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(57) ABSTRACT 

A spinner disc for a rotary ?beriZation process, includes a 
base plate and an annular peripheral sidewall extending 
upWard from the base plate Which has a plurality of roWs of 
?beriZing holes therein for ?beriZing molten thermoplastic 
?beriZable materials by centrifugal force. The base plate has: 
a central bore therein on a rotational axis of the spinner disc 
for mounting the spinner disc on a drive shaft; an outer 
annular portion for receiving molten thermoplastic ?beriZ 
able materials to be ?beriZed; and an inner annular portion 
intermediate the central bore and the outer annular base plate 
portion. Aplurality of slits in the inner annular portion of the 
base plate, passing completely through the base plate from 
an upper surface of the base plate to a loWer surface of the 
base plate and radiating outWard from a periphery of the 
central bore, relieve stresses in the base plate, especially 
during a start-up of a ?beriZing process, and permit hot gases 
to pass out from Within the spinner disc during a ?beriZing 
operation to heat the underside of the spinner disc. 
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SPINNER DISC AND ROTARY FIBERIZATION 
PROCESS 

BACKGROUND OF THE INVENTION 

[0001] The present invention relates to a spinner disc for 
a rotary ?beriZation process and a rotary ?beriZation process 
Which utilizes the spinner disc, and, in particular, to a 
spinner disc Which has a plurality of slits in an inner annular 
portion of the spinner disc base plate that pass completely 
through the base plate from an upper surface of the base 
plate to a loWer surface of the base plate and radiate outWard 
from a periphery of a central bore in the spinner disc base 
plate. These slits relieve stresses in the base plate and permit 
hot gases to pass out from Within the spinner disc during 
operation Which can further heat the underside of the spinner 
disc and a region adjacent an outer corner of the spinner disc 
to maintain a loWer portion of a spinner disc sideWall 
adjacent the outer annular corner of the spinner disc at a 
higher temperature for improved ?beriZation. 

[0002] In high temperature rotary ?beriZation processes 
Which ?beriZe molten thermoplastic ?beriZable materials by 
using centrifugal force to pass the molten thermoplastic 
?beriZable material through roWs of ?beriZing holes in an 
annular peripheral sideWall of a spinner disc, such as but not 
limited to rotary glass ?beriZing processes Which typically 
?beriZe molten glass at temperatures in excess of 1800° F., 
the base plate of the spinner discs undergoes high initial 
transient stresses during the start-up of the ?beriZing opera 
tion. These high initial transient stresses can be above the 
yield strength of the high temperature resistant alloy used to 
form the spinner disc and can cause elastic-plastic fracture 
of the base plate and spinner disc failure. 

[0003] The base plate of a spinner disc has a central bore 
therein on a rotational axis of the spinner disc for mounting 
the spinner disc on a drive shaft; an outer annular portion for 
receiving the hot molten thermoplastic ?beriZable material 
to be ?beriZed; and an inner annular portion intermediate the 
central bore and the outer annular base plate portion. The 
spinner disc is normally preheated during the start-up of 
such high temperature ?beriZing operations to reduce the 
stresses in the spinner disc at the start-up of a ?beriZing 
operation. HoWever, during start-up When the hot molten 
thermoplastic ?beriZable material, e. g. glass at a temperature 
in excess of 1800° F., is ?rst introduced onto the outer 
annular portion of the spinner disc base plate, the tempera 
ture differential betWeen the outer annular portion of the 
base plate and the inner annular portion of the base plate, 
adjacent the central bore, can be in excess of 800° F. or 900° 
F. With the temperature of the outer annular portion of the 
base plate about 1400° F. and the temperature of the inner 
annular portion of the base plate, adjacent the central bore, 
about 500° F. This transient temperature differential at 
start-up sets up transient compressive stresses in the outer 
annular portion of the base plate and transient tensile 
stresses in the inner annular portion of the base plate Which 
can cause the base plate of the spinner disc to rupture, come 
apart or fail and, thus, the spinner disc, Which is typically 
rotating at thousands of revolutions per minute, to fail at the 
start-up of the ?beriZing operation. The potential for such 
failures presents both operational and safety problems in a 
commercial production line. 

[0004] For good ?beriZation of molten thermoplastic 
?beriZable materials in high temperature rotary ?beriZation 
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processes that use centrifugal force to pass the molten 
thermoplastic ?beriZable material through roWs of ?beriZing 
holes in an annular peripheral sideWall of a spinner disc, 
such as but not limited to rotary glass ?beriZing processes 
Which typically ?beriZe molten glass at temperatures in 
excess of 1800° F., the temperature of the annular peripheral 
sideWall must be maintained high enough for proper glass 
flow through the ?beriZing holes in the annular peripheral 
sideWall. Thus, for good ?beriZation suf?cient heat must be 
delivered to the annular sideWall of the spinner disc and 
retained in the annular sideWall to maintain the sideWall at 
the temperature desired for ?beriZation. In practice, the 
loWer portion of the spinner disc sideWall adjacent the 
juncture of the spinner disc base plate and the spinner disc 
sideWall, Where the loWer roWs of ?beriZing holes are 
located, has been difficult to maintain at a desired tempera 
ture for good ?beriZation. For example, it is possible for this 
outer annular corner of the spinner disc and the loWer roWs 
of ?beriZing holes adjacent this outer annular corner to 
become too cold for proper ?beriZation due to the entrap 
ment of ambient air, ?uid turbulence, and ?uid recirculation 
in the region of the outer annular corner of the spinner disc. 
One relatively expensive and cumbersome method used to 
retain heat in the base plate and the loWer portion of the 
spinner disc sideWall, adjacent the outer annular corner of 
the spinner disc, to keep this portion of the sideWall at a 
higher temperature for good ?beriZation involves securing 
an insulator plate or disc to the underside of the spinner disc. 
The insulator plate or disc is spaced beloW the underside of 
the spinner disc, is generally coextensive in siZe With the 
underside of the spinner disc, and both insulates and radiates 
heat back onto the underside of the spinner disc to maintain 
the underside of the spinner disc and the loWer portion of the 
spinner disc sideWall adjacent the outer corner of the spinner 
disc at a higher temperature for good ?beriZation. HoWever, 
this solution to the problem requires the use of additional 
components and the cost of the insulator plate and its 
installation and maintenance add to the production costs of 
the manufacturing operation. 

SUMMARY OF THE INVENTION 

[0005] The present invention provides a cost effective 
solution to both of the problems discussed above Which have 
plagued high temperature rotary ?beriZation processes i.e. 
the high transient stresses normally encountered in the 
spinner disc base plates at start-up and the need to maintain 
the loWer portions of the spinner disc sideWalls at a suffi 
ciently high temperature for good ?beriZation. The spinner 
disc of the present invention includes: a base plate and an 
annular peripheral sideWall extending upWard from and 
integral With the base plate Which has a plurality of roWs of 
?beriZing holes therein for ?beriZing thermoplastic ?beriZ 
able materials by centrifugal force. The base plate has: a 
central bore therein on a rotational axis of the spinner disc 
for mounting the spinner disc on a drive shaft; an outer 
annular portion for receiving molten thermoplastic ?beriZ 
able materials to be ?beriZed; and an inner annular portion 
intermediate the central bore and the outer annular base plate 
portion. The base plate has a plurality of slits in the inner 
annular portion passing completely through the base plate 
from an upper surface of the base plate to a loWer surface of 
the base plate and radiating outWard from a periphery of the 
central bore. These slits relieve stresses in the base plate and 
permit hot gases to pass out from Within the spinner disc 
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during operation to heat the underside of the base plate and 
the region adjacent the outer loWer corner of the spinner disc 
Where the base plate meets the sidewall to help maintain the 
loWer portion of the spinner disc sideWall and the ?beriZing 
holes in the loWer portion of the spinner disc sideWall at a 
desired temperature for ?beriZation. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0006] FIG. 1 is a schematic vertical cross section through 
a typical ?beriZing station using the spinner disc and the 
?beriZing method of the present invention. 

[0007] FIG. 2 is a schematic plan vieW of the ?beriZing 
station of FIG. 1. 

[0008] FIG. 3 is a schematic plan vieW of a spinner disc 
of the present invention. 

[0009] FIG. 4 is a partial schematic plan vieW of a spinner 
disc of the present invention. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

[0010] The spinner discs 20 of the present invention are 
especially suited for ?beriZing rnolten therrnoplastic ?ber 
iZable materials 28, such as but not limited to glass, into 
?bers in elevated temperature (eg operating temperatures 
of about 1800° F. and greater) rotary ?beriZing processes. 
Preferably, the spinner discs 20 are made from various 
elevated temperature resistant alloys that form protective 
oxide ?lms on their surfaces When exposed to the air or the 
atmosphere, such as but not limited to elevated temperature 
resistant stainless iron, nickel and cobalt alloys. 

[0011] As shoWn in FIG. 1, a spinner disc 20 for ?beriZing 
rnolten therrnoplastic ?beriZable materials in a rotary ?ber 
iZing process typically has a bottom disc or base plate 22 and 
an annular peripheral sideWall 24 integral With and extend 
ing upward from the base plate 22. The annular peripheral 
sideWall 24 has an upper annular reinforcing ?ange 25 and 
a plurality of roWs of ?beriZing holes 26 therein through 
Which the molten therrnoplastic ?beriZable material 28, eg 
glass, is passed by centrifugal force to form glass ?bers 30. 
Typically, the ?bers 30 produced by passing the molten glass 
through the roWs of ?beriZing holes 26 in the spinner disc 20 
are further attenuated by an annular curtain of hot, high 
velocity products of combustion and/or a high velocity 
annular curtain of air, stearn, etc., discharged from an 
annular burner or rnanifold assernbly and/or an annular air 
ring 32. 

[0012] The base plate 22 has a central bore 34 located on 
the rotational axis of the spinner disc 20. The spinner disc 20 
is mounted on a drive shaft 36 Which passes through the 
central bore 34 and is clamped or otherWise secured to the 
base plate 22, eg by a nut 38 or similar fastener threaded 
onto the drive shaft. The base plate 22 has an outer annular 
portion 40 Which receives the molten therrnoplastic ?beriZ 
able material 28 that is introduced into the spinner disc 20 
at a location offset from the center of the spinner disc, 
typically by several inches or more, and an inner annular 
portion 42 intermediate the outer annular portion 40 and the 
central bore 34. The centrifugal force caused by the rapid 
rotation of the spinner disc 20, Which typically rotates at 
several thousand or more revolutions per minute, causes the 
molten therrnoplastic ?beriZable material 28 to How outWard 
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from its point of introduction and up the sideWall of the 
spinner disc Where the molten therrnoplastic ?beriZable 
rnaterial passes out through the ?beriZing holes 26 (norrnally 
thousands to tens of thousands of ?beriZing holes) and is 
formed into ?bers. 

[0013] If no steps are taken to alleviate stresses, With the 
introduction of the molten therrnoplastic ?beriZable material 
28 onto the outer annular portion 40 of the base plate 22 (at 
a location offset from the central bore 34), a high transient 
stress can occur in the base plate 22 of the spinner disc 20 
at the start-up of the ?beriZing operation even though the 
spinner disc 20 is typically preheated prior to introducing the 
molten therrnoplastic ?beriZable material 28 into the spinner 
disc 20. The rnolten therrnoplastic ?beriZable material 28, 
Which typically has a temperature in excess of 1800° F. heats 
up the outer annular portion 40 of the base plate relative to 
the inner annular portion 42 of the base plate 22, especially 
during start-up and prior to the process reaching a substan 
tially steady state condition. The temperature differential 
betWeen the outer annular portion 40 and the inner annular 
portion 42 of the base plate 22 can be in the range of from 
800° F. to 900° F. or more during this transient start-up 
period. For example, the temperature of the base plate 22 in 
the outer annular portion 40 can be about 1400° F. or more 
While the temperature of the inner annular portion of the 
base plate 22 adjacent the central bore 34 can be about 500° 
F. This high transient ternperature differential in the base 
plate 22 sets up cornpressive stresses in the outer portion 40 
of the base plate 22 and tensile stresses in the inner portion 
42 of the base plate 22 Which, if not addressed, can result in 
the rupture of the base plate 22 and spinner disc failure. 

[0014] In the spinner disc 20 of the present invention, the 
problem of high initial transient stresses is alleviated by a 
plurality of slits 44 Which radiate outward from the periph 
ery of the central bore 34 into the inner annular portion 42 
of the base plate 22 and preferably, terrninate short of the 
outer annular portion 40 of the base plate 22 Where the 
molten therrnoplastic ?beriZable material 28 is introduced 
onto the base plate 22 of the spinner disc 20. The slits 44 are 
normally formed in the base plate by using an electron 
discharge machine, by laser, or by Water jet. Preferably, 
these slits 44 open onto (are integral With) the central bore 
34. HoWever, it is contemplated that, provided the slits 
alleviated suf?cient stress, the slits 44 could begin radially 
outward from but adjacent to the central bore 34 thereby 
creating a uninterrupted narroW collar (not shoWn) about the 
central bore 34. 

[0015] The slits 44 are as narroW as practical and typically, 
range from about ten to about sixty thousands of an inch 
(0.010 to 0.060 inches) in Width. As shoWn in FIGS. 3 and 
4, preferably, the outer ends of the slits 44 terminate in 
arcuate shaped or substantially arcuate shaped slit portions 
46 or enlarged circular shaped or substantially circular 
shaped hole portions 47 to further assure the loWering of 
overall stresses in the vicinity of the slits. The arcuate shaped 
slit portions 46 of the slits 44 are preferably bisected by 
inner radially extending portions 48 of the slits 44 and 
preferably, extend betWeen about 90° to about 270°. Typi 
cally, the arcuate shaped slit portions have a radius betWeen 
about one inch and about three inches. Preferably, the 
enlarged circular shaped hole portions 47 of the slits 44 are 
bisected by the inner radially extending portions 48 of the 
slits 44 and typically, the enlarged circular shaped hole 
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portions 47 of the slits 44 are between about one quarter and 
about one inch in diameter. The inner radially extending 
portions 48 of the slits 44 typically extend radially for about 
one quarter of an inch to about four inches With the length 
of the inner radially extending portions 48 of the slits being 
determined in part by the radius or diameter of the spinner 
disc 20, the location of the off center introduction of the 
molten thermoplastic ?beriZable material 28 onto the base 
plate 22 of the spinner disc 20 Where the inner annular 
portion 42 of the base plate ends and the outer annular 
portion 40 of the base plate begins, and the degree or amount 
of stresses to be alleviated to prevent failure of the base plate 
22. As an example, a typical spinner disc 20 having about a 
tWenty inch to about a tWenty tWo inch diameter may have 
six to eight slits 44 about three inches in length With a 270° 
arcuate portion having a diameter of about tWo inches. 
Preferably, the slits 44 are radially symmetrical or substan 
tially radially symmetrical, number from tWo to tWelve and 
more preferably from six to eight. A greater number of slits 
44 than tWelve can be used if required to alleviate the 
stresses and/or to further heat the underside of the spinner 
disc 20, especially on larger diameter spinner discs, e.g. 
spinner discs tWenty or more inches in diameter. 

[0016] It has been determined, that for a temperature 
differential of 800° F. betWeen the outer annular portion 40 
of the base plate 22 and the inner annular portion 42 of the 
base plate 22, adjacent the central bore 34, the inclusion of 
the slits 44 in the inner annular portion 42 of the base plate 
can easily reduce the maximum transient stresses Within the 
base plate that occur during start-up by up to 30% to 50% or 
more When compared to an identical spinner disc Without the 
slits 44. 

[0017] In the method of the present invention for ?beriZ 
ing hot molten thermoplastic ?beriZable materials at high 
temperatures, such as but not limited to glass at temperatures 
in excess of 1800° F., the molten thermoplastic ?beriZable 
material 28 is introduced onto the upper surface of the outer 
annular portion 40 of the base plate 22. The centrifugal force 
generated by the rapid rotation of the spinner disc 20 causes 
the molten thermoplastic ?beriZable material to pass out 
Ward over the base plate from its point of introduction and 
up the outer annular sideWall of the spinner disc Where the 
hot molten thermoplastic ?beriZable material ?oWs or passes 
out through the ?beriZing holes 26 forming ?bers. In this 
process of ?beriZation, hot gases are formed under positive 
pressure Within the spinner disc 20 from the hot molten 
thermoplastic ?beriZable material 28 introduced into the 
spinner disc to be ?beriZed (e.g. glass) and, in some appli 
cations, from the burning of gases Within or the introduction 
of hot gases into the interior of the spinner disc 20 from a 
burner or manifold (not shoWn) to help maintain the hot 
molten thermoplastic ?beriZable material Within the spinner 
disc Within a desired temperature range for good ?beriZa 
tion. At the rotational speeds used for ?beriZation, e.g. 
several thousand or more revolutions per minute, these hot 
gases ?oW out through the slits 44 and along the underside 
of the spinner disc 20 toWard the loWer outside corner of the 
spinner disc 20. Thus, these hot gases push relatively cool 
ambient air out of this region and replace the relatively cool 
ambient air to help maintain the heat in the loWer portion of 
the spinner disc sideWall 24 and the temperature of this 
loWer portion of the sideWall and the ?beriZing holes 26 in 
this loWer portion of the sideWall at a higher temperature for 
better ?beriZation. 
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[0018] In describing the invention, certain embodiments 
have been used to illustrate the invention and the practices 
thereof. HoWever, the invention is not limited to these 
speci?c embodiments as other embodiments and modi?ca 
tions Within the spirit of the invention Will readily occur to 
those skilled in the art on reading this speci?cation. Thus, 
the invention is not intended to be limited to the speci?c 
embodiments disclosed, but is to be limited only by the 
claims appended hereto. 

What is claimed is: 
1. A spinner disc for a rotary ?beriZation process, com 

prising: 

a base plate With an annular periphery, an annular periph 
eral sideWall extending upWard from the base plate and 
integral With the base plate; the annular peripheral 
sideWall having a plurality of roWs of ?beriZing holes 
therein for ?beriZing thermoplastic ?beriZable materi 
als by centrifugal force; the base plate having a central 
bore therein on a rotational axis of the spinner disc for 
mounting the spinner disc on a drive shaft; the base 
plate having an outer annular portion for receiving 
molten thermoplastic ?beriZable materials to be ?ber 
iZed; the base plate having an inner annular portion 
intermediate the central bore and the outer annular base 
plate portion; and the base plate having a plurality of 
slits in the inner annular portion passing completely 
through the base plate from an upper surface of the base 
plate to a loWer surface of the base plate and radiating 
outWard from a periphery of the central bore to relieve 
stresses in the base plate and permit gases to pass out 
from Within the spinner disc during operation. 

2. The spinner disc according to claim 1, Wherein: 

the slits in the base plate are substantially radially sym 
metrical and are integral With the central bore. 

3. The spinner disc according to claim 1, Wherein: 

each of the slits in the base plate has an arcuate shaped 
portion at an outer end of the slit to loWer stresses. 

4. The spinner disc according to claim 1, Wherein: 

each of the slits in the base plate has an enlarged circular 
shaped portion at an outer end of the slit to loWer 
stresses. 

5. The spinner disc according to claim 1, Wherein: 

the slits in the base plate do not extend radially outWard 
into the outer annular portion of the base plate Where 
molten thermoplastic ?beriZable materials are to be 
received for ?beriZation. 

6. The spinner disc according to claim 1, Wherein: 

there are at least three slits in the base plate and the slits 
are integral With the central bore. 

7. The spinner disc according to claim 6, Wherein: 

the slits in the base plate are substantially radially sym 
metrical. 

8. The spinner disc according to claim 7, Wherein: 

each of the slits in the base plate has an arcuate shaped 
portion at an outer end of the slit to loWer stresses. 
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9. The spinner disc according to claim 8, wherein: 

the slits in the base plate do not extend radially outward 
into the outer annular portion of the base plate Where 
molten thermoplastic ?beriZable materials are to be 
received for ?beriZation. 

10. The spinner disc according to claim 7, Wherein: 

each of the slits in the base plate has an enlarged circular 
shaped portion at an outer end of the slit to loWer 
stresses. 

11. The spinner disc according to claim 10, Wherein: 

the slits in the base plate do not eXtend radially outWard 
into the outer annular portion of the base plate Where 
molten thermoplastic ?beriZable materials are to be 
received for ?beriZation. 

12. The spinner disc according to claim 1, Wherein: 

there are at least siX slits in the base plate and the slits are 
integral With the central bore. 

13. The spinner disc according to claim 12, Wherein: 

the slits in the base plate are substantially radially sym 
metrical. 

14. The spinner disc according to claim 13, Wherein: 

each of the slits in the base plate has an arcuate shaped 
portion at an outer end of the slit to loWer stresses. 

15. The spinner disc according to claim 14, Wherein: 

the slits in the base plate do not eXtend radially outWard 
into the outer annular portion of the base plate Where 
molten thermoplastic ?beriZable materials are to be 
received for ?beriZation. 

16. The spinner disc according to claim 13, Wherein: 

each of the slits in the base plate has an enlarged circular 
shaped portion at an outer end of the slit to loWer 
stresses. 

17. The spinner disc according to claim 16, Wherein: 

the slits in the base plate do not eXtend radially outWard 
into the outer annular portion of the base plate Where 
molten thermoplastic ?beriZable materials are to be 
received for ?beriZation. 

18. The spinner disc according to claim 1, Wherein: 

for a temperature differential of 800° F. or more betWeen 
the outer annular portion of the base plate and the inner 
annular portion of the base plate adjacent the periphery 
of the central bore the slits cause a maXimum stress 
reduction in the base plate of at least 10%. 

19. The spinner disc according to claim 1, Wherein: 

for a temperature differential of 800° F. or more betWeen 
the outer annular portion of the base plate and the inner 
annular portion of the base plate adjacent the periphery 
of the central bore the slits cause a maXimum stress 
reduction in the base plate of at least 30%. 

20. A method of ?beriZing molten thermoplastic ?beriZ 
able materials in a rotary ?beriZation process, comprising: 

rotating a spinner disc; the spinner disc having a base 
plate With an annular periphery and an annular periph 
eral sideWall extending upWard from the base plate and 
integral With the base plate; the annular peripheral 
sideWall having a plurality of roWs of ?beriZing holes 
therein for ?beriZing molten thermoplastic ?beriZable 
materials by centrifugal force; the base plate having a 
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central bore therein located on a rotational aXis of the 
spinner disc and mounted on a rotating drive shaft; the 
base plate having an outer annular portion for receiving 
molten thermoplastic ?beriZable materials to be ?ber 
iZed; the base plate having an inner annular portion 
intermediate the central bore and the outer annular base 
plate portion; and the base plate having a plurality of 
slits in the inner annular portion passing completely 
through the base plate from an upper surface of the base 
plate to a loWer surface of the base plate and radiating 
outWard from a periphery of the central bore to relieve 
stresses in the base plate and permit gases to pass out 
from Within the spinner disc during operation; 

introducing a molten thermoplastic ?beriZable material 
onto the upper surface of the base plate in the outer 
annular portion of the base plate; and 

?beriZing the molten ?beriZable material by passing the 
molten ?beriZable material radially outWard through 
the ?beriZing holes in the annular peripheral sideWall of 
the spinner disc. 

21. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process, according to 
claim 20 Wherein: 

the molten thermoplastic ?beriZable material is intro 
duced onto the upper surface of the outer annular 
portion of the base plate at a temperature in eXcess of 
1800° F. and hot gases are passed from Within the 
spinner disc through the slits to heat an underside of the 
spinner disc. 

22. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process, according to 
claim 21 Wherein: 

the slits cause a maXimum stress reduction in the base 
plate of at least 10% When the molten ?beriZable 
material is initially introduced into the spinner disc. 

23. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process, according to 
claim 21 Wherein: 

the slits cause a maXimum stress reduction in the base 
plate of at least 30% When the molten ?beriZable 
material is initially introduced into the spinner disc. 

24. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 20, Wherein: 

the slits in the base plate of the spinner disc are substan 
tially radially symmetrical and are integral With the 
central bore. 

25. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 20, Wherein: 

each of the slits in the base plate of the spinner disc has 
an arcuate shaped portion at an outer end of the slit to 
loWer stresses. 

26. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 20, Wherein: 

each of the slits in the base plate of the spinner disc has 
an enlarged circular shaped portion at an outer end of 
the slit to loWer stresses. 
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27. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 20, Wherein: 

the slits in the base plate of the spinner disc do not eXtend 
radially outWard into the outer annular portion of the 
base plate Where the thermoplastic ?beriZable materials 
are received for ?beriZation. 

28. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 20, Wherein: 

there are at least three slits in the base plate of the spinner 
disc and the slits are integral With the central bore. 

29. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 28, Wherein: 

the slits in the base plate of the spinner disc are substan 
tially radially symmetrical. 

30. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 29, Wherein: 

each of the slits in the base plate of the spinner disc has 
an arcuate shaped portion at an outer end of the slit to 
loWer stresses. 

31. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 30, Wherein: 

the slits in the base plate of the spinner disc do not eXtend 
radially outWard into the outer annular portion of the 
base plate Where the thermoplastic ?beriZable materials 
are received for ?beriZation. 

32. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 29, Wherein: 

each of the slits in the base plate of the spinner disc has 
an enlarged circular shaped portion at an outer end of 
the slit to loWer stresses. 

33. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 32, Wherein: 

the slits in the base plate of the spinner disc do not eXtend 
radially outWard into the outer annular portion of the 
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base plate Where the thermoplastic ?beriZable materials 
are received for ?beriZation. 

34. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 20, Wherein: 

there are at least siX slits in the base plate of the spinner 
disc and the slits are integral With the central bore. 

35. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 34, Wherein: 

the slits in the base plate of the spinner disc are substan 
tially radially symmetrical. 

36. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 35, Wherein: 

each of the slits in the base plate of the spinner disc has 
an arcuate shaped portion at an outer end of the slit to 
loWer stresses. 

37. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 36, Wherein: 

the slits in the base plate of the spinner disc do not eXtend 
radially outWard into the outer annular portion of the 
base plate Where the thermoplastic ?beriZable materials 
are received for ?beriZation. 

38. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 35, wherein: 

each of the slits in the base plate of the spinner disc has 
an enlarged circular shaped portion at an outer end of 
the slit to loWer stresses. 

39. The method of ?beriZing molten thermoplastic ?ber 
iZable materials in a rotary ?beriZation process according to 
claim 38, Wherein: 

the slits in the base plate of the spinner disc do not eXtend 
radially outWard into the outer annular portion of the 
base plate Where the thermoplastic ?beriZable materials 
are received for ?beriZation. 


