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To all whonmv it may concecer: | molds and in bottomless molds. I mean by
Be it known that I, FRANK WHITE, a citi- [ a ‘ bottomless” mold that type of mold in
zen of the Dominion of Canada, residing at | which each charge of peat in the mold serves
Toronto, Ontario, Canada, have invented a | as a bottom for the newly-introduced charge,

s new and useful Process of Forming Peat into | anumberof chargesthus beingforeed through sg
Blocks for IFuel, of which the following is a | and toward the open bottom of the mold,
speciiication. where they are discharged by the action of a

Peat as il comes from the bog contains a | plunger at the feed end. Ilere the difficul-
very large percentage of moisture, varying | ties seem partly due to the air occluded by

ro in quantity from seventy to ninety per cent. | the peatand partly to the high pressure neces- 60
of the total mass. The art of condensing such | sary to cause the fibers of dmed peat to co-
peat into blocks forfuelisvery old, and many | here into a solid bloeck. This great pressure
plans have been suggested having this end | when dried peat is under treatment is espe-
in view. Thus it has been proposed to ex- | cially needed when bottomless molds are em-

15 press this moisture from the peat as 1t comes | ployed, in which case some rapidity of opera- 65
from the bog or atter it has been somewhat ; tion is necessary to insure an output on a
drained by natural methods hy the simple ;| commercial scale. This already great pres-
application of pressure in perforated molds | sure must be still further inereased when the
at ordinarytemperatures. While manyproe- | dry peat is disintegrated or in flakes. 1t is

20 esses and apparatuses for carrying out this | quite comon to employ pressures of sev- 7o
idea have been patented, none of them have | enty tons to the square ineh, and despite the
come 1nto commercial use, since it has been | manifest objection to such tr emencous pres-
found that pressure taken by itself 1s not | sures and the difficulties of construction and
adapted to expel any large percentage of | operation occasioned thereby and the trouble

25 moisture from the peat. Among other ob- | and expense of obtaining and treating dried %5
jections to sueh process I may state that it | and disintegrated peat it is found that the
has been found that in pressing the moist | process of compressing dried and disinte-
peat in perforated or drained molds at ordi- | grated peat in bottomless molds is the only
nary temperatures large quantities of peat one in commercial uze to-day for forming peat

30 particles are expressed with such of the mois- | into blocks usable for fuel. No mention 8o
ture as comes through the drains, and me- | need here be made of the manifestly illusory
chanical screens placed over the drainage- | plan of compressing wet peat in heated but

: apertures in addition to being troublesome | undrained molds, since 1n such methods the
are incefficient in preventing this escape of | moisture of the peat cannot escape, and ref-

35 peat.  The plan thus generally outlined has | erence to the plan of compressing wet peat in 8y
further been modified by crushing and break- | bottomless heated molds can more readily be
ing up the peat fibers and 16[11101110 them to | made at the end of the specification after my
a4 more or less homogeneous moist mass be- | process has been described.
fore applying the pressure; but the inherent To carry out the process of my invention, I

s0 difficulties of the process have not thus been | use a drained but otherwise completely in- e
overcome, and 1t remalins true that the proc- | closed mold at 18 to say, & mold which 1is
ess of applying pressure to moist peat in ShELI‘pl}T differentiated from the bottomless
drained molds has, in so far as it has been | type, since the material of the mold com-
used at all, been a process of expressing a | pletely surrounds the charge. IFurthermore,

45 comparatively small percentage of the excess | I prefer to use asingle mold for each finished g5
moisture from the peat and not of compress- | block, and I gain capacity or size of output
ing the peat into hard and dry blocks usable | by the facility which my process atfords of
for fuel. It has also been proposed to com- | simultaneously subjecting the peat charges
press thoroughly-dried peat which has been | contained in a large number of molds to the

so more or less disintegrated both 1n inclosed | action of my process. | 100
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Briefly outlining my process, I may say that
I take a charge of moist peat, preferably in
an undisintegrated form about as it comes
from the bog and place it in such an inclosed
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formed. This third step of my process may

talte some three or four minutes.

The product of the process is a firm dense
hard block containing whatis called a ‘ com-

and drained mold and keep it therein under | merecial” percentage of moisture and which 1s
a low initial pressure for a short period of | usable for fuel without further treatment

time, varying from half a minute to, say, five
minutes. During this time heat 1s applied to
the suriface of the inclosed charge of peat by
having the mold heated. In this time occu-
pied by the first step of my process I have dis-
covered that a matte composed of peatfibers is
formed by contact with the heated mold-walls,
which matte extends across the dralnage-
apertures and serves & most important fune-
tion 1n the further conduet of the process.
These peat fibers, in so far as they lie against
the apertures, have had their water-cells rup-
tured by the heat of the mold-walls and the
contained water set free, so that they are in
condition to form an efficient sereen or matte.
Putting this in a few words, I In accordance
with the first step of my process inclosed the
surface of a charge of moist peat, except at
drainage-points, and apply heat to the in-
closed surface and preferably a low or slight
pressure to the charge to formamatte over the
drainage-points. |

Thematte having been formed,I nowgradu-

ally 1crease the applied pressure, this in-
crease of pressure keeping pace with the dry-
g out of the wet-peat charge. 1T'hissecond
step of the process may take from twenty to
fifty minutes, though the process may be con-
ducted to take a less or a greater time, and
during this time the moisture in the peat
charge 1s escaping—first in the form of water
and thereafter in the form of steam—through
the matte over the drainage-apertures and

through these apertures to the exterior air. |

The matte which has been formed permits a

free escape of moisture, whether in the form |

of water or steam, but does not permit any
appreciable quantity of the peat particles of
the charge to escape. DBy the end of the sec-
ond step of the operation the pressure may
have been increased to some two hundred or
three hundred pounds per squareinch,though

“the process may be conducted so as to employ

greater pressures or less pressures. Putting
this in a few words, the second step of my
process consists in having the surface of a
charge of moist peatinclosed except at drain-
age-points and applying heat and pressure
to the inclosea charge, which pressure in-
creases as the moisture of the charge de-
creases. T'his pressure reaches a maximum
when the charge has been dried and com-
pressed 1nto a block for fuel.

I have found that a jacket has been formed
over what has now become the peat block.
This jJacket, for want of a better name, I
designate as a “‘tarry’” jacket. The third step
of my process consists in gradually permit-
ting the applied pressure to run down when
once the tarry jacket has been emnpletelyl

At this point

l
:

or which may, if desired, be further air-dried.
Among other good features of this block I
may mention that my process enables me to
treat undisintegrated peat about as 1t comes
from the bog so that the resulting block pre-
serves the fiber of the peat unimpaired. L'he
block thus formed is inclosed by the sharp
and clean tarry jacket above referred to, the
surface of the jacket being, however, broken
by well -defined permeable sections corre-
sponding to those portions of the surface of
the block which were over the drainage-ap-
ertures of the mold. Now during the entire
second step of my process the moisture has
a tendency to escape toward the drainage-
apertures along well-defined lines, which
when once established in any given block re-
main the same during the drying step of the
process. These interior vent-channels thus
formed 1n the body of the block of course
communicate with the more permeable por-
tions of the jacket above referred to. It fol-
lows that any subsequent drying of the block
which may take place after it has left the
mold will proceed along channels already es-
tablished and will nof, therefore, tend to dis-
integrate or crumble the block. It thus re-
sults that the bloek formed by my process re-
mains hard and firm and does not disintegrate
in the air as readily as would otherwise be
the case. |

While my process may beexecuted withany

type of inclosed mold which can be thoroughly

drained and to which heat can be apnplied, I
have shown, to fix ideas, asimple type of such
mold in the drawings, 1in which-—

Figure 1 is a vertical cross-section of the
mold and press. Ilig. 21s a horizontal cross-
section on the line 2 2; FKig. 3, a horizontial
cross - section on the line 5 3; Ifig. 4, a hori-
zontal cross-section on the line 4 4, and Ifig.
5 a horizontal cross-section on the line o 5.

The mold which I have shown consists of a

base A, a body portion B, and a plunger C.

The base A is provided with ports A° for the
admission and exitof steamorhot air. These
ports communicate with a steam-space A', by
which the base of the mold is thoroughly
heated. Drainage-slots A’ communicatewith
the interior of the mold. The body of the
mold is heated by steam or hotair fed through
the ports B*. The steamwhich is used to heat
the body of the mold passes around the steam-
spaces B3* 3% at the top and bottom of the mold-
body, these steam-spaces being connected by
the longitudinal steam-spaces B'.
dinalslots I3°are formed inthe mold-body and
permit the moisture of the charge therein to
escape to the outer air.

With the type of mold shown it is preferable
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to employ a longitudinalslot or portasa drain- 1 one of the objects of my process to get rid of

age-point in my process Instead of a series of
separate orifices or instead of a transverse slot
orport. Such longitudinal slot or portwillnot
tend in the second step of my process to rup-
ture the matte which has been formed 1n the
first step. Ihave found that the slots should
not be wider at their point of entrance into
the mold than three sixty-fourths of an inch.

While I refer to those portions of the surface

of the peat charge through which water or
steam 1s permitted to drain as *° drainage-
points,” it will of course be understood that
in a strictly mathematical sense they consti-
tute drainage areas.

The mold may conveniently be made some
threeinchesindiameter and may form a bloek
from two to two and a half inches high. Of
course I can use radically different construc-
tions of mold from the one I have shown; but
in each case it will be well not to make the
blocks much larger than is here indicated and
to choose a shape which will permit moisture
from any interior part of the block to escape
through the surface without being obliged to
travel too great a distance in the block.

The plunger C is fed with steam or hot air
through the ports Cf,which communieate with
the steam-spaces C' C* C° for the purpose of
thoroughly heating the plunger and more es-
pecially that portion of it which 18 in contact
with the charge. 'The face of the plunger 1S
provided wi ith drainage-slots .

The mold is sur 1*01111(1@(1 with a press-frame
D, and pressure may be supplied by a screw
D" bymeansof a handleapplied tothesquared
head D?; but this is merely one of a number
of apparatus which may be used to produce
the compression.

Coming now to a somewhat more detailed
description of my process, I note that I have
already called attention to the fact that I con-
sider one of its great advantages to lie in the
fact that 1t can treat. undlsmtegrated peat
about as it comes from the bog, thus not dis-
turbing the fibers of the peat n the resulting
")mduc‘o At the same time when carrying
out my process on alarge scale, in which case
a number of charges of peat will be under
treatment sim ulta-neously by the same master
or controlling apparatus, 1t 1snecessary to in-
sure thatthere shall bea certain degree of uni-
formity between the density of the charges 1n
theseveralmoldsundertreatmentinorderthat
some blocks may not be unduly compressed
and others not be compressed sulficiently. In
order to accomplish this, I may intermix peats
of different degrecs of density or peats which
vary in their fibrous character, so as 1o pro-
duce a practical uniformity of density and of
fibrous character for the number of charges
which are under simultaneous treatment by
the same master apparatus. Such intermix-
ture need not cause any breaking up of the
peat fiber. 1 havealso indicated above that
prior to my treatment I drain from the peat
such water as will naturally flow oftt.

that am ount of moisture which wiil not natu-
rally flow off and to reduce the percentage of
moistureinthe peat from somewhere between
fifty and eighty per cent. to twenty-five per
cent. or less—preferably, say, to twelve per
cent. In making these statements it 1s yet
evident that my process can still be employed
eventhough the peat has been previously dis-
integrated or has been previously deprived
of more moisture than will naturally flow from
the same; but such disintegration 1snot a de-
sirable or even a useful step in my process.
Thepriordeprivation of excess moisturewhich
will not naturally flow off may, however, at
times be useful.

The mold prior to placing the charge of
peat therein should be heated to 300° or 3507
Fahrenheitand may be maintained at orabout
this temperature by the constant application
of heat throughout the operation. This is a
oood temperature. Atthesame timenothing
will prevent the employment of much higher
temperatures. At the beginning of the sec-
ond step of the process such higher tempera-
ture would result in somewhat hastening the
operation of drying, and toward the end of
the second step the higher temperature WOH]E..
cause a earbonuahon of the peat, which is (ie-
sirable for some of itsuses. So, ton, although
I have described steam, either superhe&ted Or
otherwise, as the means to be used for heating
the mold, it is yet evident that hot air or any
other heating means might be employed to
the same end.
a charge of wet peat is placed therein and
the cover put on. I thus cause heat to be
applied to the inclosed surface of the peat
charge by meansof the heat inthe mold-walls.
I thereupon preferably apply what I may term
a ‘‘slight” pressure—say a pressure of ten
pounds to the square inch. This slight pres-
sure is maintained for a period of tmle which

may vary from half a minute to four or five
minutes, or even longer. During this time
which is consumed by the first step of my
process the matte of peat fiber is being formed
over the drainage-apertures. Although the
matte will be formed by the mere contact of
the wet peat with the heated mold-walls and
without pressure , the formation of the matte

is facilitated by emplowng a slight pressure,

since this more effectively drives the peat

into contact with the mold. - I have before
explained that this matte cxercises a most
important funetion in the subsequent ¢on-
duct of my process. Without this matte peat
and moisture together will escape through
the duun‘we apeltures under a pressure as
small as e pounds to the square 1inch.
With the matto the moisture alone, practi-
cally speaking, escapes. When this matte is
ive minutes old, it will generally stand a pres-
sure of trom sweuty “five to one hundred
pounds to the square inch. It follows from
this that the pressure applied by me in the

It is | fivst step of the process could rise above ten

Themold having been heated,
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pounds to the square inch so long as it is not
high enough to rupture the matte. It is also
clear that the matte over the drainage-points
is formed by the action of the hof mold-wall
immediately adjacent to the drainage-aper-
It will therefore be understood that

~whenever I speak of a ‘““‘heated and drained”

(O

15

mold in connection with forming the matte 1
mean that those portions, at least, of the mold
whiclh are adjacent to the drainage-apertures
are heated. Imayalsomention thatitis bet-

ter to introduce cold wet peat, meaning peat |

which has not been previously heated to any
substantial extent, into the heated mold in-
stead of using a charge of peat which has been
previously heated. 1 have found that heat,

- say, at 212° Iahrenheit applied to a charge

30

35

40

of wet peat tends to break up the peat-cells
and to liberate water contained therein.
When,then, hot moist peatis introduced intoa
heated and drained mold, thereissomuch free
water as to somewhat interfere with a formas-
{ion of thematte overthe drainage-apertures.
Whenachargeof cold wetpeatisputintosuch
a mold, 1t 1s only the moisture of the outer
laver of the peat which 1s set free. This, how-
ayer, quickly evaporates and escapes through
the drainage-apertures, the matte thus being

formed. T'he peatontheinside of the massnot

vet having had an opportunity to be heated

keepsits water absorbed and prevents 1t from

oetting to the drainage - apertures, where 1t
would tend, by itsexcessive quantity, to brealk
up the matte as quickly asit was formed. It
will also now be readily understood why in
the type of mold shown longitudinal slots in
the side walls of the mold are better for my
purpose than a series of separate apertures
or transverse slots. The edges of such ap-
ertures would manifestly have the effect, to

some extent, at least, of shearing off the matte

and destroying it during the operation of

compression in the second step of my process.

I come now to a more detalled description
of the second step of my process. It is plain

from what has been said before that the pres-

- sure during this second step of the processis

55

60

moisture therefrom.

oradually increased until toward the end of
the operation, such inerease of pressure keep-
ing step with the increasing dryness of the
block. In fact, these two things—the pres-
sure at anyinstantoftime in the second step of
the process and the dryness of the block at the
same Instant of time—are correlated. ’'T'hey
oo together and should be adapted each to
the other. If, forinstance, the heat cutstrips
the pressure, vacant spaces will be formed in
the interstices of the peat which would other-
wise have been closed up upon the exit of the
If, ou the other hand,
the pressure 1s in excess of that adequate for
working in proper combination with the heat,
the mass of peat 1s too much compressed to
permit of the proper escape of the moisture.
Of course it 18 evident that peatwhich is not

788,135

pounds or even considerably above twenty | containing a greater percentage of moisture.

It is equally evident that the exact tempera-

tures and pressures in this second step of my

70

process are to some extent dependent upon -

the character of the peat and are within Iim-
its variable by the operator; but I may say
that I have obtained excellent results by i1u-
creasing the pressure from, say, ten ortwenty
pounds at the beginning of the seccond step
of the processup to two hundred or three hun-
dred pounds at the end of the second step
of the process. During this second step of
the process heat was applied at temperatures
which were taken at from 300° to 350° Fahren-
heit. With such temperatures and pressures

I have obtained good results when the second -

step of the process has lasted for about thirty
minutes. During all this time the moisture
is escaping, first in the shape of water and
then in the shape of steam, and the block is
becoming drier. At the same time the block
is being more and more compressed and the

Anteraction of pressure and drying prevents
any air from entering the block and taking the

place of the expelled moisture. Itis of course
possible to gradually and uniformly increase
the pressure 1n the second step of the process
fromits minimum at the beginning to its maxi-
mum at the end and to thus keep atb cach in-
stant of time whatmay becalleda **following”
pressure upon the charge. I have found,how-
ever, by experiment that the block dries niore
rapidly and a better product is obtained if the
pressure durinhg this second step of the opera-
tion isincreased stepwise or in jumps. Thus,
for instance, 1 may at the proper stage of the
operation raise the pressure from, say, one
hundred and seventy-five to two hundred
pounds to the square inch and then not touch

my compressing mechanism for half a minute. |

During this period the block 1s drying out

and shrinkingaway from the plunger, so that

the pressure actually acting upon the charge
at the end of half a minute may, and actually
does, sink back to, say, one hundred and sev-
enty-five pounds to the square inch. Further
pressure 1s now applied, as by giving a turn
to the serew of the press, and the pressure on
the Dblock may thus be brought back to two
hundred pounds to the square inch, or such
pressure can be increased to, say, two hun-
dred and twenty-five pounds to the square
inch. When the pressure is increased step-
wise or in jumps, the intervals during which
the pressure is allowed to run down appar-
ently give the moisture of the charge a better

opportunity to establish for itself definite

lines of traveltoward the drainage-apertures,
so that the drying of the block is much facili-
tated. It will be understood, therefore, that
while I intend to cover the gradually-increas-
ing application of pressure in the second step
of my process as within my invention I pre-
fer the stepwise application of this pressure,
since it results, other things being equal, in
a drier and more compact block.

very wet requires morve pressure than pea.t-l of thissecond stage of the operation the block

At the end
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will befound tohavewhatis generally spoken
of as a “commercial” percentage of moisture.
The number expressing this in percentages
may vary considerably; but, generally speak-
ing, it will not be far from fifteen per cent. It
is at tlis time at which the tarry jacket,above
referred to, has about assumed its final form.
The tarry jacket apparently has its birth in
the matte whichis formed over the mold in the
first step of the process. As the combined
drying and compression takes place 1t grows
oradually thicker, at no time, however, reach-
ing a very great depth. This t tarry jacket
seemsto (,011:51% of superdesiccated peat fiber,
probably mixed with some peat which 1s not
fiber, the whole being permeated with tar and
oil forced out of the peat by the gradual soft-
ening of the tarry substance of the peat
through the action of heat and pressure. 1
need only add that this jacket is somewhat
brittle.

The third step of my process, as 1 have be-
fore indicated, consists in gradually reducing
the pressure to avoid fracture of the tarry
jacket. Should the pressure be much in-
creased after this tarry jacket has been
formed and more especially should it be sud-
denly inereased, the tarry jacket will be rup-
tured. On the other hand, if the pressure is
talken off too (uickly beforethe block becomes
set it seems that the sudden expansion of the
peatwhichnaturally followsresultsinfractur-
ingtheinclosingtarry jacket. lhavetherefore
found that after the maximum pressure has
been applied at the end of the second stage of
my process it is advisable to apply no further
pressure. This naturally has the effect of
permitting the pressure to run down of its
own accord by the shivinking of the bloek. 1
may give as an example a case in which I had
applied a maximum pressure of three hundred
pounds to the square inch at.the end of the
second step of the process. 1 added no fuar-
ther applied pressure during four minutes,
and the pressure upon the block thereupon
ran down gradually to one hundred and fitty
pounds to the square inch, whereupon I re-
leased the applied pressure still further and
finally tools the completed block from the
mold. Generally speaking, I let the pressure
run down to from one hundred and fifty to
seventy pounds to the square inch before re-
leasing the applied pressure and taking the
bloek from themold, It willnow beclearwhy
abottomlessmoldisnotadapted toexecute my
process and why it would not be naturally so
used. Therationale of operation of a bottoms-
less mold is to introduce a charge therein and
to displace this charge along thﬂ mold in a se-
ries of steps, the tr E;-{Ltment 01 the charge in
cach position of the mold being adapted to the
chargeat that period of 1ts histm'y and the suc-
cessivetreatmentswhichthechargereceivesin
its successive positions in the mold constitut-
ing a single gradually-varying cycle of opera-
tlons, which beginswiththeentry of thecharge
into the mold and which ends with the (hs-

H

o

chargeof the finished block therefrom. lLetus
assume that we attempt to execute my process
in a bottomless mold containing ten blocks
at a time. The first block or charge must in
accordance with my process be subjected to
slight pressures—say of twenty pounds to the
square inch. The eighth and ninth blocks
nearthe exit end, which are about completely
formed, must be under a pressure approxi-
mating,say, twohundred poundstothe square
inch. But such difference of pressure at dif-
ferent points of the mold at the same instant
of time is impracticable of attainment and
certainly impossible of proper regulation in

{ the normal operations of bottomless molds.

gain, with ten blocks in a mold and thirty
mmute& say, as the time in which a given
block Iemmm in the mold 1t will be neces-
sary to displace the block initially introduced
after it has been in the mold but three min-
utes. At this time the matte will not have
been sutficiently formed to be certainly able

to stand the friction against the side walls ¢

without rupture. Fin&lly, the blocks which
have Dbeen in the bottomless molds for some
time and ars about to leave 1t have shrunk
away somewhat from the side walls of the
mold. These blocks are therefore receiving
the minimum pressure at a time when my
process requires that they %110111(1 receive the

| maximuin pressure.

- What I claim 1s— |
1. The process which consists in inclosing
the surface of a charge of moist peat, except

| at drainage-points, ,;111(1 applying heat to the
inclosed smfaee to form a matte over the

dlELl]ila“G -points, substantially as described.
2. The process which consists in inclosing

'the surface of a charge of cold moist peat, ex-

cept at dl‘mnaﬂe-pmnbs and applying heat to
the inclosed surface to form a matte over the
drainage-points, substantially as described.

3 The process which consists in inelosing
the surface of a charge of undlsulteﬂmted
moist peat, except at drainage-points, :zmd ap-
plying heat to the inclosed &urfﬂee to form
matte over the draina oe- pomts, qubstantlallv
as described. -

4. The process which consists in inclosing
the surface of a charge of moist peat, except
at drainage-points, and applying a slight

pressure to the charge and heat to the in-.
closed surface to form a matte over the drain-

a“e points, substantially as desecribed.

. The process which consists in inclosing
the surface of a charge of cold, nmoist peat, ex-
cept at drainag e-pomts, and &pplymg a slight
pressure to the chare oe and heat to the inclosed
surface to form a matte over the dralnage-
points, substantially as described.

6. The process which consists in inclosing
the surface of a charge of undisintegr Lted
moist peat, except at dmmane -points and ap-
plying a slight pressure to the charge and
heat to the 111(31056(1 surface, 0 form a matie
over the drainage-points, substantially as de-
scribed.
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7. The process which consists in inclosing

the surface of a charge of moist peat, except
at drainage-points, and applying  heat and
pressure to the inclosed charge, which pres-
sure increases as the moisture of the charge
decreases, substantially as described.

8. The process which consists in inclosing
the surface of a charge of moist peat, except

at drainage-points, and applying heat and :

pressure to the inclosed charge, which pres-
sure increases as the moisture of the charge
decreases and reaches a maximum when the
charge has been dried and compressed intoa
block for fuel, substantially as described.

9. The process which consists in inclosing |

-

the surface of a charge of moist peat, except
at drainage-points,and applying to the charge
heatand a pressure which increases stepwise,
to dry and compress the peat into a block for
fuel, substantially as described.

10. The process which consists in in¢losing
the surface of a charge of moist peat, except
at longitudinal drainage - ports having a
given direction, and applying heat and a pres-
sure in the same direction as the ports, to dry
and compress the peat into a blocek for fuel,
substantially as deseribed.

11. The process which consists in inclosing
the surface of a charge of moist peat, except
at drainage-points, and applying heat and a
correlated increasing pressure to the charge,
to uniformly dry and compress the peat into
a block for fuel, substantially as described.

12. T'he process which consists 1n inclosing

the surface of a charge of moist peat, except

at drainage-points, and applying heat to the
inclosed surface and increasing pressure to
the charge until a tarry jacket 1s formed upon
the peat block, substantially as described.

13. The process which consists in inclosing
the surface of a charge of moist peat, except
at drainage-points, applying heat to the in-
closed surface and an increasing pressure to
the charge until a tarry jacket is formed upon
the peat block, and then causing or permit-
ting the pressure to decrease gradually to
avoid rupture of the jacket, substantially as
described.

14. The process which consists in inclosing
the surface of a charge of moist peat, except
at drainage-nomnts, applying heat to the in-
closed surface to form a matte over the drain-
age-points, and then treating the charge to
the combined action of heat and increasing
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pressure to dry and compress the peat into a
block for fuel, substantially as desecribed.
15. The process which consists in inclosing
a charge of molist peat, except at drainage-
points, applying heat to the inclosed surface
toform amatte overthedrains, thereupon con-
tinuing the heat and applying an. inereasing
pressure to the charge to expel the moisture
from the peat and reduce its bulk and toform
a tarry jacket upon the peat block, and finally
permitting or causing the pressure to de-

crease gradually to avoid rupture of the.

jacket, substantially as deseribed.

16. The process of manufacturing peat into
blocks which consists in inclosing a charge of
moist peat, except at drainage-poiunts; apply-
ing heat to the inclosed surface and a lLight
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pressure to the charge to produce a matte at

the surface of the peat which will permit of
the escape of water or steam, while prevent-
ing the passage of the moister peat of thein-
terior; and continuing the application of heat
to the inclosed surface and Increasing the
pressure on the charge as the peat becomes
heated so as to force out water and steam as
rapidly as formed without permitiing air to
take their place to ultimately form a tarry
jacket upon the surface ot the peat, substan-
tially as deseribed.

17. The process of manufacturing peatinto
blocks which consists in inclosing the surface
of a charge of moist peat, except at drainage-

points; applying alight pressure to the charge

and heat at the inclosed surface to produce a
matte at the surface of the peat which will per-
mit the escape of water or of steam while
preventing the passage of the moister peat of
the interior; continuing the application of
heat to the inclosed surface and increasing
the pressure on the charge as the peat be-
comes heated so as to foree out water and

steam as rapidly as formed without permit-

ting air to take their place and to ultimately
form a tarry jacket upon the surface of the
peat; and finally allowing the pressure to run
down gradually to avoid rupture of the jacket,
substantially as described. |
In testimony whereof I have signed my
name to this specification in the presence of
two subseribing witnesses. |
FRANK WHITE.
Witnesses:
EDwIN 5. CLARKSON,
Ir. T. CHAPMAN.
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