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My present.invention?whilst applicable 
to a variety of.otheruses is more?particu 
larly designed forthe production ofinsulat 
ing goverings for pipes ?Suc insulating 
coverings consist ordinarily of two semi gylindrigalbodies ofasize.adaptedtosnugly 
inclose the pipe to be insulated the sections 
of the covering being ordinarily connected 
togetber bya layer ofcheese-cloth canvas or 
the like. - Insulating pipe coverings particularly 
coverings formed of asbestos are now com 
monly made by winding a sheet (usually a 
gorrugated sheet) ofasbestos around a man 
drel until covering of the desired thickness 
formed itis dried orbaked andsubsequently 
bisected longitudinglly to form semi-cylin 
drical halves or bodies adapted to fit about 
a pipe of gorresponding size In practice, 
various objections.are_foHnd to this method ofmanufacturinginsulating goverings Not 
Onlyis the method a slow andexpensive one, 
but when the asbestos sheet is wound about 
the mandrel there necessarily exists a“lap" 
or.abrupt.edge wherethe winding of the in 
sulating sheet beginsupontheinterior ofthe 
covering and asimilar“lap" or abrupt edge 
wherethe sheet endsupon?the outersurface 
of the covering and partioularly are these 
9bjections?found to exist where theinsulat 
ing.coyering is formed of comparatively 
thick.sheets of asbestos that have been pre viously corrugated in order to produce air 
cells betweentheseverallaps ofthesheets, 
By my present invention the objections 

incident to priormethods offorminginsulat 
ing pipe goverings are avoided and not only 
is a superior covering produced thereby bit 
thisisefected with simplicity andeficieney 
and at a very material saving in cost of 
manufacture. - In the.particular embodiment of the in 
vention illustrated in the aegompanying 
drawings and hereinafter deseribed I have set forth an apparatus especially designed 
for_making insulating pipecoyerings but I 
wishit distinetlyunderstood thattheinven? tion is susceptible of far wider application 
andthatthe details ofconstruction described 

Afer.the covering is thus 

may be varied widely without departing 
fromthescope oftheinvention andthat fea? tures oftheinventionmaybeemployedwith Outitsadoptionasan entirety. 

Referring to the accompanying drawings, 
Figure 1 is a.view inverticallongitudinal Secion through an apparatusembodyingmy 
invention and Figüre 2 is a similar View showing the discharge end of the apparatus 
omitted from Fig 1 Figures 3 and4 are? 
viewssimilar.to Figs 1 and 2but showing a 
?9dified.embodiment of the inventión. Figure.5is an enlargeddetalviewshowing 
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a portion of one of the former-carrying 
chains and parS 8ssociated therewith Fig? 
Ire 6 is a detailviewinside elevationshow ing the guide.channels for the journals of 
the?forger-rolls and parts associated there 
with Figure7is 9menlarged detailviewin 
vertigalsectionon line7?7of Fig.6 Fig ure8isanenlargedviewinverticalsection on 
!ine8?8 of Fig 2 Figure9isadetailview 
ineleyationshowinga link of one ofthe car ?ierchains andthemeansforsupportingthe 
formerrollsthereon Figure10is a perspee tiveviewshowinga portion of a semi-gylin? 
drical pipe coyeringadapted to be produced 
by my invention and Figure 11 is a view 
Showing a diferent form of channel-shaped 
b9dy adapted to be producedin accordance 
withmyinvention. ? - 
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Inthe form oftheinvention illustratedin the drawings the pipe goverings.are pro 
duced by superimposingin desired numbers 
a.series of sheets gr layers 1?2and3 prefer 
ably of corrugated.asbestos orlikemäterial, 
upon the inner and outer surfaces of which areimposed plainorfatsheets4 and 5 also 
preferably of asbestos The corrugated as 
bestossheets1?2and3 areshown asrollscar-? riedby suitablespindlesthat willbeconven 
iently supported in manner freeto revolve, 
8nd similarly the facingsheets 4 and 5 will 
bearrangedin roll form mo"Inted uponspin 
dles suitably supported Above the rolls or 
Sheets of asbestos will begonveniently sus ?ained ce"ent-applying rollers 6.(revolving 
in tanks,7) for garrying a Suitable gemen? 
suchassiligate of sgda by which theseveral 
sheetswillbeunited togethertoforma com 
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2 
posite sheet W before said composite sheet 
is passedinto the inechanism,whereby chan? 
nel-shaped bodies or corrugations are formed 
in such composite sheet A roll6/supports 
or guides the bottom facing sheet 5 AS 
shown each oftheindividualsheets1?2and 
3 of asbestos or like materialis made of a 
corrugated sheet faged with a plain or flat 
sheet the purpose of this construction being 
toformaircellsinthefinished pipecovering. 
Inthe preferred form.oftheinvention?the compositesheetisshapedtoprodugethesemi 

cylindricalorchannel-shaped bodies adapted 
for pipe coverings by a series of formers or 
forming rolls 9 and 10that are preferably 
supported by carrier chains 11 and 12.that 
pass over and are driven bysprocket wheels 
15 and16 forthe lower Carrier chains it be 
ing understood that there.willbe sprocket 
wheels13 and14 and sprocket wheels 15 and 
16 forthe chains at opposite sides of the ma 
chine Inordertosynchronizethe movement 
of the carrier chains11 and 12 the shafts 17 
and 18 of the sprocket wheels 13 and 14 are 
united by suitable gears?19 ? 
In Fig.9 of the drawings?? have shown 

the preferredmanner of mounting the form 
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ing rolls upon the carrier chains By refer 
enceto Fig.9 it will beseenthat each ofthe 
carrier chains11 and 12is formed of a series 
of links.20 pivoted together.as at 21 these 
links 20being of properlength to beengaged 
bytheteeth of the sprocket wheels whereby 
the Carrier chains are supported and driven. 
Tothe links 20 of the carrier chains are piv 
otally mounted arms 22 (see also Fig 7) in 
the free ends of which will be journaled or 
revolubly sustained the forming rolls 9 it 
being understood that the.forming Polls 10 
for the lower chain will be similarly sup 
ported As shown the arms 22 are bifur catedattheir lowerends?wheretheystraddle 
and are pivoted as at,23 to the links 20 
Each of the links 20 will be provided with 
projecting parts.24 carrying studs 25.on 
which are revolubly mounted frictionguide 
wheels orsleeves26that areadapted to enter 
the guide channels 30 or31 asshown in Fig 
6. Theseguidechannels30and 31?whichare 
designed respectively?for the links of the 
upper and lower earrier chains are formed 
as open-sided or U-shaped.channels and at 
theirentrance ends are preferably expanded, 
as at32?to permit the friction rolls orsleeves 
26toenter freelytherein Whenthe friction 
rolls or sleeves 26 are within the channels, 
they will serve to hold the forming rolls 9 
(or 10) in, proper operative position and 
when the friction rolls or sleeves 26 pass 
from the exit ends of the channels30 or31? 
the arms 22 will be free to turn upon the 
pivots23so asto prevent danger ofthe form 
ingrolls 9 distortingthe corrugated or chan 
neled compositesheet Theshafts of the car 
rier chains will be supported by suitablg 
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standards?such as 35?36 and 37?which wil 
alsoservetosustain theguide channels30 and 
31securedthereto (see Fig.7). 
The forming rolls 9 and 10 are arranged 

upon their respective earrier chains and as 
the chains are driven in opposite direction, 
the former rolls will intermesh as clearly 
shown in the drawings and as the rolls thus 
intermesh they will form a composite sheet 
W?withaseries oftransversechagnelsorgor 
rugations ?nasmuch as the rolls.98md 10 arefreetorevolveupontheiraxes the danger 
of tearing or straining the_individual.sheets 
asthey p?ssbetweenthe rollsisavoided since 
the rölls being freeto revolve will tend to 
compensate for any inequality in the_strain 
between the upper and the lower surfage of thecompositesheetasitipasseslaterallyaboye 
andbelow theformingrolls9and10 Asthe 
cement that unites the several individual 
sheets?1?2 ete as they enter betwee? the 
forming rollsis still wet or unset the sheets 
may slip or shift slightly with??espect to 
cach other as they pass above and below the 
iolls?thisslipping of the sheets being aided bythefaettha?thérollsarerevolublymount 
ed Preferably the upper carrier chain 11 
isshorter thanthe lower Carrier chain 12 and 
both or one of these carrier chains lead into 
a suitable drying chamber or kilm 49 wherein 
the composite sheet W.will be thoroughly 
dried orbaked causing the cement therein to 
set and the channels of the sheet to retain 
their proper form The drying Chamber or 
kiln 40 will be of suficient length to thor 
oughly drythe compositesheetbeforeits exit 
therefrom Preferably the lower carrier 
chain 12 leads to a considerable distance 
withinthe dryingchamber and asthe compo 
site sheet leads to the rolls 10 of the lower 
carrier chain,it will pass onto a Suitable Con 
?eyor belt 42that passes over the rollers or 
pulleys43supported bystitablestandards 44 
and45 Asshown the compositesheet W as 
itisstles fromthe exitend ofthe drying cham 
ber 40 is received upon a suitable table or 
support 46that is sustained by convenient 
standards or supports47 Beneath thetable 
46 extends a transverse bar 48 the ends of 
which are sustained by standards 47 and 
within aguideway formedin the top of this 
transverse baris arranged the frame50 of a 
saw 51thatis attached to the upwardly ex 
tendingarms52 ofthesawframe Asshown, 
thesawframe has connected thereto (see Fig. 
8) an abutment rod 54to whichreciprocating 
motion has been imparted from a power 
driven wheel 55 Obviously?if desired a 
band saw might be employedinstead of the 
regiprocatingsawillustratedinthe drawings 
The purpose ofthesaw51istocut through 

?he walls of the charnels.or gorrugations 
formed in the composite sheet W and this 
saw will be so positioned as to acourately 
severthe compositesheetupon what?for con 
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sheet??hatisto say he line gn which the 
Composite sheet is to be severedin order to 
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venience Iterm the “parting line" of the 

insurethatwhenthewalls ofthe corrugations 
of the sheet are cut through there will be 
produced the individual semicylindrical 
channels adapted to fit over the pipeto be 
insulated If order to hold the composite 
sheet W downt!pon thetable46,thereis pro 
vided a presser bar or foot 56that may be 
supported by arms 57 pivoted upon a rod 58 
extending betweenthe ends of the standards 
45 (see Fig.8). ? 

Hm the machine above described myinven 
tion is illüstrated as having forming rolls 
adapted to form channels or corrugations in 
the composite sheet W of uniform size and 
when the Compositesheet is severed alongits 
parting line the semi-cylindrical channels 
resulting?herefrom areadapted for onesize 
of pipe only In the preferred embodiment 
9f myinvention moreparticularlyillustrated 
in Eigs.3 and4 ofthe drawings the appara 
tusisi?tendedfor producing channel-shaped 
OP Semi-cylindrical bodies of diferent sizes whenthe.corrugatedsheetissevereduponits 
Partingline In this form of theinvention, the?ppercsrrierchain11hasmoultedthere 
on in manner hereinbefore described form 
ing rolls 9 of uniform diameter while the 
lower Carrier chain 12.has mounted thereon 
?orming rolls10°?10"?10°and10" of diferent 
diameters With this construction?it will and 4 that 
ghannels orcorrugationsof differentsizeswill 
be imparted to.the.composite sheet W the 
sizes corresponding in number to the several 
sizes of forming rolls upon the lower carrier 
chain 12. Inasinuch however as the form 
ing rolls 9 of the upper carrier chain are of 
Uniform diameter the channels or corruga tions extending below the partingline of the 
Composite sheet (asindicated by dotted line 
at X Fig.4) will be ofuniform diameterso 
that they will rest evenly upon the carrier 
belt42 andupon thetable46,whilethechan ?els ?r.cor?lgations above the parting line 
X will be of diferent sizes and hence willbe 
sdapted whenthe walls ofthe channels have been seye?ed bythe saw51 as.coveringsfor 
Pipesof liferentszes?Byrefereneet6 Fig. 
5 ofthe drawings itwi?beseen howthepiv 
9tal mounting 9f the links 22 carrying the 
?ming rolls alow these rollsto yield and 
lift the corrugations or channels of the com positesheetwithout danger of distortingthe 
Salk}{3. - - ? - - 

In Fig 10.of the drawingsisillustrated a 
Semi-eylindrica! channel or body produced 
in?ecordaneewith myinventionandadapted to form 9me-hälf of aninsulating pipecöver 
ingandit wil beseenthat thepipe govering thus producedisentirelyfreefrom"laps"or 
abrupt shotilders either upon its inier or 
outersurfaces Obviously theinvention can 

parting line. 
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be employed for producing channel-shaped 
bodiesofdiferentformsandforyarious pur 
poses Thus,in Tig.11I have shown polyg 
onal-shaped.channels or bodies which when 
nested together and Suitably connected may 
beusedin forming building board partition 
wallsorthe like Each of the channels 70 
shownin Fig 11?when laterally arranged 
and interlocked as there shown may be ce 
mented together and covering sheets 71 of 
heavy stock may be cemented or otherwise 
Suitably attached tothe upperandlower sur 
faces of the channels 70to produce a smooth 
surface on the finished product? Detailsofthemethod andapparatusabove 
set forth may be varied and features of the invention maybeemployedwithoutitsadop 
tion as an entirety Thus for example the 
feature of forming channel-shaped bodies 
fromasheet made of superposed plies ofma ? terialcementedtogether bymoldingthesheet 
before the cement is allowed to dry or set, willbe found advantageous regardless ofthe 
mannerin which the molding orsevering of 
the sheet is effected. IClaimas myinvention:? 
1 The method of making channel-shaped 

bodies that consists in forming a sheet with 
aplurality ofch?nnelsthe"einändthereafter 
severing the walls ofthe channels. - 
2 The method of making channel-shaped 

bodiesthat consistsinformingasheet wi?ha 
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blurality of channels extending transversel y 8 ofthesheetandthereafterseveringthewalis 
ofthéghannels 3. The method of making channel-shaped 
bodies that consists in forming a sheet with 
Channels extending alternately in opposite 
directions from the parting line of the sheet 
and thereafter severing the sheet alongsaid" 
partingline. - - - 

4.The method of making channel-shaped 
bodies that consistsin forming asheet with 
channels of diferentsizes exteadingin oppo 
site direetions from the parting ine of the 
sheet and thereafterseveringthesheet along 
Said parting line. *? 5.The method of making channel-shaped 
bQdies that Consistsin.formingupon oneside 
of the parting line of the sheet channels of 
uniform size and upon the opposite side of 
Said parting line channels of diferent size, 
and thereafter severing the sheet alongsaid 

6. The method of Inaking channel-shaped 
bodies that consists in forming channelsina 
gontinuo?sly moving moistened sheet then 
drying.the sheet and finally severing the 
walls of the channels. 
7.The method of making channel-shaped 

bodies that consists in uniting a series of 
Superposed sheets then forming the result 
ing composite sheet with channels extending 
fromoppositesides ofthe partingline ofthe sheet thensubjectingthe compositesheetto 
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a dryingaction andfinallyseveringthesheet 
upon said partingline. - 
??8.The method of making channel-shaped 
bodies that consists in Cementing together a 
series of superposed sheets then before the 
cement is set forming the resulting com 
posite sheet with channels then drying the 
sheet and finally severing the walls of the 
channels. 

CECIL M.CLARIKE. 


