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This invention relates to improvements in proc-
ess and apparatus for finishing pressed. fibrous
articles and the object of the invention is to pro-

. vide an improved process and apparatus for finish-

~ 5 Ing pressed fibrous articles such as dishes, trays,

food containers and the like and the object of the
invention is to provide an improved process and
apparatus for finishing artieles of this character
whereby a smooth surface free from drainage
10 markings may be produced on one or more faces
of the article and in which the article will be
:;c}:h:ut discoloration or hydration of the fibrous
The invention consists in the process and ap-
15 paratus all as hereinafter more particularly de-
- scribed and illustrated diagrammatically in the
accompanying drawing in which

Figure 1 is a vertical section through an ap-

JParatus suitable for carrying out my .invention
20 illustrating one step in the process.

Figure 2 is a vertical section of the apparatus
fllustrating a further step.

In the drawing like characters of reference
indicate corresponding parts in ‘the different

25 views.

The apparatus comprises a lower die 10 pro-
vided with a forming surface 11, which surface
is provided with drainage perforations 12' and
beneath these drainage perforations is a suction

30 chamber 13 and leading from this chamber 13 is
a suction pipe 14. The lower die 10 could be
supported so that it may be pressed with sub-
stantial pressure against the upper die in any suit-
able way such as by a hydraulic ram 15. Sur-

35 rounding the lower die is a slidable guard 16 nor-
mally urged upwardly by springs 117. ’

Cooperating with the lower die (see Fig. 1) is
an upper die 18 which i provided with a smooth
forming surface 19 and which may be heated in

40 any desired manner and in the form illustrated
is shown provided with a heating chamber 20
to which may be lead any desired heating medium
such as steam, oil or the like. The forming sur-

- face of the lower die is covered with a wire mesh

45 cloth 21, ‘ : )

In Fig. 2 an unheated upper die 22 having a
smooth forming surface is employed in coopera-
tion therewith. The lower die 23 is heated in any
suitable way similar to the upper die 18 in Fig. 1

‘50 and as jllustrated is shown provided with a heat-

ing chamber 24. o
. - A pressed fibrous article being finished is illus-
trated by the numeral 25, - : :

i
e o !

T 'The present-invention relates only to the final
66 heating step in the finishing of pressed fibrous

articles and preparatory to the introduction of
the article 25 into the apparatus, as illustrated .
in Fig. 1, the article: would have been formed in
any sultable apparatus so that it is in a relatively
dry state. . .3

This article is introduced into the dies as shown
in Fig. 1 and is pressed therebetween with sub-
stantial pressure so that the heated surface 19
of the upper die 18 is pressed against the article
with substantial pressure and at the same time
this face 19 is heated to a relatively high tem-
perature. !

The face 19 of the upper die 18 thus constitutes
a calendering member which is applied to the face
of the article at relatively high temperature and 15
with substantial pressure and being smooth it
produces a smooth surface on the face of the
article pressed thereagainst, which face will be
entirely free from drainage markings. ‘

At the completion of the step illustrated in Fig.
1, I have produced an article which has a smooth
surface on one face thereof, which surface is en-
tirely free from drainage markings. In this step
any steam or vapor which is produced may freely

‘escape through the drainage perforations 12 in 25
“the lower die and is carried off through the suc-

tion pipe 14.
If it is desired to produce a smooth surface on

both sides of the article a further step, illus- )
trated in Fig. 2, is employed. In this case the 4, ‘

lower die 23 has a smooth forming surface which

is heated to a relatively high temperature and
this smooth heated surface is applied with sub-
stantial pressure against the article and thus con-
stitutes a calendering member which is heated to 35
a relatively high temperature and which is ap-
plied with substantial pressure to the face of
the article, with the result that a smooth surface
free from drainage markings is produced on the
face of the article presented to the lower die.

In this step the upper die 22 also has a smooth
face, and due to the fact that the article is pressed
between two smooth faces it will probably be
necessary to provide some suitable means for
permitting the escape of any vapour formed and
this may be done by suitably arranging for a -
vibratory motion of the ram 15 so that the pres-
sure between the dies may be applied intermit-
tently and thus permit the escape of vapour from
between the die surfaces. - 50

While I have shown and described the dies 18
and 22 as provided with heating chambers to
which may be fed a heating medium, my inven-

tion is not limited to any particular manner of 55
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heating as this may be accomplished in any suit-
able manner, :

From the foregoing it will be apparent that 1
have devised a novel process and apparatus for
finishing pressed fibrous articles whereby the ob-
jects of my invention have been attained.

Various modifications may be made in my in-
vention without departing from the spirit thereof
or the scope of the claims and therefore the
exact form of apparatus shown and described is
to be taken as illustrative only and not in a limit-
ing sense and I desire that only such limitations
shall be placed thereon as shali be imposed by
the prior art or are specifically set forth in the
claims.

‘What I claim gs my invention is:

1. The herein described method which com-
prises subjecting a preformed thin and partially

~ dry, wet molded, pressed, fibrous article to a

20

30

calendering operation at.relatively high tempera-
ture and substantial pressure and exhausting by
suction the vapor generated in said operation,
then subjecting the article to a further calender-
ing operation-between smooth faced dies.

2. The herein described method which com-.

prises subjecting a preformed thin and partially

dry, wet molded, pressed fibrous article to a

calendering operation at relatively high tem-
perature and substantial pressure and exhausting
by suction the vapor generated in said operation,

- then subjecting the article to a further calender-

ing operation with heat and pressure between-

smooth faced dies.
3. Apparatus for finishing a <preformed thin

-and partially dry, wet molded, pressed fibrous:
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article,
member, means for heating said calendering
member, means for applying sail heated calen-
dering member with substantial pressure to the
surface of the -article, suction means communi-
cating with the article during said calendering
operation, and means for subjecting the article
to a further -calendering operat,ion between
smooth faced dies.

4. Apparatus for finishing a preformed thin
and partially dry, wet molded, pressed, fibrous
article, comprising a. smooth faced calendering
member, means for heating said calendering
member, means for applying said heated calen-
dering member with substantial pressure to the
surface of the article, suction means communi-
cating' with the article during said calendering
operatfon, and means for subjecting the article

omprising a smooth faced calendering

10

15

to & further calendering operation with heat and -

pressure between smooth faced dies.
-5, The herein described method which com-

prises subjecting a thin preformed and partially:
dry, wet molded, pressed, fibrous article to a’
calendering operation at a relatively high tem-:

perature and substantial pressure to calender

one surface thereof, and exhausting by suction
the vapor generated in said operation, then sub-
jecting the article to a further calendering op-:
eration by applying a heated smooth faced die
to the uncalendered surface, and a smooth faced-

unheated die to the calendered surface, and sub=
jecting the article to substantial pressure while

vibrating the dies to permit escape of the vapor‘

generated
GEORGE JAMES MANSON
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