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4.3 UNSUPRORTED SHEETING

Two-,three-,or four-roll calenders are used
for the production of sheeting containing no
textile fabric reinforcement, different con-

figurations of the rolls being possible®.

For precision gauge control, a sheet is

produced in a first nip, and this is then fed
round a roll to a second nip®. The second
nip gives either less blistering or a thicker
sheet for the same amount of bliétering.
The quality of sheeting is more dependent
upon the quality of the feed than on any fac-
tor other than the temperature of the calen-
der rolls®. Occasionally, three nips are
used for calendering, i.e. a four-roll calen-
der is used, but one or two nips are more
common, The increasing number of nips en-
sures an increasing quality of feed to the fol-
lowing nip, but it is rare to have more than
two nips, the second producing the gauge,
whilst the first meters a correct feed of com-
pound to the second nip®. Cross-axis or roll
bending is needed on each nip if optimisa-
tion of gauge control is needed.

The compound produced may be calen-
dered into a liner, or on to a belt (allowing
some or no relaxation)®, or it can be taken
on to cooling drums which set the com-
pound prior to wrapping it in a liner. Most
compounds are interleaved with a liner be-
cause their natural tack makes them insepa-
rable if two wraps of compound touch each

other. Sometimes they are powder dusted

or are treated with a liquid antitack.

In producing a éood—quality calendered
sheet, the running speed is often a critical
factor. Generally, the slower the running
speed, the better the sheeting quality; the
ultimate compromise usually becomes one of
plant limitations or economics®.

Whilst some co/mpounds stick to the
hotter roll and others to the cooler, there
are particular compounds which will not ad-
here preferentially to either. Under these
conditions, a change in the relative roll
speeds may achieve what a change in tem-
perature fails to achieve. For example, if
there is a friction ratio of say 1. 05 : 1, the
compound will adhere to one roll.

- In addition to its use for producing un-
supported sheeting, the calender is used for
coating textile fabrics, and these processes

are described in Sections 5. 4 and 5. 5.
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There is a partial back-shrinking, due
to cooling, of the swelling, which takes
place at the exit from the die-bar.
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