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1
PACKING MACHINE AND METHOD

Matter enclosed in heavy brackets [ ] appears in the
original patent but forms no part of this reissue specifica-
tion; matter printed in italics indicates the additions
made by reissue.

BACKGROUND OF THE INVENTION

The subject mvention relates to an insulation blanket-
packaging machine and method and, in particular, to an
improved, versatile, high-speed insulation blanket-
packaging machine and method especially well suited for
economically, efficiently, and rapidly packaging insulation
blanket 1n unfolded batt form, single-fold batt form, spiral
wound batt roll form, or continuous length spiral wound
form.

Faced and unfaced fiberglass insulation blankets are cur-
rently produced and packaged in unfolded batt form, single-
fold batt form and spiral wound batt or continuous length
roll form on high capacity production lines. Typically, these
high capacity production lines each include a high capacity
fiberglass 1nsulation blanket manufacturing operation that
produces the fiberglass insulation blankets, ready for
packaging, as batts 1n unfolded, single-fold or spiral wound
form or as continuous lengths in spiral wound form and a
packaging operation for packaging the insulation blankets.
The packaging operation normally uses one type of packag-
ing machine for packaging the msulation blankets 1 their
unfolded or single-fold batt form and another type of pack-
aging machine for packaging the insulation blankets 1n their
spiral wound form. To maintain or increase the overall
throughput of these high capacity fiberglass insulation blan-
ket production lines, the packaging operations of these pro-
duction lines must be able to effectively accommodate and
package the large amounts of insulation blanket produced, in
unfolded batt form, single-fold batt form, and/or roll form, in
the fiberglass insulation blanket manufacturing operations.
If the packaging operations are unable to accommodate and
cifectively package the fiberglass insulation blanket in the
forms produced for packaging in the manufacturing
operations, the packaging operations become bottlenecks
that limit the overall production capacity of the fiberglass
insulation blanket production lines. Thus, there 1s a need for
packaging operations 1n these fiberglass insulation blanket
production lines that have capacities that at least equal and,
preferably, exceed the production capacities of the fiberglass
insulation blanket manufacturing operations.

In batt form, fiberglass insulation blankets are currently
sold 1n packages that contain between two and twelve com-
pressed batts per package. For sales to builders and commer-
cial insulation contractors, the fiberglass insulation blankets
are commonly sold 1 a package containing between four
and thirty compressed batts. The shorter length batts (e.g.
batts about four feet 1n length) are typically packaged 1n an
unfolded condition. The longer batts (e.g. batts about eight
feet 1n length) are typically folded in half so that the length
ol the package containing the batts approximates one-half of
the length of the batts within the package (e.g. about four
feet). For retail sales to do-1t-yourselfers and the like, the
fiberglass insulation blankets are commonly sold 1n a pack-
age containing several compressed batts that are wound 1n a
spiral form or a compressed continuous length of insulation
blanket that 1s wound 1n spiral form (e.g. an 1nsulation blan-
ket about thirty feet 1n length). As stated above, typically, a
first type ol packaging machine 1s used 1n the packaging
operation to package the unfolded or single-fold batts of
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insulation blanket while a second type of packaging machine
1s used 1n the packaging operation to package spiral wound
rolls of insulation blanket. The use of two different packag-
ing machines 1n the packaging operation: may require the
use of package forming sheet materials that differ from each
other 1n size or other respects, reduces the efliciency of the
packaging operation, increases the number of operators
required for and the costs of the packaging operation, and
increases the tloor space required for the packaging opera-
tion. The amount of floor space required for a packaging
operation to accommodate the production capacity of a
fiberglass insulation blanket manufacturing operation can
become quite a problem, especially when the capacity of a
fiberglass insulation blanket manufacturing operation 1s
increased and there 1s only limited tloor space available for
the packaging operation in an existing production facility.

In addition to the above, the fiberglass mnsulation blanket
in the packages containing the fiberglass insulation blanket
in spiral wound roll form can not be compressed to the
degree that the fiberglass insulation blanket can be com-
pressed 1n the packages containing the fiberglass mnsulation
blanket 1n unfolded batt or single-fold batt form without
damaging the isulation blanket and reducing the ability of
the insulation blanket to recover in thickness after the 1nsu-
lation blanket 1s removed from the packages for installation.
Thus, sulation blanket in roll form 1s typically not com-
pressed to the degree that unfolded or single-fold batts are
compressed and for packages containing the same cubic
footage of insulation, the packages containing fiberglass
insulation 1n roll form rather than unfolded or single-fold
batt form take up additional warehouse space, transportation
space, and shelf space at retail outlets to thereby increase the
costs and handling problems 1nvolved 1n storing, transport-
ing and selling the product.

Thus, there has remained a need for an insulation blanket-
packaging machine for use in these fiberglass insulation
blanket production lines and other insulation blanket pro-
duction lines: that can easily accommodate the production
capacities of these production lines and future increases 1n
the production capacities of these production lines; that has
the versatility to package selected numbers of fiberglass
insulation batts 1n a flat unfolded or single-fold form (e.g.
between two and thirty batts) to achieve the maximum prac-
tical compression of the fiberglass insulation batts while
maintaining the required thickness recovery characteristics
for the batts; that forms packages sized to minimize the
storage, transportation and retail space required for the pack-
ages; that forms packages that are easy to handle; that makes
elfective use of available floor space 1n the production facil-
ity; and that reduces the number of operators required for the
packaging operation and 1s otherwise cost effective and effi-
cient. The need has also remained for such an insulation
blanket-packaging machine that i1s versatile so that the
machine can also be used to package isulation blanket that
1s wound 1n spiral roll form where marketing or other con-
figurations dictate the use of such packages even though
such packages typically occupy more space for equal
amounts 1n cubic footage of msulation.

SUMMARY OF THE INVENTION

The msulation blanket-packaging machine of the subject
invention: can efficiently accommodate and package the batt
output from high capacity fibrous insulation blanket produc-
tion lines; can package any selected number of batts per
package over a wide range, ¢.g. between 2 and 30 batts per
package; can be easily adjusted to change the number of
batts contained per package; and can package batts 1n a flat
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unfolded or a flat single-fold form to permit the maximum
practical compression of the batts without any significant
adverse affect on the thickness recovery characteristics of
the batts. The blanket-packaging machine of the subject 1s
particularly well suited for forming, compressing and pack-
aging stacks of faced and unfaced fiberglass imsulation batts.
The imsulation blanket-packaging machine of the subject
invention can also be used to package spiral wound rolls of
fibrous msulation blanket 1n packages containing one, two or

three spiral wound rolls per package.

The insulation blanket-packaging machine of the subject
invention includes: an infeed station; a loading station for
receiving insulation blankets in the form of unfolded batts,
single-fold batts, or spiral wound rolls; a transier station for
transierring insulation blankets 1n the form of unfolded batts,
single-fold batts, or spiral wound rolls from the loading sta-
tion to a compression station and for forming batt stacks; a
compression station for compressing msulation blankets 1n
the form of unfolded batts, single-fold batts, or spiral wound
rolls; a packaging station for packaging stacks ol com-
pressed 1nsulation blankets 1n the form of unfolded batts or
single-fold batts or groupings of compressed spiral wound
rolls of insulation blanket; and a takeofl conveyor for remov-
ing packages from the packaging station.

When packaging fibrous insulation blankets 1n the form of
unifolded batts and single-fold batts, the fibrous insulation
batts are preferably metered one at a time directly into the
loading station of the insulation blanket-packaging machine
from the downstream end of a fibrous insulation blanket
production line. The loading station has a launch frame
assembly for successively moving the batts 1n a generally
vertical direction from the batt loading station into the trans-
fer station/batt-stacking chamber. When packaging unfolded
batts and single-fold batts, the transfer station also functions
as a batt-stacking chamber for successively forming batt
stacks of vertically stacked batts from the batts fed 1nto the
transier station from the loading station. The number of batts
contained in each batt stack can be selected by the operator
to suit various packaging requirements. The loading and
transier stations also include a staging fork assembly for
vertically moving a single batt from the loading station to the
transier station to complete the formation of each batt stack
formed in the transfer station and for vertically moving the
batt stack thus formed from the transfer station into the com-
pression station ol the insulation blanket-packaging
machine. The compression station of the msulation blanket-
packaging machine includes upper and lower compression
conveyors for successively receiving there between the batt
stacks fed from the transier station. The upper and lower
compression conveyors are movable relative to each other
for successively compressing the batt stacks received inter-
mediate the upper and lower compression conveyors to a
selected thickness 1n a direction (except for the fold in the
single-fold insulation batts) perpendicular to the thicknesses
of the batts. After each batt stack has been compressed, the
compression conveyors successively move the compressed
batt stacks from the compression station 1nto the packaging
station. The packaging station successively envelopes the
compressed batt stacks fed from the compression station
within sheet material to successively form packages of the
compressed batt stacks fed from the compression station.

Preferably, the control system of the msulation blanket-
packaging machine operates the insulation blanket-
packaging machine as a continuous operation. In the con-
tinuous packaging operation: i1nsulation batts are
successively metered one insulation batt at a time from the
downstream end of a production line into the loading station:
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stacks of insulation batts are successively formed one stack
at a time 1n the transfer station and successively moved into
the compression station; stacks of insulation batts are suc-
cessively compressed one stack at a time 1n the compression
station; stacks of compressed insulation batts are packaged
one stack at a time 1n the packaging station; and packages of
compressed 1sulation batts are successively removed from
the packaging station one package at a time by a takeolif
CONnveyor.

When packaging fibrous insulation blankets in spiral
wound roll form (either a series of batts or a continuous
length of insulation blanket i1n spiral wound roll form),
groupings ol one, two or three spiral wound rolls of fibrous
insulation blankets are preferably metered one grouping at a
time directly into the loading station of the insulation
blanket-packaging machine from the downstream end of a
fibrous sulation blanket production line. Where groupings
of two or three spiral wound rolls of msulation blanket are
metered together directly ito the loading station, the spiral
wound rolls 1 each grouping are fed into the loading station
in a side-by-side relationship. When packaging spiral wound
rolls of nsulation blanket, the launch frame assembly 1n the
loading station 1s deactivated and the staging fork assembly
1s used to vertically move the grouping of one or two spiral
wound rolls of 1nsulation blanket directly from the loading
station through the transfer station and into the compression
station of the nsulation blanket-packaging machine. In the
compression station, each grouping of one, two or three spi-
ral wound rolls of 1nsulation blanket moved into the com-
pression station ifrom the loading station 1s successively
received between the upper and lower compression convey-
ors of the compression station. The upper and lower com-
pression conveyors then move relative to each other to suc-
cessively compress each grouping of one, two or three spiral
wound rolls received intermediate the upper and lower com-
pression conveyors to a selected thickness in a direction per-
pendicular to central axes of the rolls and reform the rolls
from a generally round shape to a flat oval shape. After each
grouping of one, two or three rolls has been compressed, the
compression conveyors successively move the compressed
grouping ol one or two rolls from the compression station
into the packaging station. The packaging station succes-
stvely envelopes the compressed groupings of one, two or
three rolls of insulation blanket within sheet material to suc-
cessively form packages of the compressed groupings of one
or two rolls of insulation blanket fed from the compression
station.

Preferably, the control system of the mnsulation blanket-
packaging machine operates the insulation blanket-
packaging machine as a continuous operation. In the con-
tinuous packaging operation: groupings of one or two spiral
wound rolls of msulation blanket are successively metered
one grouping at a time from the downstream end of a pro-
duction line mnto the loading station; groupings of one or two
spiral wound rolls of insulation blanket are successively
moved one grouping at a time from the loading station
through the transier station into the compression station;
groupings ol one, two or three spiral wound rolls of 1nsula-
tion blanket are successively compressed one grouping at a
time 1n the compression station; groupings of one or two
compressed spiral wound rolls of insulation blanket are
packaged one grouping at a time 1n the packaging station;
and packages of compressed insulation rolls are removed
from the packaging station one package at a time by the
takeoll conveyor.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 1s a schematic perspective view of the infeed
station, the loading station, the transfer station and the com-
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pression station of the insulation blanket-packaging machine
ol the subject invention.

FIGS. 2A and 2B are an exploded schematic perspective
view of the infeed station, the loading station, the transier
station, the compression station, the packaging station, and
the takeoil conveyor of the insulation blanket-packaging
machine of the subject invention.

FIG. 3 1s a flow diagram showing the formation of pack-
ages that contain a compressed stack of four insulation batts
with the insulation blanket-packaging machine of the subject
invention.

FIG. 4 1s a flow diagram showing the formation of pack-
ages that contain a grouping of two compressed insulation
rolls with the insulation blanket-packaging machine of the
subject invention.

FIG. 5 1s a perspective view of the stop mechamisms used
in the lower metering conveyor of the infeed station of the
insulation blanket-packaging machine of the subject mven-
tion.

FIG. 6 1s a side view, taken substantially along lines 6—6
of FIG. 5, of one of the stop arms and the actuating cylinder
of one of the stop mechamisms used in connection with the
metering conveyors of the infeed station of the insulation
blanket-packaging machine of the subject invention.

FIG. 7 1s a horizontal section through the lower portion of
the transier station showing the shelf dogs for retaining insu-
lation batts 1n the transier station of the nsulation blanket-
packaging machine of the subject invention.

FIG. 8 1s a side view, partially 1n section, of a sheltf dog
taken substantially along lines 8—S8 of FIG. 7.

FI1G. 9 1s a perspective view of the launch frame assembly
of the insulation blanket-packaging machine of the subject
invention.

FIG. 10 15 a perspective view of the upper and lower com-
pression conveyors of the compression station of the msula-
tion blanket-packaging machine of the subject invention.

FIG. 11 1s a perspective view of the staging fork assembly
of the insulation blanket-packaging machine of the subject
invention.

FIGS. 12 to 19 are schematic elevations of the nsulation
blanket-packaging machine of the subject invention showing,
the movement of the major components of the insulation
blanket-packaging machine as the insulation blanket-
packaging machine cycles through i1ts packaging cycles.
FIG. 17 1s a schematic view of the right side of insulation
blanket-packaging machine.

DESCRIPTION OF THE PR
EMBODIMENTS

As shown 1 FIGS. 1 and 2A and 2B the insulation
blanket-packaging machine 20 of the subject invention
includes: an infeed station 22; a loading station 24; a transfer
station 26; a compression station 28; a packaging station 30;
and a package takeoll conveyor 32. The 1nsulation blanket-
packaging machine 20 can be grouping up to handle 1nsula-
tion blankets 1n the form of unfolded or single-fold batts or
to handle spiral wound rolls of insulation blanket.

FIG. 3 1s a flow diagram showing the insulation blanket-
packaging machine 20 being used to form packages 200 of
uniolded or single-fold insulation batts 202. In this example,
for purposes of illustration, each package 200 formed con-
tains a stack of four compressed unfolded or single-fold
insulation batts 202. When utilizing the insulation blanket-
packaging machine to package unfolded or single-fold 1nsu-
lation batts 202, the insulation batts 202 are successively
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conveyed one at a time from the infeed station 22 into the
loading station 24. The msulation batts 202 are then succes-
stvely fed one batt at a time from the loading station 24 nto
the transfer station 26, which also functions as a batt-
stacking chamber, to form a stack 204 of insulation batts.
Once a stack 204 of the selected number of isulation batts
has been formed 1n the transter station 26, the stack 204 of

insulation batts 1s moved into the compression station 28
where the stack of insulation batts 1s compressed to a desired
degree for packaging. The stack 204 of compressed 1nsula-
tion batts 1s then moved from the compression station 28 into
the packaging station 30 where the stack of compressed
insulation batts 1s enclosed within sheet material to form a
package 200 of compressed insulation batts. The package
200 of compressed msulation batts 1s then removed from the
packaging station 30 by the takeoil conveyor 32 for storage
or shipment.

FIG. 4 15 a flow diagram showing the msulation blanket-
packaging machine 20 being used to form packages 200 of
insulation rolls 206. In this example, for purposes of
illustration, each package 200 formed contains a grouping
208 of two compressed 1nsulation rolls 206. When utilizing
the 1insulation blanket-packaging machine to package group-
ings of two msulation rolls, groupings 208 of two insulation
rolls 206 are successively conveyed one grouping at a time
from the infeed station 22 1nto the loading station 24. The
insulation rolls 206 1n each grouping 208 of mnsulation rolls
are fed 1nto the loading station 24 1n a side-by-side relation-
ship and remain 1n that side-by-side relationship during the
packaging operation. The groupings 208 of msulation rolls
are successively fed one grouping at a time from the loading
station 24 through the transfer station 26 into the compres-
s10on station 28. In the compression station 28, the groupings
208 of insulation rolls are successively compressed to a
desired degree for packaging. The groupings 208 of com-
pressed insulation rolls 206 are then successively moved
from the compression station 28 into the packaging station
30 where each grouping of two compressed nsulation rolls
1s successively enclosed within sheet material to form a
package 200 of two compressed insulation rolls. The pack-
age 200 of compressed mnsulation rolls 1s then removed from
the packaging station by the takeofl conveyor 32 for storage
or shipment.

The infeed station 22 of the insulation blanket-packaging
machine 20 has upper and lower conveyors 34 and 36 for
successively feeding insulation blanket 1n the form of batts
or rolls between upper and lower metering conveyor assem-
blies 38 and 40. The metering conveyor assemblies 38 and
40 each 1nclude a stop mechanism 42 and 44 that, at selected
intervals, are actuated and cooperate with each other to pre-
vent the movement of an insulation batt or roll into the load-
ing station 24. By preventing the movement of an isulation
batt or roll into the loading station at selected intervals, the
stop mechanisms 42 and 44 prevent an msulation batt or roll,
being fed into the loading station by the metering conveyor
assemblies, from interfering with the movement from the
loading station 24 into the transfer station 26 of an isulation
batt or roll already 1n the loading station.

The upper and lower metering conveyor assemblies 38
and 40 each include a plurality of narrow, parallel extending,
spaced-apart conveyor belts. The plurality of narrow spaced-

apart conveyor belts 46 of the upper metering conveyor
assembly 38 only extend part of the way into loading station
24 so that the upper metering conveyor assembly 38 does not
obstruct the passageway from the loading station 24 into the
transier station 26 through which the insulation batts or rolls
are moved from the loading station into the transfer station.
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The plurality of narrow spaced-apart conveyor belts 48 of
the lower metering conveyor assembly 40 extend through the
loading station 24 and support the mnsulation batts or rolls
while the 1nsulation batts or rolls are 1n the loading station 24
prior to be moved from the loading station into the transier
station 26. The spacings between the spaced-apart conveyor
belts 48 of the lower metering conveyor assembly 40 1s such

that the spaced-apart conveyor belts 48 of the lower metering,
conveyor assembly 40 will not obstruct the operation of a
launch frame assembly 50 or a staging fork assembly 52 of
the 1insulation blanket-packaging machine.

The stop mechanism 44 of the lower metering conveyor
assembly 40 includes one or more stop arms 354 that are
mounted to pivot from a {first retracted position (shown in
phantom line in FIG. 6) where the stop arms do not obstruct
the movement of insulation batts or rolls by the lower meter-
ing conveyor assembly 40 1nto the loading station to a sec-
ond extended position (shown 1n solid line 1n FIG. 6) where
the stop arms 56 obstruct the movement of insulation batts or
rolls by the lower metering conveyor assembly 1nto the load-
ing station. The stop mechanism 42 of the upper metering
conveyor assembly 38 functions the same as the stop mecha-
nism 44 of the lower metering conveyor 40. The stop mecha-
nism 42 includes a one or more stop arms that, like the stop
arms 34 of the stop mechanism 44, are mounted to pivot
from a first retracted position where the stop arms do not
obstruct the movement of insulation batts or rolls by the
upper metering conveyor assembly 38 into the loading sta-
tion to a second extended position where the stop arms
obstruct the movement of insulation batts or rolls by the
upper metering conveyor assembly into the loading station.
The conveyors 34 and 36 and the metering conveyor assem-
blies 38 and 40 are powered by conventional motor drive
trains that are intermittently activated to convey the insula-
tion batts or rolls from an insulation blanket production line
into the loading station 24. The stop arms of the stop mecha-
nism 42 and 44 are pivoted between their retracted and
extended positions by conventional pneumatic or hydraulic
cylinders 56 that are intermittently actuated to obstruct or
permit the movement of insulation batts or rolls into the
loading station 24.

As shown 1n FIGS. 1 and 2A and 2B, the transfer station
26 1includes sidewalls 60 and 62. In addition to the sidewalls
60 and 62, preferably, the transfer station also includes end
walls 64 and 66 (not shown 1n FIGS. 1 and 2A and 2B, but
shown 1n cross section in FIG. 7). The sidewalls or the side-
walls and end walls of the transier station 26 not only func-
tion to contain and guide insulation batts or rolls as the nsu-
lation batts or rolls are moved between the loading station 24
and the compression station 28, but when the insulation
blanket-packaging machine 20 1s being used to package
batts, the sidewalls or the sidewalls and the end walls also
function as a stacking chamber for stacking batts.

Preferably, the sidewalls and end walls of the transter sta-
tion 26 are each formed by a plurality of parallel, vertically
extending, spaced-apart frame members 68. Preferably, the
frame members 68 forming the sidewall 60 of the transfer
station 26 extend from immediately above the downstream
end of the metering conveyor assembly 38 upward through
the transier station to the compression station 28. Preferably,
the frame members 68 of the sidewall 62 extend from 1mme-
diately above the downstream end of the metering conveyor
assembly 40 upward through the transfer station 26 and the
compression station 28 to form a common sidewall for the
loading station 24, transier station 26 and compression sta-
tion 28. The frame members 68 of the sidewall 62 are spaced
from each other so that the frame members do not obstruct
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the operation of either the launch frame assembly 50 or the
staging fork assembly 52 and, preferably, are vertically
aligned with the belts 48 of the lower metering conveyor
assembly 40. Preferably, the end wall 64 extends from a
level immediately above the lower metering conveyor
assembly 40 upward through the transfer station 26 to the
compression station 28 to form a common end wall for the
loading station and transfer station. The end wall 66 also
extends from a level immediately above the lower metering
conveyor assembly 40 upward through the transfer station
26 to the compression station 28 to form a common end wall
for the loading station and transfer station. Preferably, the
end walls 64 and 66 include conventional drive trains for
moving the end walls toward and away from each other to
regulate the length of the loading station 24 and the transier
station 26.

The sidewalls 60 and 62 are each equipped with shelf dog
assemblies 70 that permit insulation batts or rolls to be
moved from the loading station 24 up into the transier sta-
tion 26, but prevent insulation batts that have been moved up
into the transfer station from dropping back down into the
loading station. There are a plurality of shelf dog assemblies
70 associated with each sidewall 60 and 62 that, preferably,
are mounted on each frame member 68 of each sidewall. The

shell dog assemblies 70 are positioned so that the shelf dog
assemblies do not obstruct the operation of either the launch
frame assembly 50 or the staging fork assembly 352. The
shell dog assemblies are also positioned to retain insulation
batts within the transier station 26 on a level immediately
above the level of the upper metering conveyor assembly 38.
In a preterred embodiment, each of the shelf dog assemblies
70 1includes a pivotally mounted generally triangular shaped
support member 72 that 1s normally held 1n an extended
position by a coil spring 74. In the exerted position an upper
surface 76 of the support member 72 will engage the under-
side of a batt in the transfer station 26 to retain, 1n coopera-
tion with the other shelf dog assemblies, the batt within the
transfer station. However, as the inclined underside 78 of the
support member 72 1s engaged by an 1nsulation batt or roll
when an insulation batt or roll in moved into the transier
station 26 from the loading station 24, the forces exerted on
the underside of the support member 72 by the insulation
batt or roll compress the coil spring 74 and the support mem-
ber 72 1s pivoted out of the way to permit the passage of the
insulation batt or roll from the loading station 24 into the
transier station 26.

The launch frame assembly 50 shown 1n FIG. 9 15 utilized
to move 1sulation batts from the loading station 24 1nto the
transier station 26 where the shelf dog assemblies 70 support
the mnsulation batts during the formation of batt stacks 1n the
transier station. In a preferred embodiment, the launch frame
assembly 350 includes a plurality of launch frame members
80 that are welded or otherwise affixed to and extend verti-
cally upward from a common drive bar 82. Each launch
frame member 80 has a generally trnangular shape with a
generally horizontally extending upper surface 84. When the
launch frame assembly 50 1s actuated, the upper surfaces 84
of the launch frame members 80 engage the underside of an
insulation batt resting on the conveyor belts 48 of the lower
metering conveyor assembly 40 1n the loading station 24 and
move the msulation batt from the loading station 24 into the
transier station 26. As shown i FIG. 9, preferably, the
launch frame assembly 30 i1s driven by an eccentric drive 86
connected to the drive bar 82. The drive bar 82 is constrained
by guide rails, not shown, to move vertically so that the
eccentric drive 86 causes the launch frame assembly 50 to
reciprocate vertically from a retracted lowermost position to
an extended uppermost position.
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The launch frame assembly 50 1s positioned relative to the
conveyor belts of 48 of the lower metering conveyor 40 so
that the launch frame members 80 of the launch frame
assembly extend between the conveyor belts 48. In the
retracted lowermost position of the launch frame members
80, the upper surfaces 84 of launch frame members 80 of the
launch frame assembly are at or immediate below the upper
surfaces of the conveyor belts 48 of the lower metering con-
veyor assembly 40 so that the launch frame members do not
obstruct the movement of batts into the loading station 24. In
the extended uppermost position of the launch frame mem-
bers 80, the upper surfaces 84 of launch frame members 80
of the launch frame assembly are at a level immediate above
the upper surfaces 76 of the shelf dog assemblies 70 so that
when the launch frame members 80 of the launch frame
assembly are retracted from their uppermost position, the
batts are transierred from the upper surfaces of the launch
frame members 80 to and supported by the shelf dog assem-
blies 70 of the transier station 26.

As shown 1n FIGS. 1, 2B and 10, the compression station
28 1ncludes a compression chamber 92 and upper and lower
compression conveyors 94 and 96 for successively com-
pressing stacks of insulation batts or groupings of one, two
or three insulation rolls and discharging the compressed
stacks of msulation batts or imnsulation rolls into the packag-
ing station 30. The compression chamber 92 has two side-
walls. One of the sidewalls of the compression chamber 92 1s
formed by the common sidewall 62 of the loading station,
the transier station, and the compression station. The other
sidewall 98 of the compression chamber 92 1s vertically
aligned with the sidewall 60 of the transfer station 26, but 1s
spaced above the upper end of the sidewall 60 a distance
suificient to permit the lower compression conveyor 96 to be
moved horizontally from a retracted position outside of the
compression chamber to an extended position within the
compression chamber. Like the other walls, preferably,
spaced-apart vertical frame members 68 form the sidewall
98 of the compression chamber.

The lower compression conveyor 96 1s mounted on a car-
riage 100 so that the lower compression conveyor 96 can be
moved horizontally between a retracted position and an
extended position. In the retracted position, the lower com-
pression conveyor 96 does not extend 1nto the compression
chamber 92 where the lower compression conveyor would
obstruct the passage of a stack of insulation batts or a group-
ing of insulation rolls from the transier station 26 into the
compression station 28. In the extended position, the lower
compression conveyor 96 forms the lower wall of the com-
pression chamber 92. The upper compression conveyor 94
torms the upper wall of the compression chamber 92 and 1s
mounted on a carriage 102 so that the upper compression
conveyor 94 can be moved between an uppermost retracted
position and a selected lower extended position for com-
pressing a stack of 1nsulation batts or a grouping of 1nsula-
tion rolls between the upper compression conveyor 94 and
the lower compression conveyor 96. The lower extended
position of the upper compression conveyor 94 can be verti-
cally adjusted and 1s selected to achieve a desired degree of
compression for the stack of insulation batts or a grouping of
insulation rolls being packaged. Once a stack of isulation
batts or a grouping of msulation rolls has been compressed
to a desired degree, the upper and lower compression con-
veyors 94 and 96 are actuated to discharge the compressed
stack of 1insulation batts or the compressed grouping of insu-
lation rolls into the packaging station 30. The carriages sup-
porting the compression conveyors and the compression
conveyors are driven and controlled during their operating
cycles by conventional drive trains and control systems.
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The stacks of insulation batts formed 1n the transfer sta-
tion 26 and the groupings of one or two insulation rolls fed
into the loading station 24 are moved from the transier sta-
tion and the loading station, respectively, imto the compres-
s10n station 28 to be compressed by the compression convey-

ors 94 and 96 by the staging fork assembly 52 of FIG. 11. In
a preferred embodiment, the staging fork assembly 52
includes a carrnage 104 with a plurality of horizontally
extending, spaced-apart, parallel support prongs 106 that are
ailixed to a carriage 104. The carriage 104 moves the support
prongs 106 between a retracted position and an extended
position. In the lowermost position of the carriage 104, the
upper generally horizontally extending surfaces of the sup-
port prongs 106 are immediately below the level of the upper
surfaces of the conveyor belts 48 of the lower metering con-
veyor 40 that support the insulation batts or rolls 1n the load-
ing station 24. The carriage 104 of the staging fork assembly
52 1s positioned relative to the conveyor belts of 48 of the
lower metering conveyor 40 so that the support prongs 106
of the staging fork assembly extend between the conveyor
belts 48 when the carriage 104 has the support prongs 106 in
their extended position. When the carriage 104 1s retracted
so that the support prongs are in their retracted position, the
support prongs 106 of the staging fork assembly 52 do not
extend 1nto the loading station 24 to interfere with the opera-
tion of the launch frame assembly 50 as it moves batts from
the loading station into the transfer station to form stacks of
insulation batts in the transfer station. When the carriage 104
1s extended to place the support prongs 106 1n their extended
position, the support prongs 106 extend almost to the far side
of the loading station 24.

The carriage 104 carrying the support prongs 106 of the
staging fork assembly 352 1s 1n turn mounted on a second
carriage 108 that moves carriage 104 of the staging fork
assembly 52 vertically between 1ts lowermost position 1n the
loading station 24 to 1ts uppermost position in the compres-
sion station 28. With the carriage 104 and the supporting
prongs 106 of the staging fork assembly 32 1n their extended
and lowermost position, the carriage 104 and support prongs
106 of the staging fork assembly 52 can be raised by the
carriage 108 from the loading station through the transfer
station and 1nto the compression station to move a batt from
the loading station into the transfer station to complete the
formation of a batt stack in the transfer station and to move
the completed batt stack from the transfer station into the
compression station. With the carnage 104 and the support
prongs 106 of the staging fork assembly 52 1n their extended
and lowermost position, the carriage 104 and support prongs
102 of the staging fork assembly 52 can be raised by the
carriage 108 from the loading station through the transfer
station and 1nto the compression station to move a grouping,
of insulation rolls from the loading station through the trans-
fer station and 1nto the compression station.

When the carnage 104 and support prongs 106 of the
staging fork assembly 52 are in their uppermost and
extended position 1n the compression station 92, the under-
sides of the support prongs 106 are located above the level of
the upper surface of the lower compression conveyor 96 so
that the lower compression conveyor can be extended from
its retracted position to 1ts extended position into the com-
pression chamber. Once the lower compression conveyor 96
has been extended into the compression chamber 92, the
carriage 104 with its supporting prongs 106 1s retracted from
the compression chamber and transiers a stack of insulation
batts or a grouping of insulation rolls from the staging fork
assembly 52 to the upper surface of the lower compression
conveyor 96. Once the carriage 104 and support prongs 106
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of the staging fork assembly 52 are fully retracted, the car-
riage 104 and support prongs 106 of the staging fork assem-
bly are returned to their lowermost position in preparation
for the next operating cycle. The carriage 104 on which the
support prongs 106 are mounted and the carriage 108 that
carries the carriage 104 are driven and controlled during
their operating cycles by conventional drive trains and con-

trol systems.

As stated above, each stack of compressed insulation batts
or grouping of compressed insulation rolls formed in the
compression station 28 1s discharged from the compression
station 28 into the packaging station 30 by the upper and
lower compression conveyors 94 and 96. In the packaging
station 30, each compressed stack of insulation batts or
groupings ol compressed insulation rolls 1s received
between upper and lower transfer conveyors 112 and 114.
The upper transter conveyor 112 1s vertically adjustable rela-
tive to the lower transier conveyor 114 so that the spacing
between the transter conveyors 112 and 114 can be main-
tained the same as the spacing between the upper and lower
compression conveyors 94 and 96 selected for compressing
cach stack of insulation batts or grouping of msulation rolls
being packaged. This spacing of the transier conveyors 112
and 114 maintain each stack of compressed insulation batts
or grouping of compressed isulation rolls fed into the pack-
aging station at the selected degree of compression for pack-
aging.

After each stack of compressed 1nsulation batts or group-
ing of compressed nsulation rolls passes between the trans-
ter conveyors 112 and 114, each stack of compressed 1nsula-
tion batts or grouping of compressed insulation rolls 1s fed
by the transier conveyors 112 and 114 between upper and
lower conveyors 116 and 118 of a packaging forming unit
120. Like the transfer conveyors 112 and 114, the upper
conveyor 116 in the packaging unit 120 1s vertically adjust-
able relative to the lower conveyor 118 so that the spacing
between the conveyors 116 and 118 can be maintained the
same as the spacing between the upper and lower compres-
sion conveyors 94 and 96 selected for compressing each
stack of insulation batts or grouping of insulation rolls being
packaged. This spacing of the conveyors 116 and 118
thereby maintains each stack of compressed insulation batts
or grouping of compressed msulation rolls fed mto the pack-
aging unit 120 by the transier conveyors 112 and 114 at the
selected degree of compression for packaging. At the
upstream end of the conveyors 116 and 118 in the packaging
unit 120, continuous sheets of packaging material 122 and
124 are fed beneath the lower surface of the upper conveyor
116 and above the upper surface of the lower conveyor 118,
respectively. Thus, at each stack of compressed insulation
batts or grouping of compressed insulation rolls 1s fed from
the transier conveyors 112 and 114 between the upper and
lower conveyors 116 and 118 of the packaging unit 120,
cach stack of insulation batts or grouping of msulation rolls
1s fed between the continuous upper and lower sheets of
packaging material 122 and 124. The sheets 122 and 124 of
packaging material are greater 1n width than the width of the
stack of compressed insulation batts or grouping of com-
pressed msulation rolls being packaged and have lateral edge
portions that can be brought together and sealed to form the
lateral package tabs 126 shown 1n FIGS. 3 and 4. The pack-
aging unit 120 includes two heat sealing, ultrasonic sealing,
or other conventional sealing units 128 (only one of which 1s
shown) through which the lateral edge portions of the sheets
122 and 124 are passed to seal the lateral edge portions of the
sheets together and form the lateral package tabs 126. The
sealing together of the lateral edge portions of the sheets 122
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and 124 forms the sheets 122 and 124 into a sleeve that
envelops the stack of compressed insulation batts or group-
ing of compressed nsulation rolls being packaged.

The packaging unit 120 also includes a transverse sealing,
umt 130 that 1s located at the downstream end of the packag-
ing unit immediately upstream of the takeoil conveyor 32.
The transverse sealing unit 130 may be a heat sealing unit,

an ultrasonic sealing unit or other conventional sealing unait.
The transverse sealing unit 130 1s intermittently actuated to
seal together transverse extending portions of the sheets 122
and 124 to form the leading transverse package tabs 132 of a
package being formed 1n the packaging unit 120 to further
enclose a stack of compressed 1nsulation batts or grouping of
compressed mnsulation rolls still 1n the packaging unit. While
forming the leading package tab 132 of a package being
formed within the packaging unit 120, the transverse sealing
unit 130 simultaneously seals together the trailing transverse
portions of the sheets 122 and 124 enclosing a stack of com-
pressed insulation batts or grouping of compressed 1nsula-
tion rolls on the takeotl conveyor 32 to form a trailing pack-
age tab 134 on that package. This completes the formation of
the package 200 on the takeoil conveyor and completely
encloses or envelops the stack of compressed insulation batts
or grouping of compressed insulation rolls within the pack-
age 200. In addition to simultaneously forming the leading
and trailing package tabs 132 and 134 on the two packages,
the transverse sealing unit 130 reduces the integrity or severs
the sheets 122 and 124 at the juncture of the leading and
trailing tabs of the packages so that the packages are or can
be easily separated.

The packaging station 30 may also include a banner
infeed system for inserting banners 142 intermediate the
stack of compressed insulation batts or grouping of com-
pressed 1nsulation rolls being packaged in the packaging unit
120 and the sheet 122 of packaging material. When the ban-
ner infeed system 1s being utilized to insert banners 142, the
sheet 122 would be sufficiently clear or translucent to enable
information on the banner to be read through the sheet 122.
The feed of the banners 142 would be intermittent and timed
to locate each banner 1n a desired location on the stack of
compressed 1nsulation batts or grouping of compressed 1nsu-
lation rolls being packaged in the packaging unit 120. The
sheets 122 and 124 are typically made of conventional pack-
aging sheet materials, such as, but not limited to polymeric
films, kraft paper, etc.

In the method of packaging unfolded and single-fold insu-
lation batts 202 with the insulation blanket-packaging
machine 20, the isulation blanket-packaging machine 20 1s
typically used to compress and package between 2 and 30
insulation batts 202. The operation of the insulation blanket-
packaging machine 20 to package compressed insulation
batts 202 will be described in connection with FIGS. 12 to
19. As shown schematically 1n FIG. 12, at the startup of a
packaging run, the launch frame assembly 50 1s in 1its
retracted position, the staging fork assembly 52 1s 1n its low-
ermost and retracted position, the lower compression con-
veyor 94 1s 1n 1ts retracted position, and the upper compres-
sion conveyor 96 1s 1n 1its retracted position. While all of
these machine components are in these positions, the upper
and lower metering conveyor assemblies 38 and 40 are oper-
ated through a first operating cycle to feed a first mnsulation
batt into the loading station 24. In this and each succeeding
operating cycle, once a single batt has been located on the
spaced apart conveyor belts 48 of the lower metering con-
veyor assembly 40 within the loading station 24, the stop
mechanisms 42 and 44 of the upper and lower metering
conveyor assemblies (not shown 1n FIGS. 12 to 19) are actu-
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ated to block the next succeeding insulation batt in the infeed
station from passing mnto the loading station. Concurrent
with the actuation of the stop mechanisms 42 and 44 to block
the next succeeding nsulation batt from being fed into the
loading station 24, the launch frame assembly 50 1s actuated
to operate through one operating cycle where the launch
frame assembly 50 reciprocates from its lowermost position
shown 1n FIG. 12 to 1ts uppermost position shown in FI1G. 13
and back to 1ts lowermost position shown m FIG. 12. The
movement of the launch frame assembly 50 into the lower
end of the transfer station 26 during its operating cycle
moves the first msulation batt from the loading station 24
into the transter station 26 where the shelf dog assemblies 70
support the first insulation batt. The metering conveyor
assemblies 38 and 40 and the launch frame assembly are
then alternately operated through their operating cycles to
successively feed 1nsulation batts into the loading station 24
one at a time and to then successively move each of the
insulation batts from the loading station 24 1nto the transfer
station 26. The alternate operation of the metering conveyor
assemblies 38 and 40 and the launch frame assembly 50 1s
continued until a stack of insulation batts, one less than the
desired for packaging, 1s formed 1n the transfer station 26,
which also functions as a batt-stacking chamber. When a
stack of insulation batts, one less than that desired for
packaging, has been formed in the transier station 26, the
metering conveyor assemblies 38 and 40 continue to operate
through their operating cycles to feed mnsulation batts 1nto
the loading station 24, but launch frame assembly 50 1s deac-
tivated for one operating cycle.

While the launch frame assembly 50 1s deactivated for the
one operating cycle, the staging fork assembly 52 1s actuated
to begin one of its operating cycles. At the beginning of its
operating cycle and while the carriage 104 and support
prongs 106 for the staging fork assembly are 1n the lower-
most positions, the carriage 104 1s extended to extend the
support prongs 106 of the staging fork assembly horizontally
into the loading station between the conveyor belts 48 of the
lower metering conveyor assembly 40 as shown schemati-
cally 1 solid line 1n FIG. 14. As shown in phantom line 1n
FIG. 14, once the support prongs 106 are fully extended, the
carriage 108 1s actuated to move the carriage 104 with the
extended support prongs 106 up through the loading station
24, through the transfer station 26, and into the compression
station 28. This movement of the carriage 104 and the
extended support prongs 106 moves the insulation batt
present 1n the loading station up into the transfer station to
complete the formation of the stack of insulation batts in the
transier station and moves the completed stack of insulation
batts from the transfer station into the compression station.
Once the carniage 104 and support prongs 106 of the staging
fork assembly 52 have cleared the loading station 24, the
launch frame assembly 50 1s reactivated and cooperates with
the metering conveyor assemblies 38 and 40 as the assem-
blies operate through their operating cycles to begin the for-
mation of the next succeeding stack of insulation batts in the
transier station 26.

Once the carriage 104 and extended support prongs 106
are 1n their uppermost positions in the compression station
28, the lower compression conveyor 96 1s moved horizon-
tally from 1ts retracted position, shown i FIG. 14, to its
extended position, shown i FIG. 15. With the lower com-
pression conveyor 96 1n its extended position where the
lower compression conveyor 96 forms the lower wall of the
compression station’s compression chamber 92, the carrnage
104 and support prongs 106 of the staging fork assembly are
retracted horizontally to their retracted positions as shown in
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phantom line 1n FIG. 16. This movement transiers the stack
of insulation batts, moved into the compression station by
the staging fork assembly, from the staging fork assembly 52
to the lower compression conveyor 96. The retracted car-
riage 104 and support prongs 106 of the staging fork assem-
bly are then returned to their mitial lowermost retracted posi-
tion as shown in solid line 1 FIG. 16. While the retracted
carriage 104 and support prongs 106 of the staging fork
assembly are being returned to their mitial lowermost
retracted positions shown in FIGS 16, the metering conveyor
assemblies 38 and 40 continue to cooperate with the launch
frame assembly 30 to form another stack of insulation batts
in the transfer station 26 and the upper compression con-
veyor 94 descends from 1ts uppermost position shown in
phantom line 1n FIG. 16 to a lowermost selected position
shown 1n solid line 1 FIG. 16 to compress the stack of
insulation batts 1n the compression station to a desired thick-
ness for packaging.

Once the upper compression conveyor 94 1s 1n 1ts lower-
most position, the upper and lower compression conveyors
94 and 96 are actuated to move the stack of compressed
insulation batts from the compression station 26 into the
packaging station 28 that 1s shown 1n FIG. 17 where the
stack of compressed insulation batts are recetved between
transier conveyors 112 and 114. As the upper and lower
compression conveyors 94 and 96 are discharging the stack
of compressed mnsulation batts into the packaging station 30
and once the selected number of insulation batts less one has
again been stacked in the transfer station 26, the launch
frame assembly 50 i1s deactivated for one of i1ts operating
cycles and another operating cycle of the staging fork assem-
bly 1s initiated by extending the support prongs 106 of the
staging fork assembly 1nto the loading station 24 as shown 1n
FIG. 18. Once the support prongs 106 of the staging fork
assembly are fully exerted, the carriage 108 of the staging
fork assembly 52 1s actuated to move the carriage 104 with
the extended support prongs 106 up through the loading sta-
tion 24, through the transfer station 26, and into the com-
pression station 28. This movement of the carriage 104 and
the support prongs 106 moves the insulation batt present in
the loading station up into the transier station to complete
the formation of the stack of insulation batts 1n the transier
station and moves the completed stack of insulation batts
from the transier station into the compression station. Once
the carriage 104 and support prongs 106 of the staging fork
assembly 52 have cleared the loading station 24, the launch
frame assembly 50 1s reactivated and cooperates with the
metering conveyor assemblies 38 and 40 as the assemblies
operate through their operating cycles to begin the formation
ol the next succeeding stack of insulation batts in the transfer

station 26.

As the carrniage 104 and the extended support prongs 106
of the staging fork assembly are being moved upward from
the loading station 24 through the transfer station 26 as
shown 1n FIG. 19, the upper and lower compression convey-
ors 94 and 96 of the compression station 28 are being
retracted as shown 1n FIG. 19 to their retracted positions to
permit the next stack of isulation batts to be moved 1nto the
compression station 28 by the staging fork assembly. At the
same time that the carriage 104 and extended support prongs
106 of the staging fork assembly are moving the next stack
of 1nsulation batts into the compression station 28 and the
upper and lower compression conveyors 94 and 96 are being
retracted, the first compressed stack of insulation batts 1s

being packaged in the packaging station 30 shown in FIG.
17.

Once the carriage 104 and extended support prongs 106 of
the staging fork assembly are again in their uppermost posi-
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tions 1n the compression station 28, the lower compression
conveyor 96 1s moved horizontally from 1ts retracted
position, shown 1n FIG. 14, to 1ts extended position, shown
in FIG. 15 and the packaging cycle of the insulation blanket-
packaging machine 20 just described 1s repeated. Thus, the
packaging process continues as a continuous operation with
the infeed of insulation batts into the loading station, the
transier ol insulation batts from the loading station into the
transfer station, the formation of a stack of insulation batts in
the transfer station, the compression of a previously formed
batt stack 1n the compression station, the envelopment of a
previously compressed stack of insulation batts within sheet
material 1n the packaging station to form a package, and the
removal of a package from the packaging station by the take-
off conveyor.

In the method of packaging insulation rolls 206 with the
insulation blanket-packaging machine 20, the insulation
blanket-packaging machine 20 1s typically used to compress
and package 1, 2 or 3 msulation rolls. When packaging 1nsu-
lation rolls with the insulation blanket-packaging machine
20, the launch frame assembly 50 1s deactivated. For 1llustra-
tive purposes, the operation of the msulation blanket-
packaging machine, when packaging a grouping of two
compressed insulation rolls 206 per package 200, will be
described in connection with FIGS. 12 to 19. As shown sche-
matically in FIG. 12, at the startup of a packaging run, the
launch frame assembly 50 1s 1n 1ts retracted position and 1s
deactivated, the staging fork assembly 52 1s in its lowermost
and retracted position, the lower compression conveyor 94 1s
in 1ts retracted position, and the upper compression conveyor
96 1s 1n 1ts retracted position. While all of these machine
components are in these positions, the upper and lower
metering conveyor assemblies 38 and 40 are operated
through a first operating cycle to feed a first grouping of two
insulation rolls into the loading station 24. In this and each
succeeding operating cycle, once a grouping of insulation
rolls has been located on the spaced apart conveyor belts of
the lower metering conveyor assembly 40 within the loading,
station 24, the stop mechanisms 42 and 44 of the upper and
lower metering conveyor assemblies (not shown 1n FIGS. 12
to 19) are actuated to block the next succeeding grouping of
insulation rolls in the infeed station from passing into the
loading station. Concurrent with the actuation of the stop
mechanism 42 and 44 to block the next succeeding grouping
of insulation rolls from being fed into the loading station 24,
the staging fork assembly 52 is actuated to being one of its
operating cycles. At the beginning of its operating cycle and
while the carriage 104 and support prongs 106 of the staging
fork assembly are in their lowermost positions, the carrnage
104 1s extended to extend the support prongs 102 of the
staging fork assembly horizontally into the loading station
between the conveyor belts 48 of the lower metering con-
veyor assembly 40 as shown schematically 1n solid line in
FIG. 14. As shown in phantom line 1 FIG. 14, once the
support prongs 102 of the staging fork assembly are fully
extended, the carriage 108 of the staging fork assembly 1s
actuated to move the carriage 104 with the extended support
prongs 106 up through the loading station 24, through the
transter station 26, and 1nto the compression station 28. This
movement of the carriage 104 and extended support prongs
106 of the staging fork assembly moves the grouping of
insulation rolls present 1n the loading station up through the
transier station into the compression station. Once the car-
riage 104 and extended support prongs 106 of the staging
fork assembly 52 have cleared the loading station 24, the
metering conveyor assemblies 38 and 40 are again operated
through an operating cycle to feed the next grouping of 1nsu-
lation rolls into the loading station.
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Once the carriage 104 and extended support prongs 106 of
the staging fork assembly are 1n their uppermost positions in
the compressions station 28, the lower compression con-
veyor 96 1s moved horizontally from 1ts retracted position,
shown 1n FI1G. 14, to its extended position, shown 1n FI1G. 15.
With the lower compression conveyor 96 in its extended
position, the lower compression conveyor 96 forms the
lower wall of the compression station’s compression cham-
ber 92. With the lower compression conveyor 96 extended,
the carriage 104 and support prongs 106 of the staging fork
assembly are retracted horizontally from the compression
station 28 into their retracted positions, as shown 1n phantom
line n FIG. 16, to transier the grouping of insulation rolls
from the staging fork assembly 52 to the lower compression
conveyor 96. The retracted carriage 104 and support prongs
106 of the staging fork assembly are then returned to their
initial lowermost retracted positions as shown in solid line 1n
FIG. 16. While the retracted carriage 104 and support prongs
102 of the staging fork assembly are being returned to their
initial lowermost retracted positions, the upper compression
conveyor 94 descends from its uppermost position shown 1n
phantom line 1n FIG. 16 to a lowermost selected position
shown 1n solid line 1n FIG. 16 to compress the grouping of
insulation rolls 1n the compression station to a desired thick-
ness for packaging.

Once the upper compression conveyor 94 1s 1n 1ts lower-
most position, the upper and lower compression conveyors
94 and 96 are actuated to move the grouping of compressed
insulation rolls from the compression station 26 into the
packaging station 30, shown in FIG. 17, where the grouping
of compressed nsulation rolls are recerved between transfer
conveyors 112 and 114. As the upper and lower compression
conveyors 94 and 96 are discharging the grouping of com-
pressed insulation rolls 1into the packaging station, the car-
riage 104 and support prongs 106 of the staging fork assem-
bly 52 are again extended into the loading station 24 as
shown 1n FIG. 18 as another operating cycle for the staging
fork assembly 52 1s initiated. Once the support prongs 106 of
the staging fork assembly are fully extended, the carriage
108 of the staging fork assembly 52 1s actuated to move the
carriage 104 with the extended support prongs 106 up
through the loading station 24, through the transfer station
26, and into the compression station 28. This movement of
the carriage 104 and support prongs 106 moves the grouping
of msulation rolls present in the loading station up into the
compression station. Once the carriage 104 and extended
prongs 106 of the staging fork assembly 52 have cleared the
loading station 24, the metering conveyor assemblies 38 and
40 feed the next succeeding grouping of insulation rolls 1n
the loading station 24.

As the carrniage 104 and the extended support prongs 106
of the staging fork assembly are being moved upward
through the transfer station as shown i FIG. 19, the upper
and lower compression conveyors 94 and 96 are being
retracted as shown 1n FIG. 19 to their retracted positions to
permit the next grouping of msulation rolls to be moved 1nto
the compression station 28 by the carriage and extended
support prongs 106 of the staging fork assembly. At the same
time as the carnage 104 and extended support prongs 106 of
the staging fork assembly are moving the next grouping of
insulation rolls into the compression station 28 and the upper
and lower compression conveyors are being retracted, the
first compressed grouping of insulation rolls 1s being pack-
aged 1n the packaging station 30.

Once the carriage 104 and extended support prongs 102
are again in their uppermost positions 1n the compression
station 28, the lower compression conveyor 96 1s moved
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horizontally from its retracted position, shown 1n FIG. 14, to
its extended position, shown 1n FIG. 15 and the packaging
cycle of the imsulation blanket-packaging machine 20 just
described 1s repeated. Thus, the packaging process continues
as a continuous operation with the mfeed of a grouping of
insulation rolls into the loading station, the transfer of a
grouping of insulation rolls from the loading station 1nto the
compression station, the compression of a grouping of 1nsu-
lation rolls 1n the compression station, the envelopment of a
previously compressed grouping of insulation rolls within
sheet material in the packaging station to form a package,
and the removal of a package from the packaging station by
the takeoil conveyor 32.

In describing the invention, certain embodiments have
been used to illustrate the invention and the practices
thereol. However, the mvention 1s not limited to these spe-
cific embodiments as other embodiments and modifications
within the spirit of the invention will readily occur to those
skilled 1n the art on reading this specification. Thus, the
invention 1s not intended to be limited to the specific
embodiments disclosed, but 1s to be limited only by the
claims appended hereto.

What 1s claimed 1s:

1. An 1nsulation blanket-packaging machine, comprising:

an 1sulation blanket loading station for successively
receiving insulation blankets; the insulation blankets
cach having a length and a width that define major sur-
faces of the insulation blanket and a thickness; the 1insu-

lation blankets each being compressible;

an 1nsulation blanket transfer station for successively
receiving msulation blankets from the insulation blan-
ket loading station and vertically transferring the 1nsu-
lation blankets from the insulation blanket loading sta-
tion to an 1nsulation blanket compression station;

vertical msulation blanket moving means for successively
clevating groupings of one or more msulation blankets
at a time 1n a generally vertical direction from the 1nsu-
lation blanket loading station up through the nsulation
blanket transier station into the mnsulation blanket com-
pression station while simultaneously permitting 1nsu-
lation blankets to be fed 1nto the loading station;

the insulation blanket compression station comprising
upper and lower compression conveyors for succes-
stvely recerving there between the groupings of one or
more insulation blankets moved from the insulation
blanket loading station through the insulation blanket
transier station into the insulation blanket compression
station by the vertical msulation blanket moving
means; the upper and lower compression conveyors
being movable relative to each other for successively
compressing each grouping of one or more msulation
blankets located intermediate the upper and lower com-
pression conveyors to successively form groupings of
one or more compressed insulation blankets; the upper
and lower compression conveyors being operable to
successively move each grouping of one or more com-
pressed msulation blankets from the 1nsulation blanket
compression station nto an insulation blanket packag-
ing station; and

the insulation blanket packaging station comprising
means for successively enveloping each grouping of
one or more compressed insulation blankets fed from
the insulation blanket compression station into the 1mnsu-
lation blanket packaging station within sheet material
to successively form packages of each grouping of one
or more compressed isulation blankets fed from the
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insulation blanket compression station into the insula-
tion blanket packaging station.

2. The msulation blanket-packaging machine according to

claim 1, wherein:

the insulation blanket loading station is for receiving 1nsu-
lation blankets in the form of unfolded or single-fold
insulation batts:

the insulation blanket transfer station and the vertical
insulation blanket moving means are for moving each
grouping of one or more unfolded or single-fold 1nsula-
tion batts from the insulation blanket loading station
into the isulation blanket compression station with the
major surfaces of the one or more unfolded or single-
fold batts 1n each grouping oriented to lie 1n planes
parallel to planes of compressing surfaces of the com-
pression conveyors of the compression station;

the compressing conveyors are for compressing the one or
more unfolded or single-fold batts 1n each grouping 1n a
direction perpendicular to the thicknesses of the one or
more uniolded or single-fold batts 1n each grouping to
form each grouping of one or more uniolded or single-
fold insulation batts into a grouping of one or more
compressed unfolded or single-fold insulation batts;
and

the vertical insulation blanket moving means comprising
reciprocating nsulation blanket supporting and elevat-
ing means that reciprocates from a retracted position to
an extended position 1n the msulation blanket loading
station for successively engaging and elevating group-
ings ol one or more insulation blankets from the 1nsula-
tion blanket loading station through the insulation blan-
ket transfer station into the insulation blanket
compression station and back to the retracted position
while 1n the insulation blanket compression station with
the reciprocating insulation blanket supporting and

clevating means being retracted as the lower compres-
sion conveyor of the insulation blanket compression
station advances to successively transter the groupings
of one or more msulation blankets from the reciprocat-
ing insulation blanket support and elevating means to
the lower compression conveyor of the insulation blan-
ket compression station for the successive compression
of the groupings of one or more 1nsulation blankets 1n
the compression station.

3. The msulation blanket-packaging machine according to

claim 1, wherein:

the msulation blanket loading station 1s for recerving 1nsu-
lation blankets 1 groupings of one or more spiral
wound rolls of isulation blanket having a generally
round shape;

the insulation blanket transfer station and the vertical
insulation blanket moving means are for moving each
grouping ol one or more spiral wound rolls of 1nsula-
tion blanket from the mnsulation blanket loading station
into the insulation blanket compression station with
central axes of the one or more spiral wound rolls of
insulation blanket 1n each grouping being oriented to lie
in planes parallel to planes of compressing surfaces of
the compression conveyors of the compression station;

the compressing conveyors are for compressing the one or
more spiral wound rolls of 1nsulation blanket 1n each
grouping in a direction perpendicular to the central axes
of the one or more spiral wound rolls of insulation blan-
ket 1n each grouping to form each grouping of one or
more spiral wound rolls of insulation blanket into a
grouping ol one or more compressed spiral wound rolls
of msulation blanket having a generally flat oval shape;
and
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the vertical insulation blanket moving means comprising
reciprocating insulation blanket supporting and elevat-
ing means that reciprocates from a retracted position to
an extended position in the insulation blanket loading
station for successively engaging and elevating group-
ings ol one or more insulation blankets from the 1nsula-
tion blanket loading station through the msulation blan-
ket transfer station into the insulation blanket
compression station and back to the retracted position
while 1n the 1nsulation blanket compression station with
the reciprocating insulation blanket supporting and
clevating means being retracted as the lower compres-
sion conveyor of the insulation blanket compression
station advances to successively transfer the groupings
of one or more 1nsulation blankets from the reciprocat-
ing insulation blanket support and elevating means to
the lower compression conveyor of the msulation blan-
ket compression station for the successive compression
of the groupings of one or more 1nsulation blankets 1n
the compression station.

4. An msulation blanket-packaging machine, comprising:

a batt loading station for receiving batts; the batts each
having a length and a width that define major surfaces
of the batt and a thickness; the batts each being com-

pressible 1n a direction generally perpendicular to the
thickness of the batt;

a transier and batt-stacking station for receiving batts
from the batt loading station;

vertical batt moving means for successively moving batts
in a generally vertical direction from the batt loading
station into the transier and batt-stacking station;

means 1n the transfer and batt-stacking station for succes-
stvely forming batt stacks of vertically stacked batts
from batts successively moved into the transfer and
batt-stacking station from the batt loading station;

a batt stack compression station for successively recerving,
batt stacks from the transier and batt-stacking station;
and

vertical batt stack moving means for successively moving
batt stacks in a generally vertical direction from the
transier and batt-stacking station into the batt compres-
s10n station;

the vertical batt moving means successively moving batts
from the batt loading station into the transfer and batt-
stacking station until a first selected number of batts,
that 1s one less than a second selected number of batts
to be formed 1nto the batt stack in the transfer and batt-
stacking station, has been moved into the transfer and
batt-stacking station; the vertical batt moving means
being deactivated once the first selected number of batts
has been moved into the transter and batt-stacking sta-
tion; the vertical batt stacking moving means being
activated to move a single batt from the batt loading
station into the transier and batt-stacking station to
complete the formation of the batt stack 1n the transfer
and batt-stacking and move the batt stack thus formed
from the transfer and batt-stacking station into the batt
compression station when the vertical batt moving
means 1s deactivated; and the vertical batt moving
means being reactivated to again successively move
batts from the batt loading station into the transfer and
batt-stacking station once the vertical batt moving
means has moved the single batt into the transfer and
batt-stacking station from the batt loading station to
complete the formation of the batt stack 1n the transfer
and batt-stacking station;
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the batt compression station comprising upper and lower
compression conveyors for successively recerving there
between batt stacks fed from the transfer and batt-
stacking station into the batt compression station; the
upper and lower compression conveyors being movable
relative to each other for successively compressing batt
stacks located intermediate the upper and lower com-
pression conveyors 1n a direction perpendicular to the
thicknesses of the batts 1n the batt stacks to successively
form compressed batt stacks; the upper and lower com-
pression conveyors being operable to successively
move the compressed batt stack from the batt compres-
sion station into a batt packaging station; and

the batt packaging station comprising means for succes-
stvely enveloping compressed batt stacks successively
fed from the batt compression station into the batt pack-
aging station within sheet material to successively form
packages of the compressed batt stacks fed from the
batt compression station into the batt packaging station.
5. The msulation blanket-packaging machine according to

claim 4, including:

means for successively feeding batts into the batt loading
station; and

means for successively removing packages from the batt
packaging station.
6. The mnsulation blanket-packaging machine according to

claim 4, wherein:

the vertical batt moving means for successively moving
batts 1n a generally vertical direction from the batt load-
ing station mnto the transter and batt-stacking station
elevates the batts:

the vertical batt stack moving means for moving the suc-
cessively formed batt stacks from the transfer and batt-
stacking station into the batt compression station
elevates the batt stacks; and

the compression conveyors are operative to move the
compressed batt stacks 1n a generally horizontal direc-
tion 1nto the batt packaging station.

7. The msulation blanket-packaging machine according to

claim 4, wherein:

the vertical batt moving means for successively moving
batts 1n a generally vertical direction from the batt load-
ing station into the transfer and batt-stacking station is a
reciprocating launch frame that reciprocates between a
retracted position for permitting batts to be succes-
stvely fed into the batt loading station and an extended
position for successively feeding the batts from the batt
loading station into a batt-stacking chamber of the
transier and batt-stacking station.

8. The msulation blanket-packaging machine according to

claim 4, wherein:

the vertical batt moving means for successively moving
batts 1n a generally vertical direction from the batt load-
ing station into the transfer and batt-stacking station is a
reciprocating launch frame that reciprocates between a
retracted position for permitting batts to be succes-
stvely fed into the batt loading station and an extended
position for successively elevating and feeding the batts
from the batt loading station into a batt-stacking cham-
ber of the transter and batt-stacking station; and

the batt-stacking chamber of the transier and batt-stacking
station 1ncludes means for retaining the batts succes-
stvely Ted into the batt-stacking chamber of the transfer
batt-stacking station stacked and elevated above the
batt loading station until the vertical batt stack moving
means for vertically moving the successively formed
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batt stacks from the transfer and batt-stacking station
into the batt compression station moves the succes-
stvely formed batt stacks into the batt compression sta-
tion.

22

between a retracted position for permitting the batts to
be successively fed into the batt loading station and an
extended position for successively elevating and feed-
ing the batts from the batt loading station into a batt-

stacking chamber of the transfer and batt-stacking sta-
tion;

9. The 1nsulation blanket-packaging machine according to 5
claim 4, wherein:

the vertical batt moving means for successively moving a batt stack compression station for successively receiving

batts 1n a generally vertical direction from the batt load-
ing station into the transfer and batt-stacking station is a

compression chamber of the batt compression station.

batt stacks from the transfer and batt-stacking station;

vertical batt stack moving means for successively moving

reciprocating launch frame that reciprocates between a 19 batt stacks in a generally vertical direction from the
retracted position for permitting batts to be succes- transfer and batt-stacking station into the batt compres-
stvely fed into the batt loading station and an extended sion station;
position for successively elevating and ieeding the batts the batt-stacking chamber of the transfer and batt-stacking
from the batt loading station into a batt-‘stackmg cham- station comprising means for successively forming batt
ber of the transfer and batt-stacking station; and . stacks of vertically stacked batts from batts succes-

the batt-stacking chamber of the transfer and batt-stacking sively moved into the transfer and batt-stacking station
station includes means for retaining the batts succes- from the batt loading station that includes means for
stvely fed 1nto the batt-stacking chamber of the transfer retaining the batts successively fed into the batt-
and batt-stacking station stacked and elevated above the stacking chamber of the transfer and batt-stacking sta-
batt loading station until the vertical batt stack moving " tion stacked and elevated above the batt loading station
means for vertically moving the successively formed until the vertical batt stack moving means for vertically
batt stacks from the transfer and batt-stacking station moving the successively formed batt stacks from the
into the batt compression station moves the succes- transier and batt-stacking station into the batt compres-
sively formed batt stacks into the batt compression sta- sion station moves the successively formed batt stacks
tion; and > into the batt compression station;

the vertical batt stack moving means tfor vertically moving the batt compression station comprising upper and lower
the successively formed batt stacks from the transfer compression conveyors for successively receiving there
and batt-stacking station into the batt compression sta- between batt stacks fed from the transfer and batt-
tion comprises reciprocating batt stack supporting and 10 stacking station into the batt compression station; the
elevating means that reciprocates from a retracted posi- upper and lower compression conveyors being movable
tion for permitting the batts to be successively ted from relative to each other for successively compressing batt
the batt loading station 1nto the batt-stacking chamber stacks located intermediate the upper and lower com-
of the transfer and batt-stacking station by the vertical pression conveyors in a direction perpendicular to the
batt moving means during the formation of each batt 15 thicknesses of the batts 1n the batt stacks to successively
stack 1n the transfer and batt-stacking station to an form compressed batt stacks; the upper and lower com-
extended position for moving the single batt from the pression conveyors being operable to successively
batt loading station into the transier and batt-stacking move the compressed batt stacks from the batt com-
station to complete the formation of each batt stack 1n pression station into a batt packaging station;
the transfer and batt-stacking statifm and for supportiqg 40  the vertical batt stack moving means for vertically moving,
the batt stack thus formed while the batt stack i1s the successively formed batt stacks from the transfer
elevated within the batt-stacking chamber irom the and batt-stacking station into the batt compression sta-
transfer and batt-stacking station into the batt compres- tion comprises reciprocating batt stack supporting and
ston station and back to the retracted position while 1n elevated means that reciprocates from a retracted posi-
the batt compression station with the reciprocating batt tion for permitting the batts to be successively fed from
stack supporting and elevating means being retracted as the batt loading station into the batt-stacking chamber
the lower compression conveyor of the batt compres- of the transfer and batt-stacking station by the vertical
ston station advances to transfer the batt stack from the batt moving means during the formation of each batt
reciprocating batt stack support and elevating means to stack in the transfer and batt-stacking station to an
the lower compression conveyor for compression in a extended position for moving the single batt from the

batt loading station into the transier and batt-stacking

10. An sulation blanket-packaging machine, compris- station to complete the formation of each batt stack 1n

ng: the transier and batt-stacking station and for supporting
a batt loading station for receiving batts; the batts each the batt stack thus formed while the batt stack 1s

having a length and a width that define major surtaces

55 clevated within the batt-stacking chamber from the
of the batt and a thickness; the batts each being com- transfer and batt-stacking station into the batt compres-
pressible 1n a direction generally perpendicular to the ston station and back to the retracted position while 1n
thickness of the batt; the batt compression station with the reciprocating batt

a transier and batt-stacking station for receirving batts stack supporting and elevating means being retracted as
from the batt loading station; 60 the lower compression conveyor ol the batt compres-

vertical batt moving means for Successively mgving batts sion station advances to transfer the batt stack from the
in a generally vertical direction from the batt loading reciprocating batt stack support and elevating means to
station 1nto the transfer and batt-stacking station; the the lower compression conveyor for compression 1n a
vertical batt moving means for successively moving compression chamber of the batt compression station;
batts 1n a generally vertical direction from the batt load- 65 and

ing station into the transfer and batt-stacking station
being a reciprocating launch frame that reciprocates

the batt packaging station comprising means for succes-

stvely enveloping compressed batt stacks successively
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fed from the batt compression station into the batt pack-
aging station within sheet material to successively form
packages of the compressed batt stacks fed from the
batt compression station into the batt packaging station;
the means for successively enveloping compressed batt
stacks comprising a means for feeding a first sheet of
packaging material over the compressed batt stacks
successively fed from the batt compression station into
the batt packaging station; a means for feeding a second
sheet of packaging material beneath the compressed
batt stacks successively fed from the batt compression
station 1nto the batt packaging station; and means for
sealing lateral edges of the sheets of packaging material
together, for transversely sealing portions of the sheets
of packaging material together intermediate the succes-
stve compressed batt stacks fed from the batt compres-
sion station, and for transversely serving the sheets of
packaging material mtermediate the successive com-
pressed batt stacks fed from the batt compression sta-
tion to successively encapsulate the compressed batt
stacks to form the packages.

11. The 1nsulation blanket-packaging machine according

to claim 10, wherein:

the batt packaging station includes means for successively
depositing banners intermediate one the sheets of pack-
aging material and the compressed batt stacks succes-
stvely fed from the batt compression station; and the
packaging material 1s sufficiently clear to view the ban-
ner through the packaging matenial.

12. The insulation blanket-packaging machine according

to claim 10, wherein:

the means for retaining the batts successively fed into the
batt-stacking chamber of the transfer and batt-stacking
station stacked and elevated above the loading station
until the means for vertically moving the successively
formed batt stacks from the transier and batt-stacking
station 1nto the batt compression station, moves the suc-
cessively formed batt stacks into the batt compression
station, comprises a series of opposed retaining mecha-
nisms adjacent a bottom end of the batt-stacking cham-
ber that each include a pivotally mounted support ele-
ment that pivots between an extended position where an
upper surface of the support element projects out nto
the batt-stacking chamber to engage an underside of
and support a batt within the batt-stacking chamber and
a retracted position where a batt can be fed into the
batt-stacking chamber by the launch frame of the batt
loading station; the support element being moved to the
retracted position by a batt being fed into the batt-
stacking chamber from the batt loading station by the
launch frame of the batt loading station; and the retain-
ing mechanism including means for urging the support
clement 1nto the extended position after a batt 1s moved
past the upper surface of the support element to place
the support element 1n the extended batt supporting
position.

13. An msulation blanket-packaging machine, compris-

ng:

a batt loading station for receiving batts: the batts each
having a length and a width that define major surfaces
of the batt and a thickness; the batts each being com-
pressible 1n a direction generally perpendicular to the

thickness of the batt;

a transier and batt-stacking station for receirving batts
from the batt loading station;

vertical batt moving means for successively moving batts
in a generally vertical direction from the batt loading
station 1nto the transter and batt-stacking station;
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means 1n the transfer and batt-stacking station for succes-
stvely forming batt stacks of vertically stacked batts
from batts successively moved into the transfer and
batt-stacking station from the batt loading station;

a batt stack compression station for successively receiving
batt stacks from the transier and batt-stacking station;

vertical batt stack moving means for successively moving
batt stacks in a generally vertical direction from the
transier and batt-stacking station into the batt compres-
s1on station;

the batt compression station comprising upper and lower
compression conveyors for successively recerving there
between batt stacks fed from the transier and batt-
stacking station into the batt compression station; the
upper and lower compression conveyors being movable
relative to each other for successively compressing batt
stacks located intermediate the upper and lower com-
pression conveyors 1n a direction perpendicular to the
thicknesses of the batts 1n the batt stacks to successively
form compressed batt stacks; the upper and lower com-
pression conveyors being operable to successively
move the compressed batt stacks from the batt com-
pression station mto a batt packaging station; and

the batt packaging station comprising means for succes-
stvely enveloping compressed batt stacks successively
fed from the batt compression station into the batt pack-
aging station within sheet material to successively form
packages of the compressed batt stacks fed from the
batt compression station into the batt packaging station;
the means for successively enveloping compressed batt
stacks comprising a means for feeding a first sheet of
packaging material over the compressed batt stacks
successively fed from the batt compression station nto
the batt packaging station; a means for feeding a second
sheet of packaging material beneath the compressed
batt stacks successively fed from the batt compression
station 1nto the batt packaging station; and means for
sealing lateral edges of the sheets of packaging material
together, for transversely sealing portions of the sheets
of packaging material together intermediate the succes-
stve compressed batt stacks fed from the batt compres-
sion station, and for transversely severing the sheets of
packaging material intermediate the successive com-
pressed batt stacks fed from the batt compression sta-
tion to successively encapsulate the compressed batt
stacks to form the packages.

14. The msulation blanket-packaging machine according

to claim 13, wherein:

the packaging station includes means for successively
depositing banners intermediate one the sheets of pack-
aging material and the compressed batt stacks succes-
stvely fed from the batt compression station; and the
packaging material 1s suificiently clear to view the ban-
ner through the packaging material.

15. An insulation blanket-packaging machine, compris-

Ing:

an insulation blanket loading station for receiving com-
pressible insulation blankets;

an insulation blanket elevator for successively elevating
groupings of one ov movre insulation blankets at a time
in a generally vertical direction from the insulation
blanket loading station into an insulation blanket com-

pression station while simultaneously permitting insu-
lation blankets to be fed into the loading station;

the insulation blanket compression station comprising
upper and lower compression devices for successively



US RE40,380 E

25

receiving theve between the groupings of one orv more
insulation blankets moved from the insulation blanket
loading station into the insulation blanket compression
station by the insulation blanket elevator; the upper
and lower compression being movable velative to each
other for compressing each grouping of one ov more
insulation blankets located intevmediate the upper and
lower compression devices to form groupings of one or
movre compressed insulation blankets;

a transport mechanism operable to move each grouping of
one or more compressed insulation blankets from the
insulation blanket compression station into an insula-
tion blanket packaging station; and

the insulation blanket packaging station comprising a
package forming unit that encloses each grouping of
one or morve compressed insulation blankets fed from
the insulation blanket compression station into the
insulation blanket packaging station within sheet mate-
rial to successively form packages of each grouping of
one or move compressed insulation blankets.

16. The insulation blanket-packaging machine of claim
15, wherein said compression devices comprise upper and
lower conveyors that are movable relative to one another,
and which also form said transport mechanism.

17. The insulation blanket-packaging machine of claim
15, wherein said upper and lower conveyors form said trans-
port mechanism.

18. The insulation blanket-packaging machine of claim
15, wherein said elevator is located within a transfer station
in which a predetermined number of said insulation blankets

are successively stacked upon one another to form one of

said groupings, prior to being elevated to said compression

station.
19. An insulation blanket-packaging machine, compris-

Ing:
a batt loading station for rveceiving batts;

a transfer and batt-stacking station for receiving batts
from the batt loading station;
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to be formed into the batt stack in the transfer and
batt-stacking station, has been moved into the transfer
and batt-stacking station from the batt loading station,
said batt stacker being deactivated once the first
selected number of batts has been moved into the trans-
fer and batt-stacking station, and said elevator being
activated to move a single batt from the batt loading
station into the transfer and batt-stacking station to
complete the formation of the batt stack in the transfer
and batt-stacking station and elevate the batt stack thus
Jormed from the transfer and batt-stacking station into
the batt compression station; and the batt stacker being
reactivated to again successively move batts from the
batt loading station into the transfer and batt-stacking
station once the elevator has moved the single batt into
the transfer and batt-stacking station from the batt
loading station to complete the formation of the batt
stack in the transfer and batt-stacking station;

said batt compression station comprising upper and lower
compression devices for successively receiving thevebe-
tween batt stacks fed from the transfer and batt-
stacking station into the batt compression station; said
upper and lower compression devices being movable
relative to each other for successively compressing batt
stacks located intermediate the upper and lower com-
pression devices in a direction perpendicular to the
thicknesses of the batts in the batt stacks to successively
form compressed batt stacks; and

a batt packaging station that packages compressed batt
stacks successively fed from the batt compression sta-
tion to form packages of the compressed batt stacks fed
from the batt compression station into the batt packag-
Ing station.

20. The insulation blanket-packaging machine of claim
19, wherein said compression devices comprise upper and
lower conveyors that ave movable relative to one another.

21. The insulation blanket-packaging machine of claim
19, wherein said batt stacker comprises a rveciprocating
launch frame that rveciprocates between a retracted position

a batt stack compression station for successively receiving 40 for permitting the batts to be successively fed into the batt

batt stacks from the transfer and batt-stacking station;

a batt stacker and elevator for successively forming stacks
of vertically stacked batts by successively moving batts

from the batt loading station into the transfer and batt-
stacking station until a first selected number of batts,

that is one less than a second selected number of batts

45

loading station and an extended position for successively
elevating and feeding the batts from the batt loading station
into a batt-stacking chamber of the transfer and batt-
stacking station.
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