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Thisinventionrelatesto fabricatedroofin 
elements,and more particularly to a metho 
for finishing such elements by Sealing_and 
slating the Cut edges of the material which 
aretobeexposedtotheweatherwhentheele 
ment is laid. W 

Roofing.of the typereferred to is ordina 
rily manifactured offeltedfibroussheet ma 
terial Such as is made on a paper-making 
machine ofrag or asbestos fiber or the like, 
This felted sheet base is impregnated with 
liquefied asphalt and is thereafter coated on 
one or both sides with a layer of blown as 
phalt which by reasonofits tough rubbery 
Consistencyandrelatively highmeltingpoint 

? degree of waterproof protec 
tion to the sheet? 
coating from the action of the weather,a 
maskinglayer ofcomminutedmaterialiscus 
tomarily applied,the material for this pur 
pose usualy employed being Crushed slate, 
grit or other suitable granular material, 
This grit is applied to the asphalt coating 
while the latter is still hot and sticky so as 
toforna?* bond betweenthegr?andthe 
asphalt which will hold thegrit firmiy in 
place.on the surface.9f the sheet.,The grit isatthesametimerolledorotherwisepressed 
into intimate.contact with the asphält and 
the sheet is thereafter cooled,whereuponit 
is ready_to be cut into individual elements 
of Suitable shapes.by sitting,siotting.or 
9therwise According to present praötice, 
individual roofing elements which äre thus 
Cut from the coated and grit-covered sheet 
are packaged and sold in that condition as 
fnished articles_ready to be laid on a roof. 
Such elements,howeyer,by reason of their 
Cut edges expose ends of cut fibers to the 
weather alongthe buttedges ofthe elements, 
through which moisture may be absorbed or 
dried outtogether with residualvolatile con 
stituents of the impregnating compound in 
the sheet,These efects coupledwith the ac 
tion ofvaryingtemperaturesand frost cause 
the elementsto warpand curl,andthefibrous base to"sponge"or"bulk",greatlyshorten 
ing the life oftheroofing Inorderto pre 
vent the access of moistureto the interior 
oftheelementsthroughtheexposedcutedges 

To protee? the asphalt, 

orothersuitable comminuted material. 
.bundles or packages may then be considered 

and to prevent the drying out of moisture 
andthevolatile constitientsinthe Sameway, 
itis desirableto sealtheseedges with a layer 
ofwaterproofmaterialsuch asasphaltandto 
surface theedge-sealinglayerofasphaltwith 
grit both to protect the asphalt on the edge 
from the action of light and to improve the 
gppearance of the finished roofing element. 
By using asphalt having a suficiently low 
melting_point,e.g.,approximately 150° F., 
andapplyingasuficientlythickedgegoating, 
a,further adyantageous efect is obtained 
after the roof has been laid due to the ad 
hesion_of the edge coating with the course 
beneath_under the_action 6f solar heat. It is foundthatanedging of such asphalt will 
sagsuficientlyto restagainst the coursenext 
belowand make atightérand more weather 
proof roof,but thaf the amount of asphalt 
Present in such an.edging wil not be suf 
cient torun down the face ofthe underlying 
COU1?8e? 

?n carrying out myinvention,I manufac 
ture roofingelementsinthemanner described 
by cutting them_to any desired shape from 
the impregnated,ggated and grit-covered 
sheet. Theseindividualunits aréthengath 
ered togetherinface-to-facerelationinmuch 
the same manner as they are now collected 
for packaging, Packaging boards mayalso 
be assembedwithgroupsófthe roofingele 
ments,These groups of elements,with or 
without packaging boards,are then pressed 
tightly together either by_theuse of clamps 
or by wires,glips,or packaging strands of 
any kind. These pagkage-sized groups.of 
elementsmay be handledsingly,ora nümber 
maybecombinedtogetherinasinglebatchfor 
treatment. The butt edges and the surfaces 
of the regesses cut into the buttedges of the 
shinglesin each batch are then coáted with 
hot asphalt having a melting point of ap 
proximately 150° F. While.the_asphalt is 
still hot and sticky,it is surfaced with ? 

The 

finished and may be shippedin such condi 
tion,the consumer breaking apart the shin 
les from the pagkage as they are,used. incethefacecoatingófthe shinglesisusu 
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aly of.asphalt having a melting point of 
220°,when the shingles are broken away 
from each other,the lines of fracture will 
be through the edge coating of150° melting 
point asphalt,and the face coatings will not 
be broken,this efect being due to the difer 
ent cohesive properties ? the two kinds of 
asphalt. If, however,it be desired to have 
the edge coatings on each shingle_set and 
hardened while separated from the edge 
COatings on the next adjacent shingles,I may 
separate individual shingles or distort the 
bundles to separate the edges.,The shingle 
edges thus Separated are again evened up 
flush after the edge coatings have suficiently 
hardened,andtheshinglesmaythen be pack 
aged forshipment. 
The invention.will be more completely 

understood by reference to the drawing,of 
which:? 
Figures 1 and 2 are a diagrammatic side 

elevation of apparatus capable of Carrying 
Out the invention. 
Figure 3is a planview of a portion of the 

apparatus shownin Figure 2. - 
Figure4is a Sectiontaken on the line4?4 

of Figure2. - 
Referringtothe drawingindetail,bundles 

or batches of strip shingles are represented 
at.10:each bundle being held together by any 
Suitable means,Such as a clamp11. Figures 
1 and 2illustrate in dotted lines successive 
portions assumed bythe bundles10in pro 
gressing through the apparatus. Instead of 
clamps or clips11,the bundles may be held 
together by straps,wires,9r any binding 
means,with or without thin boards oneither 
side Sugh asare customarily usedin packag 
ing strip shingles forshipment. The clamps 
Conyentionallyindicatedin thedrawing are 
preferably extended downwardlytogrip the 
bundleasnearthe buttedge as possible so as 
to hold the butt portions of the shingles in 
the bundle_firmly together and thus to pre 
yent the infiltration ofedge-coating material 
between faces.of adjacentshingles The use 
Qf packaging boards helpstostifenthe bun 
dle and to press the shingles together. The 
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bundles 10 may be_moved?forwardlyas bya 
Series of driven_rollers12,from which they 
pass Over a similarseries of rollers13 which 
are.arranged to dipinto a pool14 of molten 
asphalt or other suitable waterproofing ma 
terial gontained in a suitable receptaele 15. 
The rollers33pickup a quantity ofthe coat 
ing material 14 on theirperipheral surfaces 
and depositthe sameonthe büttedges ofthe 
shingles which pass thereover,the bundles of 
shinglesbeingplaceduponthe rollswithbutt 
edges down.Therolls13are alsgpreferably 
drivenin orderto cause the bundles10toad 
Vance thereover.,At one or more points be 
tween theends ofthereceptacle15,Tprovide 
a nozzle orseriesofnozzles16,throughwhich 
molten asphalt or other liquid waterproofing 
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materialisforcedunder pressure,so?hatjets 
ofthe coating material are therebyprojected 
upwardly against the butt edges of the shin 
gles andinto the recesses17which may be cut 
in the shingles to extend upwardly from the 
buttedges thereofin order to define shingle 
simulating tabs.,Thus all the.cutedges of 
the exposed portion of each shingle,includ 
ing the butt edges and edges of the cut-outs, 
are thoroughly coated With waterproofing 
material. The nozzles are preferably dis 
posedso that thejets therefrom will not play 
on the faces ofthe outer shingles ofthe bun 
dles passing thereover.,So also the outer 
faces of the boards,if used,will not be 
smeared with asphalt from the nozzles,but 
can be retained in the finished package for 
shipment. The bundles10then proceed to 
traveloverthe furtheredge ofthe receptacle, 
therolls13atthatendofthereceptacle being 
positioned to assist in the transfer of the 
bundles10to the surface of a traveling belt 
18 whichis covered with a_substantial layer 
of loosegrit as by any Suitable means Such as 
conventionally indicated at 19. A shield 
plate 20 may be provided to prevent thegrit 
from sliding of the belt as it emerges from 
the feed line 19,A suitable table or Support 
21 may be supplied to back up the belt atthe 
point where the bundles are deposited there 
onin order to prevent undue sagging of the 
belt. The weight of the bundle against the 
belt will thusserve to press suficient of the 
1oose grit into contact with the hot sticky 
coating onthe buttedgestosurface the Coat 
ing completely with grit. The bundle may 
then be delivered to a suitable Conveyor or 
packaging machine to be_made up for ship 
ment. To keep the bundles in line during 
their passage through the apparatus,I may 
provide a pair of guide plates 22 between 
which the bundles areadapted to travelover 
therolls12,13andonthe conveyor18. Ifitis, 
preferred to have the indiyidual edge Coat 
ings on the strip shingles harden when out 
of contact with each other,I may prov1de 
means for separating the butt edges tempo 
rarilyto aloytimeforsugh hardening while 
setting To thisend,Itwist theguideplates 
22asindicatedin Figures 3and4 So thatin 
steadofbeinginverticalplanes,theyareboth 
tiltedto oneside bythe same angle asat23,SO 
that they retain their mutuallyparallel rela 
tion,Whenthe coatededgesoftheshingles 
are to beseparated,itis necessarytoremove 
the clampsorclips11 from the bundles after 
they have passed the nozzles16. This may 
be done by hand or by gpparatus suitable 
forthetype of clamp employed. Thetilting 
of the guide plates22,asshownin Figure 4, 
causes anequaltiltingand gonsequent distor 
tion of the package of shingles,the latter 
beingthereby chusedto slide widthwise each 
uponthe next,andthusto Separatetheir butt 
edges,Sincethisseparation ofthebuttedges 

70 

75 

80 

85 

90 

95 

110 

115 

120 

125 

130 



1@ 

20 

25 

30 

35 

40 

45 

,50 

55 

1,782,585 

takes place while they are in contact with a 
body of loosegrit,the lines of separation of 
the coatingmaterialonthe edgeswillbesur 
faced withgrit. The tilted portions of the 
guideplates22 may be ?ade as.long?s de 
siredin ordertogiye asuficienttimeinterval 
duringthetraveloftheshinglestherethrough 
to enabletheedge coatingstosetfirmly. The 
?guideplates22arethenstraightenedtoverti 
cal position as at24,thus restoringthe edges 
of the shingles to their previous fush pósi 
tion and putting the bundle in condition for 
pagkaging for shipment? ~ 
Having thus described an embodiment of 

my invention,it should be evident to those 
skilledinthe artthatmanychangesandmod 
ifications may be made thefein without de 
partingfromits spiritor scope as defined by 
the appended claims. - 

I claim: 
1. Amethod of edge-finishing strip shin 

gles,which comprises bundling a plurality 
ofshinglesinface-to-facerelationwithedges 
flush,Coating the butt edges of the bundled 
shingleswith_plastio asphalt,surfaging_the 
buttedgeswith grit,8ndseparatingtheedges 
of adjacent shingles before the asphalt coat 
ing thereonsets. - - 
2.A method of edge-finishing fabricated 

roofingelenents,whichcomprsesbundlinga 

3 
with edgsfush and buttedges down,clamp 
ing the bundled shingles ightly together, 
projectingmolten asphalt upwardly against 
the bottom edges,depositing.the bundle on 
a body of loosegrit,unclampingthe bundle, 
and tilting the shingles with réspect to the 
plane of the grit while their butt edges re 
main in contact with thegrit. 

7. A_method of edge-finishing strip shin 
gles,which comprises bundling a plurality 
of shingles togetherin face-to-face relation 
with edges fush and butt_edges down,ad 
vancingsaid bundledshinglesin_anedgewise 
direction,applying molten asphalt?to Said 
butt edges,depositing the bundle on a mov 
ing body of loose grit,and tilting the shin 
gles whilemovingin gontact with thegritto 
separate their butt edges. * 
In testimony whereof I have afixed my 
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pluraity ofelementstogetherinface-to-face 
relationwithbuttedgesdown,projectingjets 
of molten asphalt against said butt edges 
from below,and depositing the bundled_ele 
ments on a body ofloosegrit,the coated butt 
edges beingindirect contact therewith, 
?.A method of edge-finishingfabrigated 

roofing elements,which comprises bundling 
a plurality of elements together in face-to 
*?elation.elampingthebundledelements 
tightly together,projectin 
asphalt against the butt edges from below, 
andsurfagingsaidedges withgrit whilethe 
Coatingis hot. - 

jets of molten 

4. A method of edge-finishing strip shin 
gles,whigh gomprisesbundlinga plurality of, 
shingles in fage-to-fage relation,coatingthe 
buttedges ofthe bundled shingles with mol 
te?asphal;dep9sitingtheshinges9nabody 
ofloosegrit,and Causingeach ? toslide 
widthwise on the next adjacent shingle be 
fore the asphalt onthe edgessets. - 
5.A method of edge-finishing strip.shin 

gles,whighcomprisesbundlinga plur?lity of 
shinglesin face-to-face relation,eoating the 
cut edges ofthe butt portions ofthe shingles 
with molten asphalt,depositing the bundled 
shinglesonabody ofloosegrit,thebuttedges 
being in gontact therewith,and separating 

60 the.coated edges by distorting the bundle 
while the buttedges remain in contact with 
thegrit. - - 

6,A method ofedge-finishingstripshin 
gles,which comprisesbundling@plurälity of 
shingles together in face-tó-face relation, 
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