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3,327,449 
PACKAGING COMPRESSIBLE MATERIAL 

William B. Hullhorst, Rossford, and Paul F. Lockett, 
Newark, Ohio, assignors to Owens-Corning Fiherglas 
Corporation, a corporation of Delaware 

Filed Apr. 2, 1964, Ser. No. 356,762 
11 Claims. (CI. 53-24) 

This invention relates to packaging of compressible 
material and particularly to an improved method and ap 
paratus for packaging insulating batts. 

Insulating batts are now used for a multiplicity of ap 
plications and purposes, such as for acoustical treatment 
as well as thermal insulation, for example. Batts of vari 
ous compressible materials are now known, ?brous glass 
probably being the best for this purpose, from both a 
thermal and an acoustical standpoint. One problem in the 
production and distribution of insulating batts lies in the 
high shipping costs, resulting from their inherent high 
volume-to-weight ratio. It has been found that this ratio 
can be reduced substantially by packaging the batts under 
compression to reduce the volume several fold, thereby 
enabling many more batts to be shipped in a given space. 
A common technique heretofore used for packaging 

batts involved compressing a stack of the batts and then 
forcing them lengthwise into a heavy paper tube in which 
they were shipped. Sliding the batts for their full length 
into the tube tended to damage the exposed surfaces, par 
ticularly since the batts tended to expand because of the 
compression pressure imposed thereon. The paper tubes 
used to package the batts also had to be preformed in a 
separate operation which increased the packaging costs, 
and if overstressed, the tubes had a tendency to tear. In 
addition, the extent to which the batts could be compressed 
was limited not only because the batts were slid their en 
tire length into the packaging tube but also because the 
batts were allowed to expand as they were shoved into the 
tube and, if compressed excessively, would tear the tube. 
Further, the force used to insert the compressed batts into 
the tube was concentrated at one end of the batts, thus 
frequently causing permanent damage to the adjacent 
?bers in the batts. 
The present invention provides an improved method 

and apparatus for packaging batts which overcome the 
above disadvantages and achieve many advantages not 
heretofore possible. The new packaging technique elimi 
nates the necessity of employing a preformed paper tube 
or other container because in the new technique a sheet 
of paper is wrapped around the pack of batts while the 
batts are compressed and the edges of the paper glued 
together. In addition, the arrangement is such that there 
is a minimum of sliding movement between the com 
pressed batts and any adjacent supporting surfaces. The 
batts are also moved transversely into the compressed 
condition so that the overall movement and surface fric 
tion is less, and the force required to move the batts is 
distributed over a lengthwise edge rather than concentrated 
at one end, as previously was the case. The surfaces of 
the batts thereby tend to be damaged less, and the ?bers 
are not permanently damaged by excessive compression, 
which frequently occurred previously when the batts were 
forced lengthwise While compressed. Of considerable im 
portance is the fact that in the new method and appara 
tus the batts can be compressed signi?cantly more than 
heretofore possible, particularly because no preformed 
tube is employed which is subjected to tearing as the com 
pressed batts are pushed into it, and also because the batts 
are not shoved lengthwise or slid along stationary sur 
faces. With the new arrangement, it has been found that 
the batts can be compressed about 20% more than here 
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tofore possible so that substantially less shipping space 
is required. 

It is, therefore, a principal object of the invention to 
provide an improved method and apparatus for packag 
ing insulating batts of compressible material having the 
advantages and overcoming the disadvantages outlined 
above. 
Another object of the invention is to provide an im 

proved package of compressed batts having a lower vol 
ume-to-weight ratio. 

Other objects and advantages of the invention will 
be apparent from the following detailed description of a 
preferred embodiment thereof, reference being made to 
the accompanying drawing, in which: 
FIG. 1 is a somewhat schematic, overall view in per 

spective, with parts broken away, of apparatus accord 
ing to the invention for packaging insulating batts; 

FIG. 2 is a schematic side view in elevation of part 
of the apparatus shown in FIG. 1, and with components 
thereof moved to a different position; 
FIG. 3 is a view similar to FIG. 2 but showing the com 

ponents in still another position during the packaging of 
insulating batts; 

FIG. 4 is a schematic side view in elevation of certain 
components of the packaging apparatus shown in FIGS. 
2 and 3; 

FIG. 5 is a view generally similar to FIG. 4, but with 
the components in another position; 

FIG. 6 is a view generally similar to FIGS. 4 and 5 
showing the components in still another position; 
FIG. 7 is an enlarged view in perspective of a com 

ponent of the apparatus of FIGS. 4-6; and 
FIG. 8 is a view in perspective of a plurality of com 

pressed batts packaged with the apparatus of FIGS. 1-7. 
Referring to FIG. 1, overall apparatus 10 for packag 

ing insulating batts basically includes a slanted bed or 
table 12 for supporting and positioning a plurality of 
insulating batts 14 between a stationary compression 
member 16 and a movable compression member 18. 
Paper supply means indicated at 20 is used to supply a 
paper sheet 22 over the members 16 and 18 when they 
are moved together. Above the paper 22 is a pair of receiv 
ing members 24 and 26 which hold the compressed batts 
and paper when moved upwardly by the compression 
members 16 and 18. In this position, edges of the paper 
are adhered together to complete the package. When the 
next package is partially wrapped and moved upwardly, 
it automatically pushes another package above the ?rst 
package from the receiving members 24 and 26 and onto 
a belt conveyor 28 which carries the package to one side 
of the apparatus 10 where it is removed to storage or a 
shipping point. 

Referring now in more detail to the various compo 
nents of the apparatus 10, the slanted bed 12 is designed 
to be wide enough to accommodate any length of the 
batts 14 expected to be packaged and is su?’iciently long 
to accommodate the total thickness of the number of the 
batts 14 which are to be compressed into one package. 
The stationary compression member 16 includes a mova 
ble conveyor belt 30 comprising a multiplicity of pivotal 
ly connected segments 32, the belt 30 being rotatably 
supported by rollers 34 which are held in spaced relation 
ship by suitable end brackets (not shown). The movable 
compression member 18 includes a conveyor belt 36 com 
prising a multiplicity of segments 38 similar to the seg 
ments 32 with the belt supported on rollers 40. The roll 
ers 40, in this instance, are held in spaced relationship 
by end brackets 42. The movable compression member 
18 is moved back and forth on the table 12, with adjacent 
runs of the belts 30 and 36 held generally parallel, by 
means of a pair of suitable pneumatic or hydraulic rams 
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44 connected to the movable member 18 by gear racks 
46 .and pinions 48. The rams ‘44 are directly connected 
to the pinions 48 so that a given amount of movement of 
the pinions 48 results in twice the movement of the upper 
gear racks 46 and the movable compression member 18. 

Actually, the adjacent runs of the belts 30 and 36 can 
be arranged with the upper ends closer together, if de 
sired, with the belt 36 leaning toward the belt 30. This 
may overcome the tendency for the stack of batts to 
buckle upwardly in the middle when squeezed by the 
compression members. Even if the angle between the 
adjacent runs of the belts may be 5° to 15° or possibly 
more, they are still considered to be generally parallel 
as set forth in this discussion and in the claims. 

After the batts 14 are placed on the bed 12, the mova 
ble compression member 18 is pushed toward the station 
ary member 16 by the rams 44 until spaced apart a dis 
stance somewhat less than the thickness of the ?nal pack 
age of insulating batts 14, which package is represented 
by the reference numeral 50 in FIG. 8. This position of 
the movable member 18 is shown in FIG. ,3. Subsequent 
ly, the compressed batts 14 are moved upwardly to the 
space between the receiving members 24 and 26 by a 
pusher plate 52 operated by a pair of spaced ?uid rams 
54. Stationary plates 55, located at both ends of the mem 
bers 16 and 18 and at the lower ends of the members 
24 and 26, guide the pack properly during this transfer. 
Rather than the pusher 52 and the rams 54, the conveyor 
belts 30 and 36 can be driven to move the compressed 
batts 14 upwardly. However, the pusher plate 52 and the 
rams 54 are preferred since they always move the batts 
14 upwardly a fixed, uniform distance. When the batts 
are moved upwardly by the belts 30 and 36, the batts may 
stop when they begin to slip at the upper ends of the belts 
38 and 36, with this point varying from one pack of batts 
to the next. Hence, the movement and the upper position 
of the batts in that instance may not be uniform or con 
stant. 

Prior to moving the compressed batts 14 upwardly, 
however, the sheet 22 of paper is ?rst positioned above 
the compression members 16 and 18, as shown in FIGS. 
1 and 2. The paper 22 is supplied from a roll 56 which 
is suitably rotatably mounted at the one end of the ap~ 
paratus 10, and is fed around several tracking rollers 58 
and across conveying belts 60 and 62. The sheet 22 is 
next moved across an arcuate bridge plate 64 and onto 
a supporting platform 66 suitably mounted over the batts 
14. When the leading edge of the sheet 22 reaches a pre 
determined position its forward travel is stopped by 
suitable means, such as with the aid of a limit switch 
L.S. A cutter 68 then severs the sheet 22 so that the sheet 
extends substantially equally beyond both of the com 
pression members 16 and 18. The bridge plate 64 is then 
retracted by means (not shown) to a recessed, out-of-the~ 
way position, represented by dotted lines in FIG. 1. 
At this time, the pusher plate 52 moves the packof 

compressed batts 14 upwardly, with the conveyor belts 
30 and 36 being moved ‘by the batts in the direction of 
the arrows in FIG. 3. The batts 14 also carry the paper 
sheet 22 upwardly around the upper longitudinal edge 
of the pack and around the outer major surfaces of the 
outer two batts. The compressed batts are moved up 
wardly until the lower longitudinal edge of the pack is 
above the lower extremities of the receiving members 24 
and 26, as shown in FIG. 4. 
Each of the receiving members 24 and 26 includes a 

movable conveyor belt 70 having segments 72 which are 
similar to the belt and segments of the members 16 and 
18. The belts 72 are rotatably mounted on spaced rollers 
74 which are held in ?xed, spaced relationship by in 
dividual end brackets 76 (FIG. 1) at one end and by a 
connecting end bracket 78 at the other end, the latter 
bracket holding the belts 70 in parallel relationship with 
the spacing between them also approximately equaling the 
average spacing between the belts 30 and 36 of the com 
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pression members 16 and 18. The end brackets 76 and 
78 are supported by connecting bars 88 upon which rollers 
82 are mounted. The rollers 82 support the receiving 
members 24 and 26 on suitable tracks 83, by means of 
which the receiving members can move from a position at 
one side of the compression members 16 and 18, as shown 
in FIG. 1, to a position in which the receiving members 
are supported directly over the compression members, as 
shown in FIG. 3. The receiving members 24 and 26 are 
located in the latter position before the compressed batts , 
14 are moved upwardly from the space between the 
conveyor belts 30 and 36. 
When the compressed batts 14 with thepaper sheet 22 

now draped around them in a U-shaped manner have been 
moved to the upper, second position ‘between the receiving 
members 24 and 26, end portions or ?aps 84 and 86 (FIG. 
4) of the sheet 22 hang below the belts 70. The receiv 
ing members 24 and 26 are then moved, along with the 
batts‘ 14 and the sheet 22, from the position of FIG. 3 to 
the position of FIG. 1, at which time the depending flaps 
pass a sprayhead 88 (FIGS. 1 and 4). As the depending 
?aps move past the sprayhead 88, the head emits a spray 
of glue against the inner surface of the flap 86, operation 
of the spray. being controlled by a feeler ‘arm or an electric 
eye, for example. 

After the receiving members 24 and 26 move just be 
yond the sprayhead 88 to the position of FIG. 1, a vacuum 
.shOe 90, which is vertically movable, moves upwardly 
from the position of FIG. 4 to the position of FIG. 5, 
immediately below the compressed batts 14. The shoe 90 
preferably moves vertically to be sure of clearing the 
lower edge of the compressed batts 14 as they ‘are moved 
to the side position of FIG. 1 'by the receiving members 
24 and 26. The shoe 98 has an arcuate lower surface 92 
(FIG. 7) with ‘a plurality of openings 94 therein through 
which air is pulled by a suitable pump 96 connected to the 
shoe 90 by a line 98. After the compressed batts 14 have 
been moved to the side position and the shoe 90 has 
been raised, the vacuum is established in the shoe. 
A folding bar 10¢) (FIGS. 4 and 5), positioned to one 

side of and slightly below the shoe 98, then is moved 
by suitable drive means substantially horizontally under 
the shoe to push the unglued flap 84 under the batts 14 
and against the shoe 98 which, by means of the suction, 
holds the flap 84 in that position after the folding ‘bar 
100 is retracted to the position of FIG. 6. A second fold 
ing bar 1102 then is moved generally in the direction op 
posite the movement of the‘ bar 180 to move the glued 
?ap 86 under the batts 14 and into contact with the un 
glued ?ap 84 held against the surface 92 of the shoe 90. 
The pack of the batts 14 with the sheet 22 and the now 

folded and glued flaps 84 and 86 remain in the position 
of FIG. 6 with the ?aps held by the shoe 90 while addi 
tional batts are loaded on the bed 12 and compressed be 
tween the compression members 16 and 18. After the next 
b-atts are compressed and the paper sheet 22 has moved 
into the position of FIGS. 1 and 2, the arcuate bridge 
64 is retracted with the sheet 22 supported there above 
draping down slightly, as shown in FIG. 2, to insure that 
the receiving members 24 and 26 will clear it when they 
move back over the compression members. To obtain an 
even more pronounced drape, the .guide means for the 
paper can move the sheet 22 slightly forwardly after the 
leading edge has stopped, to establish additional slack in 
the sheet 22. In such an instance, it will drape or hang 
downwardly even more when the bridge 64 is retracted. 
This assures further clearance of the lower ends of the 
conveyor belts 70,~as well as the flaps 84 and 86, when 
the receiving members andcompressed batts return. As 
the receiving members move back over the compression 
members, a roller 104 (FIG. 1) squeezes the ?aps 84 and 
86 against the end of the surface 92 of the shoe to achieve 
maximum contact between the ?aps. When the glued 
?aps 84 and 86 have moved completely away from the 
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shoe 90, it is lowered slightly to be sure of clearing the 
next pack of compressed batts moved over it. 
The glue has set su?‘iciently at this point to hold the 

?aps 84 and 86 in place although no tension is placed 
on the paper 22 ‘and particularly on the ?aps 84 and 86 
until the batts are pushed completely out of the top of 
the receiving members 24 and 26. This will not occur 
until a second cycle begins and a third package of com 
pressed batts ?nally pushes the instant one out of the 
receiving members (FIG. 4) and onto the transfer belt 
28. Only at this time does the full force of the compressed 
batts react on the paper 22 and the ?aps 84 and 86. The 
?nal package 50 is then removed at one side of the ap 
paratus and carried to a suitable storage area or shipping 
point. 

While the receiving members 24 and 26 are shown as 
movable between the side position and the position over 
the compression members 16 and 18, the members 24 
and 26 can be positioned permanently over the compres 
sion members 16 and 18 with the sprayhead 88 and the 
vacuum shoe 90 then movable between two positions. 
From the above, it will be seen that the batts 14, after 

being compressed between the compression members 16 
and 18, are moved only a relatively short distance, sub 
stantially equal to their width, when moved to the upper, 
paper-wrapping position between the receiving members 
24 and 26. Further, the compressed batts 14 do not slide 
against adjacent surfaces but move with the conveyor 
segments 32 and 38 as Well as the segments 72 of the 
upper conveyor belts 70. Hence, there are no sliding sur 
faces on which the batts drag and which increase friction 
as well as cause the surfaces of the batts to be fuzzy. 
Further, with a minimum amount of friction, the sliding 
surface being eliminated, less pressure or pushing force 
is applied to the compressed batts 14 to move them to 
their upper position with the result that ?bers along the 
edges of the batts which are engaged by the pusher bar 
52 are not permanently damaged by excessive pressure. 
The lesser pressure on the batt edges also is achieved by 
the fact that the pushing force is applied along the entire 
longitudinal edges of the compressed batts 14 rather 
than along only one of the ends of them. Further, the 
paper sheet 22 simply moves upwardly with the batts 14 
and is not subjected to the force of the batts tending to 
expand until some time after the flaps 86 and 88 have 
been glued and dried. Since the sheet 22 is not pre 
formed to any particular shape, there is little chance that 
it can be torn, as has heretofore happened. 

Various modi?cations of the above described embodi 
ment of the invention will be apparent to those skilled 
in the art, and it is to be understood that such modi?ca 
tions can be made without departing from the scope of 
the invention, if they are within the spirit and tenor of 
the accompanying claims. 
We claim: 
I. A method of making a shippable package of a plu 

rality of rectangular insulating batts, said method com 
prising stacking a plurality of the insulating batts with 
their major surfaces parallel and with all four edges in 
alignment, applying force to the outer major surfaces of 
the outer insulating batts in a direction generally per 
pendicular to the major surfaces to compress all of said 
batts to a fraction of their original thickness, positioning 
a sheet of wrapping paper perpendicularly to the major 
surfaces of said batts, parallel to longitudinal edges of 
said batts, and extending substantially beyond the outer 
batts, the width of the sheet exceeding the sum of twice 
the width of the major surfaces of the batts and twice the 
thickness of the compressed batts, maintaining pressure 
on most of the outer major surfaces of said outer batts 
while moving said batts in a direction generally parallel 
to the major surfaces and toward said sheet to wrap said 
sheet around the major surfaces of said outer batts and 
one of the longitudinal edges of said batts, with edge por 
tions of said sheet extending beyond the second longi 
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6 
tudinal edge of said batts opposite said one longitudinal 
edge, moving said batts and sheet to a remote position, 
spraying adhesive along an inner surface of one of said 
edge portions of said sheet, moving the other edge por 
tion of said sheet around said second longitudinal edge 
of said batts, holding said other edge portion of said sheet 
in position while moving said one edge portion of said 
sheet around said other edge portion of said sheet and 
into contact therewith, holding said sheet edge portions 
together while the glue partially dries, moving said packs 
and glued sheet back to the ?rst position from said re 
mote position after stacking a plurality of additional 
batts with their major surfaces parallel, applying force 
to the additional batts in a direction generally perpendicu 
lar to the major surfaces to squeeze them to substan 
tially the same thickness as the ?rst batts, positioning a 
second sheet of paper similar in size and shape to the 
?rst perpendicular to the major surfaces of said second 
batts, maintaining pressure on most of the major outer 
surfaces of said additional batts while moving said addi 
tional batts toward said ?rst batts to push said ?rst batts 
toward an unloading position and at the same time at 
least partially releasing pressure on said ?rst batts. 

2. A method of making a shippable package of a plu 
rality of rectangular insulating batts, said method com 
prising stacking a plurality of the insulating batts with 
their major surfaces parallel and with the edges in align 
ment, applying force generally perpendicular to the outer 
major surfaces of the outer insulating batts to compress 
all of said batts to a fraction of their original thickness, 
positioning a sheet of wrapping paper perpendicularly to 
the major surfaces of said batts, parallel to longitudinal 
edges of said batts, and extending substantially beyond 
the outer ‘batts, the width of the sheet exceeding the sum 
of twice the width of the major surfaces of the batts and 
twice the thickness of the compressed batts, maintaining 
pressure on most of the outer major surfaces of said 
outer batts while moving said batts in a direction gener 
ally parallel to the major surfaces and toward said sheet 
to wrap said sheet around the major surfaces of said outer 
batts and one of the longitudinal edges of said batts, with 
edge portions of said sheet extending beyond the second 
longitudinal edge of said batts opposite said one longi-‘ 
tudinal edge, moving said batts and sheet to a remote 
position, applying adhesive along a surface of one of 
said edge portions of said sheet, moving one of said edge 
portions of said sheet around said second longitudinal 
edge of said batts, holding the one edge portion in 
position while moving the other edge portion of said 
sheet into contact with the one edge portion to glue the 
two edge portions together, holding said edge portions 
together while the glue at least partially dries, moving said 
packs and glued sheet back to the ?rst position from said 
remote position after stacking a plurality of additional 
batts with their major surfaces parallel, applying force 
to the additional batts in a direction generally perpen 
dicular to the major surfaces to squeeze them to sub 
stantially the same thickness as the ‘?rst batts, and moving 
said additional batts toward said ?rst batts to push said 
?rst batts toward an unloading station and at the same 
time releasing pressure on said ?rst batts. 

3. A method of making a shippable package of a plu 
rality of insulating batts, said method comprising stacking 
a plurality of the insulating batts with their major surfaces 
parallel and with the edges in alignment, applying force 
only to the outer major surfaces of the insulating batts 
to compress all of said batts to a fraction of their original 
thickness, positioning a sheet of wrapping paper trans 
versely to the major surfaces of said batts and extending 
substantially beyond the outer batts, the sheet being wider 
than the periphery of the compressed batts, maintaining 
pressure on most of the outer major surfaces of said outer 
batts while moving said batts in a direction generally par 
allel to the major surfaces and toward said sheet to wrap 
said sheet around the major surfaces of the outer batts 
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and one of the edges of the compressed batts, with edge 
portions of said sheet extending beyond a second edge of 
the compressed batts opposite the one edge, applying ad 
hesive along a surface of one of said edge portions of said 
sheet, moving one'of said edge portions of said sheet 
around said second edge of the compressed batts, holding 
the one edge portion of said sheet in position while mov 
ing the other edge portion of said sheet around and into 
contact with said one edge portion to glue the two to 
gether, holding said edge portions together while they glue 
at least partially dries, maintaining the batts in the com 
pressed condition for an additional period of time, and 
moving said batts again in a direction parallel to the major 
surfaces of the batts and simultaneously releasing part of 
the pressure applied to the major surfaces of said outer 
batts. 

4. A method of making a shippable package of a plu 
rality of insulating batts, said method comprising stacking 
a plurality of the insulating batts with their major surfaces 
parallel and with all the edges in alignment, applying force 
to outer surfaces of the insulating batts to compress all 
of said batts, positioning a wrapping sheet transversely to 
the major surfaces of said batts and extending substan 
tially beyond the outer two batts, the sheet being wider 
than the periphery of the compressed batts, maintaining 
pressure on said batts while moving said batts in a direc 
tion toward said sheet to wrap said sheet around the outer 
surfaces of the outer batts and one of the edges of the 
compressed batts, with edge portions of said sheet extend 
ing beyond a second edge of the compressed batts opposite 
the one edge, continuing to move said batts with said sheet 
therearound between a pair of belt conveyors having ad 
jacent runs of the belt disposed a predetermined distance 
apart to maintain the pressure on said batts, and af?xing 
together said edge portions along the second edge of the 
compressed batts before the pressure on said batts is re 
leased. 

5. A method of making a shippable package of a plu 
rality of compressible batts, said method comprising stack 
ing a plurality of the batts, applying force to outer sur 
faces of the outer batts to compress all of said batts to a 
fraction of the original thickness, moving all of said batts 
in a direction generally parallel to the outer surfaces while 
maintaining them under compression, positioning a sheet 
of wrapping material transversely to the path of move 
ment of said compressed batts whereby said sheet is 
wrapped around the leading edges of said batts and around 
the outer surfaces thereof, affixing together portions of 
said sheet which are along the edges of the compressed 
batts opposite said leading edges, and subsequently mov 
ing the wrapped batts in a direction generally parallel to 
the outer surfaces and parallel to the earlier direction of 
movement, and substantially simultaneously releasing part 
of the compression on the wrapped batts. 

6. Apparatus for making a compressed package of a 
plurality of insulating batts, said apparatus comprising 
a bed on which said batts can be stacked with their major 
surfaces parallel and with all edges in alignment, a pair 
of compression members including a ?rst conveyor belt 
and stationary means for supporting said belt at one end 
of said bed, and a second conveyor belt and movable 
means for supporting said second belt on said bed spaced 
from said ?rst belt, said belts having generally parallel 
adjacent runs movable in a common direction, means for 
moving said movable belt support means toward said 
stationary belt support means to compress all of said batts 
to a fraction of their original thickness, means for posi 
tioning a supply of wrapping paper to one side of said 
compression members, means for feeding the paper across 
the tops of said conveyor belts, means severing a sheet of 
the paper from the supply in a width exceeding two widths 
of the major surfaces of the batts and two thicknesses of 
the compressed batts, a pair of receiving members in 
cluding a pair of opposed conveyor belts having adjacent 
runs parallel and movable in a common direction, the 
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8 
spacing between said pair of receiving conveyor belts be 
ing substantially equal to the thickness of the compressed 
batts, means for supporting said receiving members in a 
?rst position directly above said compression members 
when in their compressed position and for supporting 
said receiving members in a remote position, means for 
moving the compressed batts from a position between said 
compression members to a position between said receiving 
members, spray means for spraying glue along an edge 
portion of said sheet extending below said receiving mem 
bers when said receiving members are removed from said 
?rst position to said remote position, means for moving 
the edge portions of said sheet around the lower edges 
of said compressed batts and into contact with one an 
other, means for holding said edge portions together‘while 
the adhesive at least partially dries, and conveying means 
for receiving the packaged batts when emerging from the 
top of said receiving members. 

7. Apparatus for making a compressed package of a 
plurality of insulating batts, said apparatus comprising 
a bed on which said batts can be stacked with their major 
surfaces parallel and with all edges in alignment, a pair 
of compression members including a ?rst conveyor belt 
and stationary means for supporting said belt at one end 
of said bed, and a second conveyor belt and movable 
means for supporting said second belt on said bed spaced 
from said ?rst belt, said belts having generally parallel 
adjacent runs movable in a common direction, means for 
moving said movable belt support means toward said sta 
tionary belt support means'to compress all of said batts 
to a fraction of their original thickness, means for feed-. 
ing paper across the tops of said conveyor belts, means 
severing a sheet of the paper in a width exceeding two 
widths of the major surfaces of the batts and two thick 
nesses of the compressed batts, a pair of spaced receiving 
members including a pair of opposed conveyor belts hav 
ing adjacent runs parallel and movable in a common 
direction, the spacing between said pair of receiving con 
veyor belts being substantially equal to the thickness of 
the compressed batts, means for supporting said receiving 
members in a position directly above said compression 
members when in their compressed position, means for 
moving the compressed batts from a position between said 
compression members to a position betweensaid receiv 
ing members, means for applying adhesive along an edge 
portion of said sheet extending below said receiving mem 
bers, means for moving the edge portions of said sheet 
around the lower edges of said compressed batts and into 
contact with one another, and means for holding said 
edge portions together while the adhesive at least par 
tially dries. 

8. Apparatus for making a compressed package of a 
plurality of compressible batts, said apparatus compris 
ing a bed on which said batts can be stacked with their 
major surfaces parallel, a pair of compression members 
including a stationary member at one end of said bed 
and a movable member on said bed and spaced from said 
stationary one, means for moving said movable member 
toward said stationary one to compress all of said batts to 
a fraction of their original thickness, means for feeding 
a paper sheet across the tops of said members, said sheet: 
having a width exceeding two widths of the major surfaces 
of the batts and two thicknesses of the compressed batts, 
a pair of spaced, substantially parallel receiving mem 
bers, the spacing between said receiving members being 
substantially equal to thethickness of the compressed batts, , 
said receiving members being open at both ends, means for 
positioning said receiving members above said compres 
sion members when in their compressed positions, means 
for moving the compressed batts from a position between 
said compression members to a position between said; 
receiving members, means for applying adhesive along 
an edge portion of said sheet extending below said re 
ceiving members, means for moving the edge portions of 
said sheet around edges of said compressed batts and into 
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contact wtih one another, means for holding said edge 
portions together while the adhesive at least partially 
dries, and means for moving the wrapped batts beyond 
an open end of said receiving members. 

9. Apparatus for making a compressed package of a 
plurality of compressible batts, said apparatus compris 
ing a bed on which said batts can be stacked with their 
major surfaces parallel, a pair of compression members 
for compressing said batts to a fraction of their original 
thickness, means for positioning a paper sheet above 
said compression members in a width exceeding the pe 
riphery of the compressed batts, a pair of spaced receiv 
ing members comprising a pair of conveyor belts with 
adjacent runs thereof being substantially parallel, the spac 
ing between said adjacent runs being substantially equal 
to the thickness of the compressed batts, means for sup 
porting said receiving members above said compression 
members when in their compressed positions, means for 
moving the compressed batts from a position between 
said compression members to a position between said re 
ceiving members, and means for a?ixing edge portions 
of said sheet together around said compressed batts. 

10. Apparatus for making a compressed pack of a 
plurality of compressible batts, said apparatus comprising 
means on which said batts can be stacked with their major 
surfaces parallel, a pair of compression members for 
compressing said batts to a fraction of their original 
thickness, each of said compression members including 
a movable conveyor belt and means for supporting said 
belt with a run of the belt generally parallel to an adjacent 
run of the belt of the other compression member, means 
for moving at least one of said compression members to 
ward the other in a direction transverse to the adjacent 
belt runs, and means for moving a compressed pack of 
batts from between the conveyor belts in a direction gen 
erally parallel to the adjacent runs of said conveyor 
belts after being compressed by said compression mem 
bers, and receiving means for receiving the compressed 
pack of batts from between the conveyor belts, said re 
ceiving means comprising a pair of additional conveyor 
belts mounted above and aligned with said ?rst pair of 
belts when in their compressing positions and having ad 

10 

15 

25 

30 

35 

40 

10 
jacent belt runs which are substantially parallel and 
spaced apart a distance substantially equal to the thick 
ness of the compressed pack of batts. 

11. Apparatus for making a compressed pack of a 
plurality of compressible batts, said apparatus comprising 
means on which said batts can be stacked in parallel, a 
pair of compression members for compressing said batts 
to a fraction of their original thickness, each of said com 
pression members including a conveyor at least part of 
which is generally parallel to a conveyor of the other 
compression member, means for moving at least one of 
said compression members toward the other, means for 
moving a compressed pack of batts from between the con 
veyors in a direction generally parallel to said conveyors 
after being compressed by said compression members, 
and receiving means for receiving the compressed pack 
of batts from between the conveyors, said receiving means 
comprising a pair of conveyor belts mounted above and 
aligned with said ?rst conveyors when in their compress 
ing positions and having adjacent belt runs which are sub 
stantially parallel and spaced apart a distance substan 
tially equal to the thickness of the compressed pack of 
batts. 
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