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This invention relates to surfacing units. and more 
especially to surfacing units such as ‘form board or panels, 
acoustical tiles or similar surfacing components, sheets 
or_,selctions formed of ?brous material and a method 
and apparatus for fabricating the units.v 

, Surfacing units such as wall boards, acoustical tile, 
roof boards and the like having acoustic or sound damp~ 
ing properties have been formed of ?brous material such 
as glass ?bers by compressing a comparatively thick 
mass of ?bers containing a binder to a dense mat ‘forma 
tion which, in compressed condition, is passed htrough 
a'heating or curing oven to set the binder thus‘ retaining 
the ?bers of the mat in the compressed condition. The 
compressed mats or form boards are substantially rigid 
and have ‘been utilized as surface facing for sound and 
acoustic insulation. Boards or tiles of formed‘ ?bers are 
replete with interstices or minute voids which function to 
attenuate or dampen sound waves to substantial degree. 
Form boards of this character are su?iciently rigid to 

be utiliied as ceilings and side Walls and the inner sur 
faces have been painted or decorated in any suitable man 
ner. However, the surfaces of such ?brous form boards 
may be rough or uneven presenting an unattractive visual 
appearance. Furthermore, in the fabrication of rela 
tively dense ?ber boards, the‘ comparatively thick mass 
of ?bers, for examplepa mass 8" in thickness maybe 
compressed to an ultimate thickness of from one half 
inch to one inch or more and the ?nished surface sanded 
or abraded to obtain a relatively smooth surface. The 
abrasion operation sometimes results in loosening or tear 
ing small ?akes or bunches of ?bers from the surface 
forming pits or small blemishes in the surface rendering 
the same rough and- uneven. Hereto-fore the-defective 
boards have been discarded as waste or disintegrated and 
reprocessed for other purposes. _ , 

The present invention embraces a form board or tile 
provided ‘with a ?nishedlayer or lamina adhesively joined 
to a ?brous board whereby a smooth surface is obtained 
which is devoid of indentations, pits or depressions. v 

. Another object ofij‘the invention, is the provision of a 
?brous board or tile bearing a relatively thin facing layer‘ 
.or mat formed of bonded ?bers adhesively joinedto the 
?brous form ‘board or tile providing a smooth ?nish for 
the board which doesinot impair the sound damping and 
heat insulating characteristics of the board or tile, the 
surfacing mat or layer "being adapted to- be painted or 
otherwise provided with a decorative ?nish. 

Another object of, the invention is the provision of a 
composite or laminated wall surfacing product formed of 
a dense mass of compressed mineral ?bers interbonded to 
gether with a preformed, relatively thin bonded mat’ of 
glass-?bers adhesively joined to the dense mass of mineral 
?bers. ' ' ' . 

Another object of the invention resides in a method of 
vfashioning a composite form" board or acoustical tile 
o-fl ?brous material wherein the form boards or tiles are 
continuously and successively advanced through an abradi 
ing station at which one surface of each of the, boards 
is abraded or sanded to obtain a'flat' area, the abraded 
surface being provided with an adhesive and a preformed 
surfacing layer or web continuously applied toithe ad 
vancing boards, and severing the layer or web topin 
dividnal'ize or separate the ?nished boards or tiles. 
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2 
Another object of the invention resides in a method 

wherein a layer of‘ preformed, bonded mat of ?bers, is 
continuously advanced and applied to moving form boards 
which have beenpreviously coated with adhesive or bond 
ing material and wherein heat is applied to the bonded 
matlat the region of application of the bonded mat to 
the ?brous boards to assist in setting the adhesive as well 
‘as to smooth any wrinkles or. imperfections in the sur 
face of the mat. . _- ' ‘ > 

,Another object ofthe invention resides’ in a method 
of applying a ?nishico‘atin‘g or layer to ?brous boards 
having surface ‘imperfections which are covered or ob 
soured by the surface layer whereby a usable product of 
high quality may be produced through the'utilization of 
form boards which would" otherwise be rejected as waste, 

I Another object of the invention is the provision of an 
apparatus for applying a surfacing layer or ?nish coat 
ing onto a substantially rigid board formed of compressed 
?bers wherein a coating of adhesive is applied to a sur 
face of the ?ber board vand the adhesive coated surfaces 
advanced through a treating zone to render the adhesive 
tacky during the period that the ?nish coating is being 
joined to. the form boards and the coating or surfacing 
layer subsequently severed at a region between adjacent 
boards. 

, Further objects and advantages are within'the scope 
of this invention suchas relate to the arrangement, op 
eration "and function of the related elements of the struc 
ture, to various details of construction and to combina 
tions of parts, element's per se, and to economies of nian'1i— 
facture and numerous other features as will be apparent 
‘from a consideration of‘the speci?cation and drawing of 
a ‘form of the invention, which ‘may 'be preferred, in 
which: ' ' p 7 

FIGURE 1 is' a semi-diagrammatic side elevational 
view of aiportion of the apparatus for carrying out c’e’ré 
tain" steps in the method of the invention; " f 
FIGURE 2 is an elevational view illustrating a con 

tinuation'of the apparatus illustrated in FIGURE 1 for 
carrying out additional steps in the method of the in" 
ventlon; ‘ , H 7' p . 

lFIGURE 3 is a semiédiagrammatic; fragmentaryv ele 
vational view of a portionof the apparatus illustrated in 
FIGURE 2, showing a modi?ed arrangement for apply 
ingheat to the 'sur'facing‘layer or coating on the ?brous 

7 FIGURE 4 is a semi-diagrammatic top plan view of the 
arrangement illustrated in FIGURE 3; and _ 
FIGURE SIis an isometric view illustrating the end 

product produced, by the method of the invention. _ 
‘ While the method and‘ apparatus of the invention are 
particularly usable for processingof ?brous form boards 
‘and applying a surfacing layer" 'or coating. thereto for 
producing a surfacing unit for tile having e?ective sound 
attenuating and heat insulation properties, it,‘ is to‘ be 
understood that the apparatus ‘and method may be utilized 
for processing and applying surfacing layers or coatings 
to other forms of sheet material. . p ‘ , 

W‘Referring to’ the drawings detail, and initially to 
FIGURES l and 12, there is; illustrated a form ofappa 
ratus for performing steps in. the method of the inven 
tion,v the arrangement shown in FIGURE 2 being aligned 
with and forming a continuation of the arrangement 
shown in FIGURE 1 with the region indicated by the 
lines A—A in‘ connected relation, the successive steps in 
the method or stations at which operationsare performed 
on the ?brous boards being in sequential progression in 
a right hand, direction as viewed in these ?gures; 
While the various types of ?beraboards oracoustic tiles 

may be processed through- use of the method of the in 
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adapted for processing form boards made of glass ?bers 
or other mineral ?bers. 
A typical form board fabricated of glass ?bers is pro 

.duced by impregnating or dispersing a binder such as 
phenol-formaldehyde or urea-formaldehyde or other suit 
able bonding material in a mass of haphazardly-arranged, 
attenuated glass ?bers and the mass of ?bers compressed 
to a thickness of from one-half to one inch or more, the 
binder impregnated ?bers, while in compressed condi 
tion, being passed through an oven or curing zone to cure 
or set the binder. The binder, upon setting or drying, 
holds the ?bers in their compressed condition providing 
a form board of high density of from six to twelve 
pounds per cubic foot which is substantially rigid but 
which is replete with interstices or voids which provide 
e?iective acoustic or sound damping as well as ef?cient 
heat insulation. 
With particular reference to FIGURE 1, the preformed 

?brous boards 10 made in accordance with the herein- a 
above described method are loaded upon or delivered to 
the upper ?ight 15 of a loading conveyor 16, the ?ight 
15 moving continuously in a right hand direction as 
viewed in FIGURE 1, thus continuously advancing the 
?brous form boards 10 through the various stations at 
which operations or steps in the method are to be per 
formed as herein described. 
The loading conveyor 16 is supported by rollers 17 

and 18 journaled in bearings carried by a frame struc 
ture 20. The conveyor 16 is driven through gear re 
ducing mechanism of predetermined ratio contained in 
a housing 22 by a driving chain 23 and sprockets 24 
and 25. The gear reducing mechanism in housing 22 is 
driven by a shaft 26 which is driven through an adjustable 
or variable speed reducing mechanism contained in a 
second housing 27 from a motor 28. 
The motor 28 drives a speed reducing mechanism con 

tained in a housing 29 which, through chain and sprocket 
means shown in FIGURE 1, completes a drive to the 
speed reducing mechanism contained in housing 27 and 
also drives a shaft 32. The mechanism in the housing 27 
also drives a speed reducing mechanism contained in a 
housing 33 which drives a second conveyor 35 of the 
endless belt type through the medium of sprockets 36, 
37 and a chain 38. ‘The conveyor 35 is supported upon 
rollers 41 and 42 and is driven so that the upper ?ight 
40 thereof moves in a right hand direction. ’ 

Journally supported between the rollers 18 and 41 is a 
rotatable sanding or abrading roll 44 for smoothing the 
bottom or lower‘ surfaces of the boards or tiles prior to 
thin delivery to the sanding or abrading station 45 at 
which the upper surfaces are abraded lor sanded. The 
boards or tiles are advanced by the conveyor 16 into 
engagement‘ withthe bottom sanding roll 44 and are 
held in contact therewith by means such as an endless 
belt 19. The conveyor ?ight 40 conveys the boards or 
tiles under and in engagement with rotating sanding or 
abrading rolls 46 at the sanding station 45. 
The abrading rolls 46 may be of di?erent degrees of 

?neness of grain so that the ?rst of the rolls 46, being 
of, coarse grain, performs an initial coarse abrasionvof 
the form board surfaces and the remaining rolls, of ?ner 
grain produce smooth surfaces on the boards. 
Thus the form boards or ?brous sheets are provided 

with comparatively smooth surfaces through the abrasion 
of the rolls 46 prior to the deposition of adhesive or 
bonding ‘material onto the abraded upper surfaces 52. 
The gear reducing mechanisms contained in the housings 
22 and 33 drive the conveyors 16 and 35 as speeds which 
will maintain the boards or tiles in edge-to-edge or abut~ 
ting. relation so that the same are advanced or fed into 
engagement with the sanding or abrading rolls without 
any spacing between adjacent boards. ' 

Disposed in longitudinal alignment with the .conveyor 
40 is a series or group of supporting rollers 48 which are 
rotated by suitable means (not shown) to maintain the 
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4 
boards or tiles in edge-to-edge abutting relation and 
proper alignment while advancing them to the adhesive 
applying station designated 50. 
The means for applying ‘adhesive to the abraded sur 

face areas 52 of the boards or_ tiles 10 is supported upon 
a suitable frame 54 as shown diagrammatically in FIG 
URE 2. The frame 54 supports side frame members 
56 which are equipped with bearings journally support 
ing an applicator roll 58. . 

Disposed adjacent the applicator roll 58 is a material 
metering means or roll 60 journalled in suitable bearings 
(not shown) which are adjustable in a direction to move 
or adjust the adhesive material metering roll 60 toward 
or away from the applicator roll 58. 
The space indicated at 62 at the nip region of the 

rolls determines the thickness of the ?lm of adhesive or 
coating material adhered to the applicator for transfer 
onto the abraded surfaces 52 of the form boards. The 
region de?ned by peripheral portions of the rolls 58 and 
69 above the space 62 provides a reservoir in which the 
coating material 64 is maintained for supplying the ma 
terial onto the roll 58. ' 

Abutment members or blocks (not shown) are ar 
ranged adjacent the end regions of the rolls 58 and 60 
forming end walls to prevent loss of the adhesive 64 
fromthe end regions of the rolls. A pipe 66 is con 
nected with a supply of adhesive for conveying adhesive 
into the region indicated at 64, a valve 67 being asso 
ciated with the pipe 66 for controlling the ?ow rate or 
delivery of the adhesive. 
The roll 58‘ is driven by a, chain 70 from a sprocket 

carried upon a shaft 72 and the metering roll 60 is driven 
by a chain 74 from a sprocket mounted upon the shaft 
72. The driving means is arranged to rotate both rolls 
58 and 60 in clockwise directions as viewed in FIG 
URE 2. The shaft 72 is driven by a chain 76 from a 
sprocket driven by speed reducing mechanism contained 
within a housing 78, the speed reducing means being 
driven from the longitudinally extending drive shaft 32 
driven by the motor 28. 
A member or doctor blade 85 is disposed with a knife 

edge portion thereof-in contact with the periphery of the 
metering roll 60 in order to prevent adhesive being car 
ried around with the metering roll 60 so as not to modify 
the thickness of the ?lm of adhesive carried by the ap 
plicator 58 onto the surfaces 52 of the form boards 10. 

Various adhesives, coating or bonding materials may 
be used for the purpose and an adhesive whose principal 
constituent is polyvinyl acetate adapted to be water or 
liquid dispersed is well suited for the purpose. Other 
adhesives or bonding materials that may be applied in a 
water or liquid vehicle are polyvinyl chloride, a mixture 

. of polyvinyl acetate and polyvinyl chloride, or polyvinyl 
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alcohol and polyvinyl chloride, synthetic and natural 
rubbers or'rubber-like lattices, gelatins, glues and similar 
materials may be employed. ‘ ' 
Theupper ?ight 90 of an endless belt type conveyor 

91 driven by chain and sprocket means from the shaft 
72 is arranged to convey or advance the form boards 
beneath the applicator roll 58 at a constant speed in order 
that a coating of adhesive of uniform thickness may be 
deposited‘ upon the smooth surfaces 52 of the form 
boards. ' 

As the adhesive is carried or suspended in a liquid 
vehicle such as water, the ?lm or coating deposited on 
the form boards is wet and in such condition the adhe 
sive is non-tacky. The adhesive-bearing form boards or 
tiles are advanced from the applicator station to an ad 
hesive treating or‘ drying station 95. Arranged to sup 
port the coated form boards at the drying station is a 
roller conveyor, the rolls 97 thereof being of the same 
character as the rolls 48 arranged to maintain the boards 
in abutting relation. . 
The drying station 95 is inclusive of heating means 99 

which may be in the form of electrically energized-heat 
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lamps or resistance heating units disposed above and ad 
jacent the adhesive-bearing surfaces of the boards 10 for . 
directing heat onto the adhesive coating to volatilize or 
evaporate a substantial portion of the water or liquid 
vehicle to cause the adhesive to become tacky. 
The form boards or tiles 10 are advanced through the 

drying station 95 to a laminating or mat applying station 
102. The surfacing or ?nishing layer, web or mat 110 
to be applied at the laminating station is preferably 
bonded mat which has been prefabricated or preformed 
of ?bers such as glass ?bers or ?laments bonded together 
by a bonding material such as starch or phenol-formalde 
hyde to form a sheet, web or mat which is comparatively 
thin. The bonded mat may be formed of continuous 
?bers in swirl formation or in a de?nite pattern or orienta 
tion, staple ?bers or the same may be formed of a mix 
ture of continuous ?laments and staple ?bers, the mat 
preferably being between .010 and .100 inch in thickness. 
The surfacing layer or web may be a resin or plastic 

?hn of porous character, reinforced or unreinforced, the 
porosity of whichis such as not to appreciably impair 
the sound attenuating characteristics of the materiaL, It 
has been found that a bonded mat of mineral ?bers, such 
as glass ?bers, is endowed with many interstices and 
voids so that its application to a ?brous form board does 
not materially a?ect or impair the acoustic properties of 
the end product. 
A supply roll 104 of the bonded mat or other surfacing 

material, sheet or web is carried upon a mandrel 106 at 
the laminating station. Journally supported above the 
path of the form boards 10 is a roll or cylinder 108, the 
mat or web 110' from the roll 104 passing around the 
cylinder or roll 108 for guiding the mat or surfacing ma 
terial onto the adhesively coated‘ surfaces of the form 
boards.v A roll or cylinder 112'driven by a chain114 is 
disposed to support the form boards 10 at the region of 
application of the bonded mat to the form boards, the 
roll 112 moving in a direction to advance the form 
boards but at a speed slightly greater than the speed of 
the conveyors 16 and35 shown in FIGURE 1 to pro 
gressively effect an ultimate spacing of the mat-faced 
boards of about three-quarters of. an inch.v ‘ 

Arranged adjacent the laminating zone is an endless 
belt conveyor 115, the upper ?ight 116 of which supports 
the mat coated boards at the chopper or mat severing 
station designated 120. The conveyor ?ight 116 moves 
at substantially the same linear speed as the peripheral‘ 
speed of roll 112 to maintain the spacing between adja 
cent boards and exerting a continuous tension or stretch 
ing of the mat as it’ is applied to the boards through the 
tenacious grip of the adhesive existent between the board 
and the mat. The cylinder or roll 108 is preferably of 
hollow con?guration and is heated to'a temperature of 
upwards'of four hundred degrees Fahrenheit. The roll 
108 is disposed to exert downward pressure on the mat 
to press the same into the adhesive and in conjunction 
with heat from the cylinder 1081 serves to iron out any 
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wrinkles tending to form in the mat so that the mat or ' 
web on the surface of a form board provides a uniplanar 
surface which is substantially smooth. 

Suitable means (not shown) supports the mat-faced 
boards between the roll 112 and the conveyorllS. Each 
form board bearing the surfacing layer of web or mat is 
advanced by the roll 112 and conveyor ?ight 116 to 
the severing station 120. As shown in FIGURE 2‘,~the 
conveyor flight 116 is‘ looped downwardly around “a roller 
122 to accommodate the downward movement of a'sever 
ing knife or a chopper 124. The adjacent, but spaced, 
edge regions of the mat-covered form boards during the 
severing of the bonded mat or web are supported by 
spaced parallel bars or platens 126. I 
The form boards with the mat applied thereon and 

before severing are spaced a su?icient distance to accom~ 
modate the severing knife 124, the space 125 being about 
three quarters to an inch in width. It is desirable to make 
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6 
the space of a minimum width in order to reduce waste 
of the mat. The mat-severing 124 extends full 
width of the form boards and mat 110 so that a downward 
movement of the knife severs the bonded mat midway 
between the edges'of adjacent form boards. 
The severing knife 124 is arranged for vertical recipro 

cation and is adapted to be reciprocated by a ?uid actu 
ator 127 or other suitable means. The actuator means 
for reciprocating the severing knife 124 may be brought 
into operation or activated by a photosensitive. cell such 
as a selenium element energized by the passage of a light 
beam through the space between adjacent form boards 
at the region that severing or chopping of the mat is to 1 
be effected. The photosensitive cell control is of a con— 
ventional type. 
The conveyor belt 115 and roll 112 are driven from 

the shaft 32 through an adjustable variable speed mecha 
nism contained in a housing 128 and through a ?xed 
ratio speed reducing mechanism contained in a housing 
130. It should be noted that all of the conveyor mecha~ 
nisms are properly synchronized by the speed reducing 
mechanisms driven by the motor 28. ' ' 
A frame member 111 at the laminating or web apply 

ing station supports a trimming mechanism including 
trimming wheels or knives 109 which are spaced trans 
versely and engageable with the edge regions of the mat 
to trim the same to the length of form board. 
The mat faced boards from the severing station may be 

conveyed to a drying or curing oven to completely set 
the adhesive establishing a permanent bond between the 
mat and the form board. 
From the foregoingit will be apparent that the method 

is continuous and automatic in that the form boards 10 
after being deposited upon the loader conveyor 16 are 
automatically advanced through the several stations and 
the method steps performed in the manner and sequence 
hereinbefore described. > . 

The product formed as ‘above described comprising a 
form board '10 and mat 110 is shown in FIGURE 5: 
The form boards are of a substantial size usually two 
feet wide. and four .feetin length and the mat 110 is 
preferably applied with the width of the mat disposed 
lengthwise of the form board. The mat covered form" 
boards’ or tiles may be severed into other sizesas for 
example 12" square or : 12." x 214'" depending upon the 
particular use or, installation to be made of the units.‘ 
The ?bers or ?laments ‘of; the prebonded mat 110‘may 

be bonded- together by any suitable bonding material or 
adhesive. A starch binder is well suited for the purpose 
and with this type of binder it is desirable to moisten the 
mat to soften the binder whereby the ?bers are enabled 
to move and adjust to ‘a ?attened condition, infwhicli 
condition they are ‘reset by the heated roll 108.’ This’ 
freedom of movement of the ?bers assists in avoiding 
wrinkles in the mat. . 

The use of an adhesive in Water avoids the necessity 
of pre-moistening the met as su?icient softening of the 
binder occurs when the adhesive and mat are brought 
together adjacent thexheated roll 108, a factor promoting 
the avoidanceof wrinkles in the mat. . , ’ 

FIGURESv 3 and 4 illustrate a modified arrangement 
for ironing wrinkles that may tend to form in the bonded 
mat. Disposed above the left hand portion of the'upper 
?ight 1116 of conveyor 115 is a plurality of ironing de 
vices or shoes. As particularly shown in FIGURE 4, 
the arrangement is inclusive. of an ironing shoe 1'35 dis‘ 
posed cent-rally of the advancing mat 110 and-transversely 
spaced shoes 136 and 137 which, in combination, provide 
ironing‘ surfaces in engagement with the bonded mat 
throughout its entire. width. ' 
Each of the ironing shoes is providedwith an elec 

trically energized heating unit ‘as for example of resistance 
heater 140 to maintainthe ironing shoes at a tempera‘ 
tur'e. of upwards of four hundred degrees Fahrenheit. 
The ironing arrangement. shown in. FIGURES 3 and 4 
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for smoothing the mat 110 may be used in- lieu heating 
the roll .108 as hereinbefore described.‘ As shown in 
FIGURES 3 and 4, it is desirable to mount the ironing 
shoes 135, 136 and 137 in a position ‘adjacent to the 
severing station lltlfor engagement with the mat prior 
to its severance. If desired additional pressure other than 
the weight of the shoes may be applied to the shoes to 
further impress the mat into the adhesive. 

It is apparent that, within the scope of the invention, 
modi?cations and different arrangements may be made 
other than is herein disclosed, and the present disclosure 
is illustrative merely, the invention comprehending all 
variations thereof. 
We claim: 
1. A method of applying a facing web to form boards 

fashioned of mineral ?bers including the steps of ad 
vancing individual ?brous boards in end-to-end abutting 
relation to an applicator station, delivering an adhesive 
onto surfaces of the boards at said station, advancing the 
adhesiveabearing boards through a drying station to render 
the adhesive tacky, feeding a continuous web into con 
tiguous engagement with the adhesive~bearing surface of 
the foremost of the advancing boards, pressing the web 
into intimate contact with the adhesive on the foremost 
board, increasing the speed of advancement of the board 
during the delivery of the continuous web onto the ad 
hesive on the board to separate the foremost board from 
the boards in abutting relation and establish tension in 
the web, and subsequently severing the web at the region 
between successive boards. 

2. A method of applying a facing web of mineral ?bers 
to form boards fashioned of mineral ?bers including the 
steps of advancing ?brous boards to an ‘applicator station, 
delivering an adhesive onto surfaces of the boards at said 
station, advancing the adhesive-bearing boards through 
a treating region to render the adhesive tacky, feeding a 
continuous ?exible Web of mineral ?bers into contiguous 
engagement with the adhesive-bearing surfaces of the 
boards, increasing the rate of advancement of a board 
during-application of the web thereto to stretch the web, 
concomitantly applying heat to the web, and subsequently 
severing the web at a region between successive boards. 

3. A method of forming a laminated ?brous product 
including the steps of advancing ?brous bodies in end 
to-end abutting relation to an abrading station, abrading 
the surfaces of the boards, advancing the boards to an 
applicator station, delivering an adhesive onto the abraded 
surf-aces at the applicator station, advancing the adhesive 
bearing boards through a treating zone to render the 
adhesive tacky, feeding a continuous web into contiguous 
engagement with the adhesive-bearing surfaces of the 
boards and concomitantly applying heat to the web, in 
creasing the rate of advancement of a board during ap 
plication of the web thereto to stretch the Iweb, and sub 
sequently severing the web at a region between successive 
boards. 

' .4. .A method of forming a composite ?brous product 
including the steps of advancing ?brous acoustic tiles to 
an applicator station, delivering a liquid-dispersed ad 
hesive onto surfaces of the tiles, advancing the adhesive 
bearing tiles through a drying region for rendering the 
adhesive viscous, feeding a bonded mat of mineral ?bers 
onto the surface bearing the adhesive, engaging the mat 
with a heated surface 'at the region of delivery of the mat 
onto the adhesive on the tiles arranged to press the mat 
into intimate engagement with the adhesive, increasing 
the rate of advancement of an adhesive bearing tile during 
delivery of the bonded mat thereon to effect a stretching 
of the bonded mat and a separation of the tile bearing the 
bonded mat from the succeeding tiles, and severing the 
mat at the zone of separation of the tiles. 

5. A method of applying bonded mat of mineral ?bers 
to form boards made of compres'sedmineral ?bers in 
cluding the steps of advancing form boards in abut-ting 
relation. to an abrading station, abrading the surfaces of 
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8 
the boards, advancing the boardsvto an applicator station, 
delivering a liquid-dispersed adhesive onto the abraded 
surfaces, advancing the adhesive-bearing boards through 
a‘ drying region for rendering the adhesive tacky, feeding 
a continuous bonded mat of mineral. ?bers onto, the sur 
faces bearing the adhesive, engaging the mat with a heated 
surface at'the region of delivery of the mat onto the 
adhesive arranged to press the mat into intimate engage 
ment with the adhesive, on the boards, increasing the rate 
of'wadvancement of the board during delivery of the 
bonded. mat thereon to separate the same from the boards 
in abutting relation to establish tension in the mat, and 
severing the mat at the zone of separation of the boards. 

6. Apparatus of the character disclosed, in combina 
tion, a frame, a rotary abrading member, a conveyor 
arranged to convey ?brous boards in ‘abutting relation ' 
into engagement with the abrading member for abrad 
ing a surface of each of said boards, an applicator roll, 
means for establishing a ?lm of adhesive material on the 
roll, means for directing ?brous boards into adjacent 
‘relation with the abraded surfaces ofthe boards whereby 
the ?lm of adhesive is transferred to the boards, means 
for conditioning the adhesive on the boards to renderithe 
adhesive tacky, means for feeding a continuous Web of 
bonded ?bers onto the adhesive on the boards, said web 
feeding means including a heated roll, said heated roll 
being disposed to exert pressure on the web to impress 
the web into intimate contact with the adhesive, means 
for increasingthe speed of the board receiving the web at 
the region of application of the'web to the board for 
separating the boards adjacent the web applying roll, and 
means for severing the mat at the region of separation 
of the boards. 

, 7. Apparatus of the character disclosed, in combina 
tion, a frame, a rotary abrading member, a movable ?rst 
conveyor arranged to convey ?brous boards in abutting 
relation into engagement with the abrading member for 
abrading a surface of each of said boards, an applicator 
roll, means for rotating the roll, means for ‘establishing 
a ?lm of adhesive material'on the roll, means for direct 
ing ?brous boards in abutting end-to-end relation into 
adjacent relation with the abraded surfaces of the boards 
whereby a ?lm of adhesive is transferred to the abraded 
surfaces, means for applying heat to the adhesive on the 
boards for rendering the ‘adhesive tacky, means for de 
livering a continuous web onto the adhesive on the boards, 
a second movable conveyor. adapted for movement of a 
speed greaterthan that of the ?rst conveyor for separat 
ing the boards adjacent the region of application of the 
web onto the boards, driving means for said conveyors, 
means associated with said driving means for synchroniz 
ing the respective rates of movement of the conveyors, 
and means for severing the Web at the region of separa 
tion of the boards. 

8. Apparatus of the character disclosed, in combina 
tion, a'frame, a rotary abrading member, a conveyor 
arranged to convey ?brous boards in abutting relation 
into engagement with the abrading member ‘for abrading 
a surface of each of said boards, an applicator roll, means 
for establishing a ?lm of adhesive material on the roll, . 
means for directing ?brous boards into adjacent relation 
with the abraded surfaces of the boards whereby a ?lm 
of adhesive is transferred to the boards, means for apply 
ing heat to the adhesive on the boards ‘for rendering the 
adhesive tacky, means for delivering a continuous strip 
of bonded mat of mineral ?bers onto the adhesive on the 
boards, said ‘delivering means including a heated roll, said 
roll being disposedto exert pressure on the strip to im 
press the strip, into intimate contact with the adhesive, 
means for advancing the foremost of the ?brous boards 
during delivery of the bonded mat thereon ‘for separating 
the boards adjacent the mat applying roll, and means‘in 
cluding a movable knife for severing the mat at the region 
of separation .of the boards.‘ ' - 
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9. A method of atiixing a facing web on surfaces of 
individual bodies formed of mineral ?bers including the 
steps of advancing ?brous bodies in end-to-end abutting 
relation to an applicator station, delivering an adhesive 
coating onto surfaces of the bodies, feeding a continuous 
web into engagement with the adhesive coating on the 
bodies as the bodies are successively moved through a 
web applying region, increasing the rate of advancement 
of the foremost of the bodies at the region of applica 
tion of the web for separating the foremost body from 
the succeeding bodies and establishing tension in the fac 
ing Web, pressing the Web into intimate contact with the 
adhesive coating, and subsequently severing the Web at 
the space between adjacent bodies. 

10. A method of applying a facing layer to a ?brous 
product including the steps of advancing ?brous boards 
to an applicator station, delivering an adhesive onto sur 
faces of the boards, advancing the adhesive-bearing . 
boards through a drying region to render the adhesive 
tacky, feeding a continuous layer of the facing material 
onto the adhesive-bearing surfaces of the‘boards, engag- ' 
ing the facing layer With a heated surface, increasing the 
rate of advancement of a board at the region of delivery ' 
of the facing material thereon to separate the faced board 
from the adjacent board and establish tension in the layer 
of facing material, and subsequently severing the facing ' 
layer at the zones of separation of the boards; 

11. A method of applying bonded mat to ?brous boards 

7 10 

including the steps of advancing ?brous boards in abut 
ting relation to an abrading station, abrading the‘ sur 
faces of the boards, advancing the boards to an applicator 
station, delivering an adhesive onto the abraded surfaces, 
feeding a continuous mat of bonded mineral ?bers onto 
the adhesive-bearing surfaces of the boards as they are 
successively advanced through the mat feeding region, 
increasing the rate of advancement of a board at the 
region of application of the mat thereto for establishing 

10 tension in the mat and separating the board being faced 
with rnat from the adjacent board and the establish ten— 
sion in the mat, engaging the mat disposed on a ‘faced 
board with a heated surface to smooth the mat, and sub 
sequently severing the mat at the zones of separation of 

15 the boards. 
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