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MANUFACTURING SPECIFICATION

PLANT PRODUCTION MUST FOLLOW THIS SPECIFICATION,

Emergency Change may be made but shall be promptly reported
to the Production Manager and may not extend baeyond the Emer-
gency. Permanent Change must be submitted to end be approved

b T

THE EAGLE - PICHER COMPANY
INSULATION DIVISION

by the Production Manager before use by any Plant.
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PRODOCT DESCRIPTION

1.1 Eagle-Picher PV Superteap Block is & dark grsy mineral wool
insulating block composed of Eagle-Picher Mineral Wool and

suitable binding agents.

The block is relatively dust free,

water repellant and formed into semi.rigid rectangular shapes
having square corners and parallel faces.

ODUCT INFORMA

2,1 Density .

2.2 Service tezperature

Yire resistance

2.4 Corrosion on ateel

2.5 Performaznce & 1900 F, one face
Volumetric shrinkage
Linear shrinkage
Ioss in weight
2.6 Compressive strength
at 10% deformation
2.7 Breaking strength
1" x 6" on 10" apan
2.8 Thermal conductivity (k) 4n
BTU in./sq. ft./hr./deg. F.

2,9 Standard Block Sitea

Length

Width

Thickness
2.10 Packages

2.11 Net Weight per carton

FO% 10tY 1C~3L O

16 to 18 1lbe./cu. ft.

Up to 1500 ¥, one face

Inconbustible
None

24

2%

2%

18 psi

23 1bs

0,37 6 200 F M.T.
0.53 @ 500 ¥ X.T.
0.64 @ 700 F M.T.
18" and 36"

6* and 12"

1* thru 4" 4in 1/2" {ncrements

Cartons

PLAINTIFF’S i

63,68 and 72 1bs
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ITI. RAW MATERTAIS AND FORMUTATION

MATERIAL _ FORMULATION

3.1 Eagle-Picher Supertemp 180.0 . 90.77
Gramilated Wool . A )

3.2 Starch (Archer-Deniels.Midland X 2,02

®Adcol 105" Sorghum Starch)

3.3 DBentonite Clay . - 11.0 5.55
95% min. thru 200 -uh _
70% min. thru 300 mesh

T e e e ain,
3.4 Aluminm Sulfate, powdered R T3

3.5 Caustic Soda, Flakes .o 0.6 «30

’

TOTAL 158.3 100,00

* NOTE: Weights and percentages are approximate, Slight deviations are -

sade in formulation to securs proper draining of block in the
wet molding process.

IV. FPROCESSIKG - - Pressure - vacuur molding and vet sswing method,

k.1 Approximately 35 gallons of water are run into the primary
- mx tank, Then the starch is added and cocked until the
temperature of the starch solution is approximataly 200 P,
Constant agitation is maintained during this operation.

k,2 Sufficient water is added to bring level up to 145 gallons.
Clay is added at- the same time. Agitation is econtimed and
this portion of the mixing cycle consumes approximstely 1}
minutes, This permits clay to be adequately dispersed and
expanded, . .

L.3 One pint of caustic solution is then added. Solution is
made by adding 75 1ba. of caustic soda to 18% gallons water,
Agitation is continued for at least 1i minutes to permit
further cxpenaion of olay.

L, The aluminum sulfate is then add;ad and agitation is continued
for at least two minutes, This flocculates the clay and the
mix is ready for transfer to the secondary mix tank,
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IV, PROCESSING (Cont'd) . -

4,5 The wool is placed in a hopper which can transfer its contents
into the secondary mix tank, Normally, small pieces of scrap
block and trim from the wet sawing process are added here to
salvage the value of material in them, 7This is equivalent to
adding approximately one bsg (30 1lbs) of wool,

PR

The wool and slurry are then transferred into the seocondary mix
tank and water ia added to bring level up to 450 gellons of mix,
A pinimum of agitation is used to disperse the mix and to avoid
breaking the wool fibers.

4,6 Once the mix is sufficiently agitated, it is transferred to the
surge tank snd iz ready for the melding operation., The surge
tank provides a minimum of agitstion and only during the
period of drawing off the mix to the scale bax,

4,7 The scale box automatically measures the mix., Appraxinately
84 master blocks are obtained from one mix.

4,8 The pressurs vacuum equipment then drains the excess water froa
the mix and molds the semi.dry master block.

4.9 Each master block is positioned on a carrier pan and is then
automatically moved through the wet sawing process to be cut
to the proper width, length and thickness. (Note: The combina~-
tion of thickness adds up to 5 inches,)

4,10 The master blocks are checked for dimensions and irregularities
prior to loading onto drying carts. Substandard pleces are
removed and fed back with the wet trim.

4,11 The blocks are dried in ovens at approximately 400 F for 70 hohrs.

4,12 After drying, the blocks are removed from the ovens and permitted
to cool.

L,13 Blocks are removed from the carts and packaged. PFinal inspection
is made jJust prior to inserting the blocks.into cartons.

k.14 Cartons are identified to show contents and date of packing.
They are then ready to ship or be palletized and put into the
warehouse,

V. FROIOCT CONTROL

51 Product control tests shall be conducted as often as ic necesezary
to maintain the quality limits set forth in the following table
but with no less frequency than indicsted.

’
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V. PRODOCT CONTROL (Conttd)
' MIN. TEST
PROFERTY . VALTE FREQUENCY ER__

$.1,1 Dustiness Relatively free Continuous Visual
£.1.,2 Waterproofness Sheds water 5% Production Apply water
5.1.3 Density . -

Minimum 16 1bs/cu. ft. .5% Production E.P I-136a

Maximun 20 1bs/cu. ft.

20
5.,1.4+ Breaking Strength XX lb, min, ave. .58 Production Havy 32-I-3
: 1" x 6" on 10" apan (None below 18 1b,)

5.1.5 Dimensional Tolerance Continuous Visual
Thickness + 1/16* and gage
Ien. & Width %1/ee T

5.2 Substandard material shall be set aside for disposition as
directed by the plant manager,

vi. ACY:AGIN

6.1 Packages shall be rezular slotted cartons made frcu_Z?S’ 1b,
test stock with ﬁ flute and tape closurn. Standard carton
sizes are as follows: ' y

\\ 16" carton - 16-1/8* X 12.1/8* X 36-1/8"
15" carton - 15-1/8" X 12.1/8* X 36.1/8"
. 14" carton - 14-1/8" X 12.1/8" X 36.1/8"

6.2 Cartons shall be printed in accordance with E-P form 1ayout%
l'

D-147. The 14" cartons are plain except for “contents pane
Colors are GCMI #21 green t&d:ﬁ-}:ﬁﬁj

6.3 Cartons shall be filled in accordance with the following tables:
L]

BLOCK : ED. FT. CTR.. APFRQX. GROSS
THICKNESS *  PER CTM, SIZE WP, PER CTN, L3S,
1% ,2%, 4 ' 48 ' 16" - 74
13,243 us - 15" ‘ 69 0
3}- ! §2 1 . 1= . 65 ~
ELOCE_TEICENESS E PIECES PER CARTON [ - .
- _ , 6X18 6 X 36 or 12 X 36
. 12 X 18 :
1% , T Gh 32 18 {
1§ ¥ 20 . 10 Dl
2* 32 16 [ g
;t' . 2% <12 ] é i
. 20 - 10, 'i 5 H
221 16’_,..»'/_ . 8 . ) L i
16" - \3 : -3
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YI. PACKAOING (Cont'd) ,
644 Cartons shall be closed by gluing top and bottom.

6.5 A1l cartons shall be mariked with & code number that will
permit complete manufacturing identification.

£.6 Cars or trucks shall be inspected and any wire, nuh. or
other protuberances which might tear cartons shall be removed.

Cartons shall be suitably protected, if such hasards cannot
" be removed, to prevent damage in transit or \man opening
doors at destination. -

6.7 This product shall be identified on shipping forms as
. - .

\..
t

/8 Dot ax orex

Lo




St *

1. oo b2 ..‘ A A ;"'f?éﬂﬁ' -
- (W Mtq C &‘.md . #V Supertemp Hlock
THE EAGLE - PICHER COMPANY Mo soman
INSULATION DIVISION Page._ 1 of S
Effective . _ Juno 14,1958

MANUFACTURING SPECIFICATION || spwseder Spec. aated 3dusz

Revised ltems ___ Entire Specification

PLANT PRODUCTION MUST FOLLOW THIS SPECIFICATION. Hl pPrepared By __ _ " D. A. Schaalsl .
Emergency Change may be made but shall be promptly reported Approved: CORITINSEIT
to the Production Manager and may not extend beyond the Emer- ! ?ﬂ% ?J it i &’5

gency. Permanent Change must be submiited to and be approved Preduction Mgr.
by the Produciion Manager before use by any Plant, Division Mgr,

I. PRODOCT DESCRIPTION

1.1 Eagle~Picher PV Supertemp Block is a dark gray mineral wool
insulating block composed of Eagle~Picher Minsral Wool and
sultable binding agents. The block is relatively dust free,
water repellant and formed into semi.rigid rectangular shapes
having square corners and parsllel faces.

II. FRODOCT INFORMATION . .

2.1 Density . 16 to 18 1bs./cu. ft.
2,2 Service tezpersture . Up to 1900 F, one face
2,3 Fire resigtance Incombustible

2.4 Corrosion on steel ' +  None

2.5 Performance 8 1900 F, one face

Volumetric shrinkage 2%
Linear shrinkage 2%
loss in weight 2%
2.6 Compressive strength 18 pat
at 10% deformation _—
2.7 PBreaking strength ' 23 1lbs
1" x 6" on 10" span
2,8 Thermal conductivity (k) in 0.37 8 200 ¥ X.T
BTU in./sq. ft./hr./deg. F. 0.53 6 500 I X.T.
0.64 @ 700 F N.T.
2.9 Standard Block Sitea
Length ’ 18" and 36"
wWidth - 6* and 12*
) Thickness , 1* thru 4* in 1/2" increnents
‘f"f-'\_ 2.10 Packages - Cartons PLAINTIEF’

2.11 Net Weight per carton 63,68 and 72 1lbs

FO®u 10¢Y 1C™ag O
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III. RAW MATERTALS AND FORMULATION
HATERTAL FORMUIATION
LBS, /i FERCENT
3.1 Eagle-Picher Supertemp 180.0 . 90.77
Orarulated Wool . A . ’
3.2 Starch (Archer-Deniels.Midland .0 2,02
*Adcol 105" Sorghum Starch) T
3.3 Bentonite Clay . - 11.0 5455
95% min. thru 200 nosh . ;
70% min. thru 300 mesh _ , E .
. . B L}
3.4 Auminum Sulfate, powdered 2.7 1.36
3.5 Caustic Soda, Flakes - 0.6 «30
_ TOTAL 198.3 100.00
® NOTE: Weights and percentages are approximate, Slight doviations are -
aade in formulation to secure proper draining of bloek in the
wet m=olding process. .
IV. PROCESSIRG  « Pressure - vacuur molding and wet sawing method, T
L,1 Approdimately 35 gnll‘onz of water are run into the primary
. mx tank, Then the starch is added and cocked until the
tenperature of the starch solution is approximately 200 F.
Constant agitation is maintazined during this operation.
4,2 Sufficient water is added to bring level up to 145 gallons.
' Clay is added =zt - the same time. Agitation is contirued and
this portion of the mixing cycle consumes approximately 14
minutes. This permits clay to be adequately dispersed and
expanded, . .
4,3 One pint of caustic solution is then added. Solution is .

. made by adding 75 1lbs. of caustic soda to 18% gallons water. .
Agitation 4s continued for at least 1} minutes to permit - P
further axpenaion of oclay.

4,4 The aluminum sulfate is then added and agitation is continued

for at least two minutes, This flocculatss the clxy and the
mix 15 ready for tranafer to the secondary mix tank,
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PROCESSTNG (Cont*d) ; i

4,5 The wool is placed in a hopper which can transfer its contents

4,6

4,8

k,9

4,10
4,11
4.12
4,13

b1k

into the secondary mix tank, Normally, small pleces of scrap
block and trim from the wet sawing process are added hers to
salvage the value of material in them. This is equivalent to
adding approximatsly one bag (30 1bs) of wool,

The wool and slurry are then transferred into the seocondary mix
tank and water is added to bring level up to U450 gallons of mix,
A minimum of agitation is used to disperse the mix and to avoid
breaking the wool fibers.

Once the mix is sufficiently agitated, it is transferred to the
surge tank and is ready for the molding operation, The surge
tank provides a minimum of agitation and only during the
period of drawing off the mix to the scale box,

The scale box automatically measures the mix, Approxinmately
84 master blocks are obtained froa one mix.

The pressure vacuum equipment then drainsg the excess water froa
the mix and molds the semi.dry mastsr block,

Each master block is positioned on & carrier pan and is then
automatically moved through the wet samring process to be cut

to the proper width, length and thiockness., (Note: The combina.
tion of thickness adds up to 5 inches.) :

The master blocks are checked for dimensions and irregularities
prior to loading onto drying ecarts, Substandard pleces are
removed and fed back with the wet trim.

The blocks are dried in ovens at approximately 400 I for 70 hobrs.

After drying, the blocks are removed from the ovens and permitted
to cool.

Blocks are removed from the carts and packaged. Pinal inspection
is made jJust prior to inserting the blocks.into cartons.

Cartons are identified to show contents and date of packing.
They are then ready to ship or be palletized and put into the
warehouse.

PRODUCT CONTROL .

5.1

Product control tests shall be conducted as often as it necessary
to maintain the quality limits set forth in the following table
but with no loag ‘frequency than indicated.

1
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V. PRODUCT CONTROL (Conttd)
' MIK. TEST
PROPERTY VALDE FREQUENCT Iﬁ_______ ;
5.1;1 Dustiness Relatively free Continuous Visual
5.1.2 Waterproofness Sheds water 5% Producﬁ_.on Apply water
5.1.3 Density .
Minimum 16 lbs/cu. ft. .5% Production E-P I-136a
Maximum 20 lbs/cu. ft.
20
5.1.4 Breaking Strength X 1lb, min. ave., .5% Production Kavy 32.I1-3
: 1" x 6" on 10" span (None below 18 1b.)
515 Dimensional Tolerance Continuous Visual
Thickness +1/16* _and gage
lan. & Width ¥1/8° '

5,2 Substandard material shall be set aside for disposition as
directed by the plant manager.

VI. PACKAOTNG

6.1 Packages shall be [ Tegular slotted cartons made trou.Z?S’ 1b.
test stock with &' flute and tape closurt. Standard carton
sizes are as follows: .
\ 16" carton - 16-1/8* X 12.1/8* X 36.1/8°
. 15" carton - 15-1/8* X 12.1/8" X 36-1/8"
. 14° carton - 14.1/8" X 12.1/8' X 36.1/8"
6.2 Cartona shall be printed in asccordance with E.P form layout‘%
D-147. The 14" cartons are plain except for "contsnts panel"
Colors are OCMI #2] green W‘P .

6.3 Cartons shall be filled in accordance with the following tables:
BLocK g BD, FT. ' CTH.. APFROX., CROSS
JTHICKNESS *  FER CTN, SIZE WP, PFR CTN, IBS.
1%,2% 4" ' L8 ' 16" - 7h
13" ,24",3" us 15" ' 69 0
3%- ! 2 . - 14 . 65 ~

— ’ = . T~
ELOCE_THICKHESS PIECES PER CARTON [~ .
N . , 6X18 6 X 36 or 12 X 36
. A2 X318 :

1° - 32 16 (

1§ b 20 . 10 0!

2 32 16 L8 !

24~ .24 12 i é i

3 c20 N0 10, - T

2}1 16 -7 N 8 : ; b i

s 16 ' -8 : b
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YI. PACEAGING (Cont'd) | ,
6,4+ Cartons shall be closed by gluing top and bottonm.

6.5 All cartons shall be marked with & code number that will
permit coapletes manufacturing identification,

8,6 Cars or trucks shall be inspected and any wire, nuh. or
other protuberances which might tear cartons shall be removed.

Cartons shall be suitably protected, if such haszards eannot
" be removed, to prevent damage in transit or vboa opening °
doors at destination,

6.7 This product shall be identified on shipping forms as
- L] \ .

3\

/S#Dé.«/_ av ovex:

Low




