com- resin to
aggregate is less than 1 part of resin  pacting roller on the pipe being
formed when  100 40  to 12 parts of aggregate by weight into the  the
difference in the speed of rotation be- mould, rotating the mould to apply
centri-  tween the mould and the compacting roller 



fugal force to the mixture to form the pipe,  causes the adhering portion
of the mixture   moving the compacting roller into contact  to be cleaned
from  the compacting roller, with the pipe being formed and rotating the
repeating the steps of reducing and increasing  105 45  compacting roller
at a speed greater than  the pressure exerted by the compacting roller the
speed of rotation of the mould, applying  on the pipe being formed until
portions of                  pressure -to the compacting roller to force
the  the mixture no longer adhere to the compact-  compacting  roller
against the pipe being  ing roller and the pipe is compacted, and  formed
to compact the mixture, reducing the  then heat curing the formed pipe so
that the 110             50  pressure exerted by the compacting roller on
monomer is converted into resin. the pipe being formed when portions of the
6 Method according to claim  5, wherein mixture adhere to the compacting
roller, in-  the proportion of monomer to aggregate in
creasing the pressure exerted by the com-  the mixture is between 1 part of
monomer to                   pacting roller on the pipe being formed when
12 parts of aggregate by weight and 1 part of 115 



55  the difference in the speed of rotation be-  monomer to 20 parts of
aggregate by weight.     tween the mould and the compacting roller
R.G.C. JENKINS & CO.,                   causes the adhering portion of the
mixture         Chartered Patent Agents,                   to be cleaned
from  the compacting roller,     Chancery House, 53/64, Chancery Lane,
and repeating the steps of reducing and in-            London, W.C.2.  60
creasing the pressure exerted by the compact-      Agents for the
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