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2,308,649 

METHOD OF AND APPARATUS FOR PRODUC 
NG DRESS-SELD INNER LNERS 

Wilbur J. Dean, North Kansas City, Mo. 
Application April 6, 1939, Serial No. 266,301 

(Ch. 18-41) 11. Claims. 
This invention relates to a method of and ap 

paratus for producing dress-shield inner liners 
from liquid latex, and has for its principal object 
to produce an article of this character which is 
regular in form and free from defects. 
Other objects of the invention are to reduce the 

operations ordinarily required in producing a fin 
ished article; to provide a mold form and method 
of dipping thereof which facilitates smooth ap 
plication of a latex coating thereon; to provide 
the mold form. With a sharp or knife-like edge to 
effect Severance and facilitate removal of the de 
posited latex; and to effect the cut and removal 
of deposited COating so that the edges of the 
finished article are free of tears and irregularities. 

In accomplishing these and other objects of 
the invention, as hereinafter pointed out, I em 
ploy an improved apparatus illustrated in the 
accompanying drawings, wherein: 

Fig. 1 is a perspective view of a portion of a 
dipping board equipped with a plurality of mold 
forms, a number of Which are removed to better 
illustrate mounting thereof on the board. 

Fig. 2 is a perspective view of one of the mold 
forms removed from the dipping board. 

Fig. 3 is a detail section through a vessel con 
taining the body of latex showing the mold forms 
dipped therein preparatory to withdrawal thereof. 

Fig. 4 is a section through the mold form on 
the line 4-4 of Fig. 2. 

Fig. 5 is a similar section showing the latex 
coating deposited thereon. 

Fig. 6 is a sectional view through a vessel 
wherein the mold forms carrying the latex coat 
ings are soaked and the forms manipulated to 
effect removal of the coatings. 

Fig. 7 is a detail perspective view of a coating 
after it. hias been removed. 

Fig. 8 is a similar view of the finished article. 
Referring more in detail to the drawings: 

designates a dipping board having an at 
tached strip 2 provided along one edge with a 
plurality of spaced slots or recesses 3. The side 
faces 4 and 5 of the slots are substantially paral 
lel and the inner face is provided with offsets 6 
and 7 to form a shoulder 8 lying in a plane regis 
tering with the face 9 of a projecting portion 
O of the strip 2. 
Mounted in the slotted recesses are arms 

carrying the mold forms 2. The arms have 
side faces f3 and 4 closely engaging the side 
faces of the slotted recesses, and are of a width 
corresponding to the depth of the recesses so that 
the side edges 5 engage the offset face and 
the side edge f6 projects sufficiently from the 
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side face 7 of the strip to be grippingly engaged 
by a clamping bar 3. The arms have later 
ally extending lugs 19 and 20 to respectively en 
gage: the shoulder 8 and the clamping strip 8 
so that the arms are Securely anchored to the 
dipping board. The strip f8 may be attached by 
fastening devices, such as Screws 2. The arms 

terminate in angular portions 22 carrying the 
mold forms 2. The mold forms 2 are of plate 
like character and of Substantially Crescent shape 
having arcuate outer edges 24 conforming to the 
arcuate edge of a dress-shield to be produced 
thereon, and inner arcuate edges 25 conforming 
to the inner arcuate edge of a dress-shield. The 
edge 25 is rounded, as at 26, and merges into 
the flat faces 27 and 28 of the form. The Outer 
arcuate edge 24 curves, as at 29, from the face 
28 toward the face 27 so as to provide a knife 
like cutting edge 30 substantially in the plane of 
the face 27. 
The crescent portions of the forms are at 

tached to the angular portions of the Supporting 
arms in the plane of one of the tips of the cres 
cent designated 3 as clearly shown in Fig. 2, the 
inner or concavely positioned arcuate edge 25 
forming a continuation of the edge 5, and the 
opposite or convexly positioned edge f6 is pro 
vided with a knife portion 32 forming a continu 
ation of the knife-like edge 30 which extends con 
tinuously to the opposite point of the Crescent 33. 
The Crescent shape is defined acroSS the faces of 
the arms by shallow grooves or Scores 34 which 
leave markings on the article whereon that por 
tion of the coating covering the arm is trimmed, 
as later described. 
The mold forms thus described may be con 

structed of any suitable material adapted to pro 
vide Smooth molding surfaces which are prefer 
ably of polished character so that latex coatings 
produced thereon are readily removed. 

35 designates a vessel containing a body of 
latex 36 into which the forms are dipped as 
shown in Fig. 3 and slowly withdrawn. So that a 
coating of latex is deposited thereon. The ap 
paratus also includes a vessel 37 for contain 
ing a solution such as water, designated 38. The 
vessel 37 may be of any suitable form but the 
upper, opposite edges 39 thereof are arranged to 
rest the ends of the dipping boards. When the 
forms are immersed in the water and to provide 
support for rocking the boards when the coat 
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ings are to be removed from the mold forms, as 
now to be described. 
In using the apparatus, a dipping board 

equipped with the mold forms as above described 
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is suspended over the body of latex and lowered 
into position so that the Crescents are completely 
immersed in the body of latex With the points 
uppermost. The forms are then slowly With 
drawn so that latex coatings are deposited on the 
sides thereof and which congeals progressively 
with withdrawal. 

Since the forms are withdrawn with the points 
of the crescent uppermost, the coating closely ad 
heres to the forms and there is no pulling away 
of the coating incidental to the rubbery contact 
thereof or the surface tension of the latex. In 
fact, these characteristics of the latex tend to 
draw the coating more firmly over the rounded 
edges 26. The coated forms are then soaked in 
Water for a time after which they are removed 
and reimmersed in the body of latex to produce 
a second coat over the first. These StepS are re 
peated alternately until a coating of desired 
thickness is built up on the forms. Usually from 
three to five dippings are sufficient. The dip 
ping boards carrying the forms are then placed 
in a rack and the coatings allowed to cure and 
dry thereon. When dried, the dipping boards 
carrying the forms are placed in the vessel 37 
With the coatings submerged in the Water and 
the ends of the dipping board resting on the 
edges 39 of the tank as shown in Fig. 6. The 
coatings are again allowed to Soak. So that they 
will loosen readily from the mold form.S. When 
the coatings have soaked for the desired length 
of time the form boards are rocked upon the 
edges of the tank to cause the coated forms to 
swing back and forth through the water. This 
movement of the forms pushes the Water ahead 
of the knife-like edges so that the impact or 
pressure of the water is sufficient to cause cut 
ting through of the latex along the entire length 
of the edge. Further Swishing of the forms 
causes the Water to enter between the edges and 
the side faces of the forms so that the coatings 
are floated to the Surface of the Water. The 
forms are then removed and the coatings gath 
ered from the surface of the Water. The coat 
ings then form the articles as illustrated in Fig. 
7 which include interconnected crescent-shaped 
flaps 4 and 4 having smooth, Outer, arcuate 
edges 42 entirely free of tears and similar blem 
ishes. The portions 43 of the coating Which 
clung to the supporting arms remains attached 
to the crescent-shaped flaps 40 and 4 as shown 
in Fig. 7. These portions, however, are readily 
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removed by cutting thereof On the demarcation , 
lines 44 to produce the completely finished liner 
as illustrated in Fig. 8. 
These liners are then incorporated in the con 

Struction of dress-shields as in conventional 
practice. 
From the foregoing it is obvious that I have 

provided a method of forming dress-shield liners 
Which, When removed from the forms, require no 
further preparation other than removing the 
appendages 43. It is also obvious that the con 
necting portions of the flaps 40 and 4 are of 
Smoothly rounding curvature and of the same 
uniform thickness as the side fiaps 40 and 4. 
The finished articles are entirely free of tears 
and other imperfections which would ordinarily 
require further processing. 
What I claim and desire to secure by Letters 

Patent is: 
1. The method of producing articles from latex 

including, dipping a form having a knife-like 
edge into a body of latex, Withdrawing the form 
to effect deposit of the coating thereon, immers 
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ing the form in a liquid to Soak said coating, and 
moving the form through said liquid in the di 
rection of said knife-like edge to effect Sever 
ance of the coating and removal thereof from 
the form. 

2. The method of producing articles from latex 
including, dipping a form having a knife-like 
edge into a body of latex, withdrawing the form 
to effect deposit of the coating thereon, immers 
ing the form in a liquid to Soak said coating, 
and oscillating the form in said liquid in the di 
rection of said knife-like edge to effect Severance 
of the coating and removal therefrom from the 
form. 

3. The method of producing dress-shield liners 
from latex including, dipping a Crescent-shaped 
form in a body of latex With points of the Cres 
cent uppermost, withdrawing the form to deposit 
a coating thereon, drying the coating, immersing 
the form carrying the coating in a Wash liquid, 
severing the coating by effecting impact of the 
wash liquid against the crescent-shaped edge of 
the form, and removing the coating from the 
form while contained in said liquid. 

4. The method of producing dress-shield liners 
from latex including, dipping a Crescent-shaped 
form in a body of latex with points of the cres 
cent uppermost, withdrawing the form to deposit 
a coating thereon, drying the coating on the 
form, immersing the form carrying the coating in 
a wash liquid, severing the coating by pressure 
of the wash liquid against an edge of the form 
by Oscillation of the form in Said liquid in the 
direction of said edge to effect removal of the 
Coating. 

5. The method of removing a latex coating 
from a form having a cutting edge covered by 
the coating including immersing the form carry 
ing the coating in a liquid, and severing the coat 
ing through pressure by said liquid effected 
through relative movement of the form and liquid 
in the direction of the cutting edge. 

6. The method of removing a latex coating 
from a form having a cutting edge covered by 
the coating including immersing the form carry 
ing the coating in a liquid, severing the coating 
through pressure by Said liquid effected through 
relative movement of the form and liquid in the 
direction of the cutting edge, and continuing said 
relative movement for removing the severed coat 
ing from the form by the liquid entering between 
the coating and the form at the point of sever 
aCe 

7. In an apparatus of the character described 
including a vessel containing a liquid, a dipping 
form having a knife-like edge adapted to be im 
mersed in Said liquid, and means for oscillatably 
Supporting the form in said vessel and having 
an axis of OScillation extending transversely rel 
atively to the knife-like edge to cause severance 
of a coating on said form by pressure of the liq 
luid. When the form is oscillated. 

8. In an apparatus of the character described, 
a vessel containing a body of liquid, a flat form 
having concavely and convexly arranged arcuate 
edges intersecting at spaced points to provide a 
Crescent-shaped body with the convex arcuate edge 
having a cutting edge, an arm connected with the 
Concave edge of the form, and supporting means 
Connected with Said arm to suspend the form 
Within said liquid and having an axis of oscilla 
tion extending transversely of said cutting edge 
to cause severance of a coating on said form by 
preSSure of the liquid when the form is oscillated. 

9. A. form of the character described including 
a Substantially flat body having convexly and 
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concavely arranged arcuate edges intersecting at 
spaced points substantially in the form of a Cres 
cent, said convex edge having a cutting edge co 
extensive therewith, and a supporting arm con 
nected with the body adjacent one of said points 
and having a cutting edge forming a continua 
tion of the first named edge to cause severance 
of an applied coating on said form when pres 
Sure is exerted in the direction of the cutting 
edges. 

10. The method of producing substantially 
crescent-shaped dress-shield liners from latex 
including, dipping a Crescent-shaped form into a 
body of latex with points of the crescent upper 
most and With a severing edge on said form low 
ermost to cause the latex to spread smoothly 
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over the points and upper edge of the crescent 
shaped form and to cauSe any pulling of the 
latex that may occur upon removal of the form 
to take place along the severing edge when said 
form is withdrawn from the body of latex, with 
drawing the form to deposit a coating thereon, 
drying the coating, effecting severage of the coat 
ing by application of a liquid pressure along the 
severing edge, and removing the coating from the 
form. 

11. The method of removing a latex coating 
from a form having a cutting edge covered by 
the coating including, effecting impact of a liq 
uid against the coating covering the cutting edge 
to effect severance thereof. 
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