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3 Claims. (Cl. 154-2) 
This invention relates to improvements in i a 

base for receiving plaster or the like and a meth 
od of making said base, and refers specifically to 
a plaster or Stucco receiving base comprising a 
Single or multi-ply fibrous support having United 
to a Surface thereof a corrugated wire mesh 
Screen, and a method of corrugating, impregnat 
ing and Uniting Said fibrOUS Support and Said re 
ticulated member. 
The utility, objects and advantages of my in 

vention will be apparent from the accompanying 
drawings and following detail description. 

In the diraWingS, Fig. 1 is a diagrammatic Side 
elevational view of suitable apparatus for carry 
ing out my invention. 

Fig. 2 is a, fragmentary Sectional View illus 
trating a portion of the strip cutting mechanism. 

Fig. 3 is a top plan View of the plaster receiving 
base. 

Fig. 4 is a Sectional view taken on the line 
4-4 of Fig. 3. V 

Fig. 5 is a Sectional View taken On line 5-5 of 
Fig. 3. V 

Referring in detail to the drawings, 1 indicates 
a roll Of reticulated material, Such aS COarSe mesh 
screen, reticulated wire, commonly known as 
“chicken wire” or the like. . . The Wire - compris 
ing roli li may be of any desirable - width, for in 
stance, forty-eight inches or any other multiple 
of the distance between studding used in wall 
construction. Roll 1 may be carried by shaft 2 
which, in turn, may be supported by standards 3. 
The Wire Web or Strip 4 may be passed from roll 

1 and trained over guide roll 5 from whence it 
may be carried between rolls 3' and 4”. The roll 
4", may carry a series of projections or male elle 
ments 5" which may extend into and serve to ex 
pand the reticulated wire 4. The roll 3" may be 
provided with a series of apertures (not shown) 
into which the male elements 5' may extend at 
the point of osculation of the two rolls. It is to 
be understood, however, that the rolls 3' and - 4’ 
may be eliminated with the use of certain types 
of reticulated Wire. , - ... * . 

After leaWing rolls 3’ and 4”- the wire 4 may be 
carried between a, set of corrugating rolls 6. 
The unit 6 may be so constructed as to form 

the wire strip 4 into a series of elongated trans 
verse crests 7 and troughs 8, as shown best in Figs. 
i and 4. w 

A roli? 9 comprising a continuous strip or web 
of fibrous material, such as felt paper, asbestos 
or the like, may be mounted upon shaft i Which, 
in turn, may be mounted upon standardis 11. 
A strip or web 12 taken from roll 9 may be trained. 

over guide rolls 13 and if the web 12 comprises 
feit or the like, which is to be saturated or coated, 
said web may be trained over: roll 14 Submerged 
in a, bath of waterproofing material 15, Such 
as liquid asphalt or the like carried in wat 16. 
If asbestos paper" or. board is to be uSed, Web 12 
may if desired, be shunted around bath 15, and 
passed directly from roll 13 to rolls 18 and 19. 

After passing over guide rolls 15, the web 12 
Whether passed through wat 16 , or not, may be 
carried between rolls 18 and 19, which may full Inc 
tio as doctor rolls or coating rolls as occasion 
demands. If the web 12 comprises felt or the like, 
rolls 18 and 19 may Serve to control the thickneSS 
of the film of waterproofing material 15 upon the 
Web or if an asbestos Web : is used, that SUrface 
of the Web which Subsequently serves as the rear 
or lower face of the finished product may not 
contain any adhesive and, consequently, that 
Surface Will be fire resistant. However, in the 
latter case, that surface of the asbestos Web Which 
comes into contact with the Wire 4, as will be 
hereinafter described, may be coated with as 
phalt or other adhesive. This may be accom 
plished by positioning a fountain (not shown) 
adjacent roll 18, said fountain. being adapted to 
deposit a film of adhesive upon conventional 
transfer i rolls which, in türn, EXmay deposit the 
adhesive upon roll 18. It is , permissible to coat 
the inner or upper surface of the web with adhe-- 8 
sive, since the finished product when used, car 
ries plaster or a, plastic material which Will be in 
contact with that surface of the web and, hence, 
will protect the same from fire. The - roll 18, in 
addition to coating web 12, May also contact and 
coat the lower, portioni or troughs 8 of the Screen 
Of Wire 4. . : , 

A web 23 of felt, a 
from a, roll i (not - shown) , and imay be passed 
over guide roll 24. Said web may then be passed 
between draw rolls 25 and 26 which, in tUrn in 
termittentiy push saidi web forwardly over table 
27 to cutting unit 28. Unit 28 may comprise, an 
upper cylinder 29 provided with angularly Spaced, 
elongated knives 30 and a lower cylinder, or bed 
roll 31 provided with angularly spaced elongated 
projections or ribs 32. The rotation of cylinders 
29 and 31 may be so timed as to bring a knife 

asbestOS or the like, may be fed 

?". 

K. 

2 

30 into registration with the rear surface"; of a 
rib 32, as shown best in Fig.2. It can readily be 
Seen that since Web 23 is fed between CylinderS 
29 and 31, said web may be severed transversely 
by said knives into strips 33. 
Strips 33 are preferably cut to a width substan 

tially equal to the width of a, rib 32, the width 
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of the latter, as Will be hereinafter more fully de 
scribed, being dependent upon the Width of a 
trough 8. The agular Sp?Cing of ribS 32 Up On 
the Surface of cylinder 31 is dependent upon the 
distance between adjacent troughs 8 in the Wire 
Screen 4. Inasmuch as a strip 33 is cut only to 
the Width Of a rib 32 and Said ripS alre Spaced 
from each other, the Web 23 müst be fed interimit 
tently by diraw rolis 25 and 26. V 
To accomplish the intermittent feed of the 

Web 23, dira. W roll 26 may be loosely moUnited 
llpOn Shaft 34 and Imay be riigidilly connected to 
ratchet 35. An arm 36 may be loosely mounted 
upon Shaft 34 and inay carry pawili 37 which may 
nOrmally be impelled, by means of a Spring (not 
ShoWI) , toward iratchet 35. A lever 38 may be 
pivotally connected at one end to arm 36, said 
lever being free at its opposite end and slidably 
Supported intermediate its length by sleeve 39. 
A pin 40 may project from the upper Surface of 
lever 38 añadi another pin 41 may extend up 
Wardly from the upper portion of Supporting 
Sleeve 39. A coil Spring 42 ay be attached at 
its ends to pins 40 and 4 li and normally tends 
to rock am 36 in a, clockwise direction. A pin 
43 may be mounted Upon the side of lever 38 and 
may Serve to limit the motion of the lever 38 With 
respect to Sleeve 39. TThe free end Of ieve' 38 
may be provided With an inclined Surface 44 
Which is adapted to contact and ride over rotat 
abie pins 45 mounted upon the Side of cylinder 31. 

The arrangement is Such, that, Wien, cylinder 
31 rotates, pins 45 corresponding in number to 
the number of ribs 32 and angularly disposed in 
advance Of the ribs, Contact ühe incline 44 and 
di Splace the levEM 38 longitudiinally against Spring 
42, thereby rocking ratchet 35 and druim 26. The 
drum when moved carries the web 23 forwardly 
t?Ward unit 28 a. distance Substantially equal to 
the width of Strip 33. Thereafter a. knife 30 
cuts Web 23 transversely and lever 38 being re 
lieved of contact With a pin 45 is moved longi 
tudinally by Spring 42 Until piin 43 contacts sleeve 
39. 

instead of intermittently driving rolls 25 and 
26, Said rolliS may, if desired, be driven continu 
ously. However, the surface Speed of said rolls. 
must be considerably less than the Surface Speed 
Of the rolls 29 and 31. TThe ratio of the Surface 
Speed of rolls 25 and 26 to the Surface Speed of 
rolls 29 and 31 milist pe proportioinal to the ratio of 
the width Of a rib 32 to the distance between adja 
cent ribs. In this Einarinner a Strip of material 23 
Will be fed forwardly each time a rib 32 is brought 
into OSCLating position. 
A plurality of paleS 46, having starpened points, 

I may prot Ude from the Upper Surface of each Of 
the 'ibs 32 alid, hence, during the cultting opera 
tion hereinbefore referred to, a strip 33 will be 
innpaled Upon the Sürface Of a rib 32 i and Will 
be carried around by cylinder 3i. A wat 47 con 
taiining an adhesive, Such as asphalt or the like, 
may be positioned adjacent cylinder 31 and a 
roll 43 i may be rotatably positioined within vat 
47 in contact, With the adeSiWe Cai’ried therein. 
Transfer rolls 49 and 50 inay Serve to carry a, 
film of adhesive to a SUL rface of a Strip 33 as cyl 
inder 3 paSSeS rol 50. 
A roll 51 may be positioned beineath cylinder 

31 and a conveyor belt 52 may paSS over Said 

1,977,046 
roll. Said conveyor may be continuouS and may 
pass over roll 53 at the rearmost portion of i?S 
travel. Web 12 after passing between rocils 18 
and 19 may be carried between roll 51 and cylin 
der 31, the lower surface of said web resting upon 
conveyor belt 52. The corrugated screen 4 may 
also pass between rolls 51 and 31, the troughs be 
ing brought into contact with the upper pOrtiC:n 
of web 12. Simultaneously, a rib 32 upon roll 31, 
is brought into registration with a trough 8 and 
Strip 33 is pressed into intimate contact with tille 
Wire at the lower portion of the trough and the 
upper surface of web 12, and inasmuch as the Lup 
per surface of web 12 and the outer or lower Stir 
face of the strip 33 carry an adhesive film, Said 
strip adheres to said wire and web and is disen 
gaged from pale 46. The resulting product, shown 
in detail in Figs. 3, 4 and 5 may then be carried 
forwardly on conveyor 52 and rolled upon d'Ulm 
54 or cut into Suitable lengths by conventional 
cutting means (not ShOWn) . 
The product of my invention is particularly 

adaptable as a plaster base, since the crestS 7, 
When a plaster coating 55 is applied, eXtend up 
wardly into the thickness of the paster and rein 
force the Same. In addition, that SUNrface Of the 
strips 33 which is brought into contact with the 
plaster contains no adhesive film and, heince, haS 
greater affinity for the plaster. If asbestos is Sed 
as a base, that is when web 12 comprises asbestOS, 
the entire structure will be fireproof. 

I claim as my invention: 
1. A process of making a, plaster receiving 2Se 

Which comprises, paSSing a continuous fibrouS Web 
forwardly, coating a Side of Said Web Wit? RPN afi 
hesive rimaterial, passing a continu CuS Web Cyf 
reticuliar wire forwardly, corrugating Said reticu 
lar wire, passing a second continuous fibr:OilS Wyeb 
forwardly, Seyering Said latter we?o tall:Svei'Sely 
into Strips and continuously u Haitiling Said first Web, 
the reticular Wire web and the Strips at the troig 
of each corrugation into a unitary Structure. 

2. A process of making a plaster receiving board 
which comprises, passing a continuous fibrous 
web forwardly, coating a side of said weo with an 
adhesive material, paiSSing a continuous Web of 
reticular Wire forwardly, corruga ting Said t’eticu 
lar wire, internnittently passing a second con?inu 
ous, fibrous web forwardly, Severing Said atter 
web transversely into StripS, adhesively uniting 
the first mentioned fibrous web with the corru 
gated reticular wire, and sinultaneously adhe 
sively uniting Said Strips to said reticuliar Wire 
and Said fibroULS Web at the trough of each COIr 
rugation. 

3. A proceSS of making a plaster receiving base 
which comprises, passing a continuous web of 
reticar wire for Wardly, COrrgating Said reit?CU 
la Ir Wire web, passing a web of fibrous materiai 
forwardly, coating a Surface of Said fibrous Web, ! 
passing said coated web at an angle to said reticu 
lar wire web and adhesively uniting the two WebS 
at the trough of each corrugation, intermitteinöly 
passing a second continuous web of fibrous ria 
terial for Wardly, Severing Said Web into tranSveri;e 
strips and uniting Said strips to the Wire vje 
and first mentioned fibrous web at the trough of 
each corrugation Sinn Ultaneously With the Uniting 
Of the two latter WebS. 

HARRY A. CUMANIFER. 
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