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INCORPORATED

REVISIONS TO THE FIBER PILOT LINE

FOR

ARMSTRONG WORLD INDUSTRIES, INC.

DESIGN DATA

Product:
Production Rate:

Batch Throughput:

Basis Weight Range:
Furnish:

Fibers, Fillers and
Additives

Stock Temperature:
Stock Prep Water:
Product Width:
Inside Pond Plates:
Operating Speeds:
Drive Capacity:

Consistencies:
(% Solids)

Product Grades:
Critical Design:

Other Grades:

Gasket
231 Pounds per hour, maximum.

2400 Gals from Precipitation Tanks
at 1.0 to 2.07 consistency, with
202 to 409 pounds/batch, and run
time up to 4.2 hours.

24 to 210 pounds/480 sq. ft.

Softwood Kraft
Synthetic, Kevlar and other
man-made fibers

Clay

Latex

Cork Dust
Rubber Buffings

80° to 125°F.
140°F.

24 inch, trimed.
25 inches

4 to 16 FPM

2 to 20 FPM

In Pulper - 7 to 8%

In Raw Stock Tank - 47 max.

In Refined Stock Tank - 47 max.
In Precip. Tank - 1 to 2%

In Constant Level Chest - 1 to 27
In Headbox - 1 to 27

In White Water Chest - 0%

In Wire Pit - 07
After Couch - 35 to 457

After Press Section - 50 to 70%
After Drying - 977
N-8090 and TN-9001

Refer to Data Sheet
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INCORPORATED
DATA SHEET
Subject: Fiber Pilot Plant; Running Specs for
Deckle = 25 inches Trim = 24 inches

Consist 1.0 to 2.07 Solids (Common, Precip. Tank to Headbox)

: : : : ‘Basis Wt.: Prodn :
: Product : Speed : Calip : Density : Lbs Per : Lbs Per :
¢ Name : (FPM) : (Inch) : #/ft 3 :480 ft 2 : Min

.016 : 38 : 24.0 : 1.600

CN-705 .032  : 38 : 49.0 : 1.633
CN-705 .047 i 38 :  71.0 : 1.775
CN-705 .064 i 38 s 97.0 : 1.617
€S-301 1 016 : 38 s 24.0 : 1.600
€5«301 .032  : 38 s 49.0 : 1.633
¢+ (CS-301 : .047 $ 38 s 71.0 ¢ 1.775 :
cS-301 . .064 : 38 s 97.0 : 1.617
N-8051 .032  : 85 : 109.0 : 3.633
o N-8090 1 .016 : 82 :  53.0 : 3.533
b N-8090 .032  : 82 : 105.0 : 3.500
E N-8090 : .047 : 82 : 154.0 : 3.850 :
[ ]

.016 : 48 H 31.0 : 2.067 :

0

0

0

0

0

0

0

0

0

0

0

0

.0 : .064 : 82 : 210.0 : 3.500 :
0 s

0 : .032 : 48 s 61.0 :  2.033
0
0
0
0
0
0
0
0
0
0

: N-852 : .047 : 48 : 90.0 : 2.250 :

: N-852 .064 § 48 : 123.0 : 2.050 :
RN-8011 : 1 + .016 : 38 : 24.0 : 1.600 :
RN-8011 : .032 : 38 : 49.0 : 1.633 :

: RN-8011 : .047 : 38 i 71.0 = 1.775 :

~ ¢ RN-8011 : .064 ? 38 s 97.0 : 1.617 :
E [ TN-9001 : 1 .016 s 82 H 53.0 : 3.533 :
il i TN-9001 . .032 ¢ 82 ¢ 105.0 : 3.500
o TN-9001 : : .047 s 82 : 154.0 : 3.850 :
© | ¢ TN-9001 : .064 : 82 : 210.0 : 3.500 :

General Notes:
1. Inclination of front section of Fourdrinier wire is necessary.
2. Physical properties ratio of 1.2 to 1.0 - 1.0 to 1.0 is acceptable.
3 Couch consistency range: 35 to 457 solids.
4. Press Section should be: capable of applying up to 500 PLI, capable
’ of applying lower pressure (100 PLI or below), and capable of
setting clearance for those products which require virtually no

pressing (just gauge control).

5. Both Press Sections to be felted, top and bottom on first press,
bottom only on second press.

6. Press Section exit moisture: 30 to 507 moisture.
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UTILITY DEMANDS

Air System: 80 SCFM at 80 PSIG, instrument
quality.
Fresh Water: 60 GPM at 40 PSIG.
Steam:
White Water System: 2100#/HR at 10 PSIG.
Dryers: 1250#/HR at 125 PSIG.
Electricity:
Motors: 332 KVA
Calender Heating: 60 KVA
392 KVA
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