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A. B. Fisher
C. P. Zassveller
K. ¥. Huffine
Alvin Brown ,
Je A, O'Brien , Tagk Force Rovort FNo. 25
C. B. Burnett Ayalvation of aShorter Alr Cure After
7. C. Eaton . a One Houy Moist Hzat Cure.
(To be noted by:)
J B. S. Gardner Task Force Report No. 26
¢. D. Poole Special Fider Run 25¢ Me383-1
J. D. Lowry (303 Austrelian Blue, 708 4220)
W. E. Boyd é-1in. 150 Pipe

“

Attached hereto are copies of the adbove Task Farce Reportes.

As & result of the work dased on Task Force Report No. 25, plans have
besn made for the installation of the oquipment -to Cure Pipe 1 haur in
- Moist Heat, which will renlace the four hour dwell periocd. This method
will reduce the amount of storago space and the number of rmndrels’

that would have been necessary to ta.ko advantage of the four hour dwell
tine, -

This report also indicsted that aftor Pips has boen cured in Molst Feat
for one hour that Air Curing of two hours after stripping might roplacs
tho prosmt 18 bour Air Curs.

'hsk ?orce ort No. 26 covers the work on tho neo of "0% Australian '
.m‘ ﬁth 70 M' .

Adﬂitional %ok 18 Veing carriecd on 40 determize 4he relative affacis
of 28, 4220, and 6D fidres in = dland of 30% of African Blue.

P

Sczca S. COLIIFR

ce; B. Ro- ﬁiuams-nouzrch K. J1 thalenelanville
G. 2. BrowneResearch . D. Nowlin-Research
A, DelRBocco=dHanville : P. B. Proctor .
R. H. Heisel-Resoarch R. Xebel
. %R, Jecoba=Fanville & E. C. Lindstrom :
- Be J. 0'BRion-Manvills Y. L. Vanderbeek -
. Je R. Robson=Manville G. Smolak-Research
A. J. Schilling=Manville E. E. Bichards-Manville

Je Qe Trice<~Research P. D. Cannon



Research Center
July 22, 1952

Flle: 4L25=R78-1

o Collder = G.H, (167 ——wnpag

S
P. D, Cannon - G.H,

H, B, Richards - Manville
G, Smolak

Transite Pipe Process Study
Special Fiber Run
25% M=283-1 (30% Australian Blue, 70% /.zzo)
6=ih, 150 Pipe
Taask Force Report Fo, 26

A8 part of the Task Farce investigation of the use of Australian Blue fiber in
the manufacture of Transite pipe; a preliminary plant run was made with blend
¥=383<1, 30 per cent Australian Blue and 70 per cent 4220, : .

Ths preliminary plant run shows the special blend to bs an operahle blend
but requires a alightly longer forming tims to produce pipe with the same
forming characteristics and ultimate strength level as is obtained with the
standard bland M-360-1,

Detailed results are in the attached report, “
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“Report No, TF=26
July 22, 1952

Tranaite Pipe Process Study
Special Fiber Run
25% M-383-1 (30% Australian Blue, 70% 4220)
6R==150-Pipe
Task Force Report No, 26

STMMARY:

The use of 25 per sent of special blend M=383=1 (30 per cent Australian Blue,
70 per cent 4220) compared to the use of 25 per cent of standard blend M-360-1
in é~in, 150 pipe. '

a, Results in an operable blend but has a tendency toward fiber
clots in the sheet and requires a slightly longer forming
time to produce pipe with the usually accepted forming
characteristics.

b, Results in pipe with comparable ultimate.strength levels and
a tendency for the average ultimate hydro strength to be
significantly higher than when using the standard blend,

Ry

FURPOSE AXD SCOPE: L

- - . - * :
Mr, C, V, Miller, in his letter of May 14,.1952, presented the question of
whather Australian Blue fiber could be-aubstituted for MS Blue in the manu-

- facture of Transite pipe. A previous plant run in which Australian Blue

was substituted for MS Blue in the standard M=360-1 blend did not show any .
significance difference between the two-Blue fibers, . (See Task Force Report
No, 19 dated May 26, 1952,) "The Blue content of blerd M-360-1 is cniy 9,5 per
cent, and, therefore, the relatively small amomnt of Blue fiber in the pipe
wight have been insufficient to show any appreciable difference which might
oxist between Australian and MS Bl#s, A Task Force decision was reached to
run an eight hour shift of 6=in, 150 pipe using a-fiber blend which contained
s relatively high percentage of Australian Blue—fiber,

-~

The special fiber blend contalned the following virgin fiberss
Aust~allan Blue 30% :
4220 70%

This blend, designated as M=383, was given the standard willowing procedure,
that is, wiliowed op3s8, with 10 per cent scrap addition and was used as a

25 per cent mix on the Manville No, 2 machine, in 6=in, 150 pipe, on May 27,
1952, The 6<in, 150 pipe manufactured with 25 per cent standard blend M-360=1
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PROCEDUREs {Cont'd)

before and after the spesial blend were followed ror comparison purposes, Hydro
and flexure test pipe were designated at the time of manufacture, Samples of
the dry stock feed to the machine were taken from the "before" run of 25 per cent
M-360<1 and from the special run of 25 per cent M=383-l and used in making sag
cakes, Production and fnspection results were anslyzed for inspection losses

at each point of inspection and total net recovery.

RESULTSs

Production and inspection results and ultimate strength levels in hydro, flexure
and crush a™e shown in the following tables. h

"Table I

Summary of Inspection Results
Special Fiber Run=——25% M=383-1
6% =150

"Befars® Run Spscial Run "After® Run

No, of Sestions Manufaotured 86 « 319 83
Sorap at Pipe. Machine -0 : ' o - 0
Rajects at Pips Machine 0 ’ 3 =0, 0
No, of Sections Machined .
and Inspected 86 316 83
Inaspection Rejects 1=1.2% 4 =1,3% 0
Ploxure Fallures 0 0 0
Hydro Failures 2=2,3% 6 =1,9% 0
Net Recovery Based en No, of
Sections Manufaotured 83 = 96,5% 308 = 95.9% 83 = 100.0%
R 86 319 &3
Net Regsovery Based on No, ,
of Sestions Maohined " g% = 96,58 . .;g.% = 96,8% 83 = 200.0%
83

and Inspected
,‘b Ve
Average Forming Times - . )
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RESULZSs (Cont'd)
Table II
. Summary of Ultimate Strengthas
Spacial Fiber Blend—=25% M=383-1
6%==150 Pipe
. *Befors™ Run Special Bun "After" Run
252 ¥=360=] 258 M=383-] 258 M=360=1

No, of Hydro Test Pipe 17 32 16
Average Load, pai 864 924 827
Standard Deviation 89 65 78
Average MR, 1b/sq in, 5079 5423 £099
Standard Deviation 534 397 546
No. of Flexure Test Pipe 3 6 3
Average Load, lbs 4220 3860 4160-
Average MR, lba/bq in, 4607 ‘ 4318 4 &617;
No, of Crush Samploa 34 62 34
Averags Load, lbs £810 9414 8095
3 ‘Standard Deviation 646 1039 837
Average MR, 1b/sq in. 8365 ° 8972 8129
Standard Deviation 844 978 _ 875

*

_ Resulta of sag 6akn tests on the dry atock.fbed are shown in the following table,

Table III

Sumary of Sag Cake Tests
cakos tho with Dry Stock Feed to Machine

Standard Blend Special Blend
258 M=360=1 M-
21 | 21
% . - .
Average Modulus of Rupture
: - 4067 432
Standard Deviation 179 167
Av‘orago Filter Time—=ses, 73 ‘ 97

Standard Deviation 2.9 , 565
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m: (cont’d)

As the apecial blend started through the wachine; the following changes were
noteds

1, Slightly increased end stretch of the pipes
2, Formation of fiber oclots in the sheet,
3 Larga and heavy slug formed on the mold during mandrel change,

From past operating experience, the above forming characteristics are generally
avoided or minimized, By lengthening the forming time on the pipe mede with -
the special blend; ty about 0,10 minutes, the end stretch was aprroximately the
same as with standard blend M-360-1 and the fiber clots and slug assumed
reasonable proportions, The tendency for fiber clots to form, particularly at
the ends of the pipe was defiritely more proncunced with the special blend
thar with standard blend M-360<1, Other than the longer forming times, no
changes were made in the machine operation and by forming pipe in 1,25 minutes
the special blend ran approximately comparable to the standapd blend when
forming pipe in 1,15 minutes,

The longer forming times for the special blend was verified by the sag ca.l;.e
tests which showed the filter time of the special blend to average 97 secondy,
while the cakes made with sta.ndard blend filtered in 73 seccnds average,

As shown in Table II the ultimate strength levels in kydro, flexure and crush
for 6-in, 150 pipe made with the special M-383-1 blend in a forming time of
about 1,25 minutes, were in the same range as the strength levels for pipe
wade with standard blend M=-360-1 in 1,15 minutes, The hydrostatic strength
with the M-383 hlend was higher than with the M=360 blend, but for the number.
of samples taken, the unit hydro strengths were not significantly different,

DISCUSSION:

Cne of the characteristics of a fiber blend containing a high percentage of

Blue fiber is the tendenoy for the pipe manufactured to be difficult to strip
from the cores. . Stripping trouble was encountered on the last special run

vith &' W,cmﬁining 30 per cent Blue fiber, therefors, to avoid a repetifion
of ths o:vg_g;od difficulty with blend M=383=1, as the blend was introduced to
the- mehﬂntrthe -speed of the atock feed sorew was increased and air lancing’

was used;i’ la‘ ‘stripping trouble was encountered but the end stretch increased,
fiber slots appeared in the sheet and a heavy slug was formed on the mold
dit-ing the gandrel change, The stock feed screw was slowed and to minimize

the adverse effesta and approach the operating conditions prevailing with the
use of the standard M=360=1 blend, it was necessary to form pipe a little

slower with the special blend than with the standard M=360=1,

Although the ultimate strength level in hydro averaged higher with the M~383-1
blend, the average hydro unit strength for the. special blend was not significantly
different than the average hydru unit strength with the M-360<1 blend, A
significant difference may exist, but the number of hydro test pipe taken was
not sufficient to establish a difference statis{ically,
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CORCLUSIONS s

The use of 25 per cent blend M=383<1 in the manufagture of 6~-in, 150 pipe

- results in an operable blend; but requires a slightly lenger forming time
to produce pipe with the same forming characteristics as when using 25 per
cent of atandard blend M<360<1, The ultimate strength levels ‘of pipe made
with ths special blend were not significantly different than the atrength
levels ,?f pipe made with thé. standard blend,

- An extended plant run would be necessary for verification of the results,

oy




