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This invention concerns a process for the pro 
duction of insulating panels, door panels, furni 
ture board and the like of the type which are 
?lled with sound or heat insulating materials 
and which are surfaced on both their wide faces 
with, for instance, wood veneers, plywood sheets 
or compressed sheets. 
The aim of the invention is to produce such 

panels in a simple and economical manner and 
to provide them with jointing ledges so that rigid 
panels are created which may be treated accord 
ing to the usual woodworking process, in which 
the surfacing material adheres satisfactorily onto 
the jointing ledges and the ?lling material, so 
that they will not come loose at their inner sides 
and do not blister. Moreover it is desired to use 
also as ?lling materials, glass-wool, slag-wool, 
stone-wool, peat mould and other inexpensive 
materials. 
According to the present invention a process 

for the manufacture of insulating panels, door 
panels, furniture board or the like which are 
?lled with a ?lling material, are surfaced on 
their two wide faces with suitable material char 
acterised in that jointing ledges to form the 
outer edges of the respective panel or board sides 
are, before the insertion of the ?lling material, 
laid on the lower panel side or surfacing, which 
is provided with a ?lm of glue or the like, the 
ledges, or edge strips, also forming, in combina 
tion with key strips inserted in vertical grooves 
therein the limiting transverse walls for the ?ll 
ing material, and that the upper sheets of sur 
facing material, also provided on their under 
side with a ?lm of glue, under pressure cause the 
key strips to enter the grooves completely, the 
?lling material being also compressed, both sur 
face sheets or panel sides being glued together 
at the jointing ledges. The ledges, which cor 
respond to the thickness of the completely com 
pressed layer of ?lling material, between the two 

I panel sides may each be half the ?nished dis 
tance between the panel sides, whereby the two 
sides are completely identical i. e. they both have 
a trapezoidal cross section with straight outer 
sides and oblique inner sides, their bases resting 
on the respective panel sides and the narrower 
inner sides being interrupted by longitudinal 
slots into each of which the respective ends of a 
narrow and upright key strip engages. Similar 
ly dowels can be glued on to the inner sides of 
the ledges as will be explained hereinafter. 
The invention will be described further with 

reference to the accompanying drawings in 
which: 
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,ends of the dowels l4. 

2 
Figs. 1 and 2 show respectively in partial cross 

section, a furniture panel before and after the 
pressing process, and 

Fig. 3 is an end view in section corresponding 
to Fig. 1. y 

A lower panel side 2 is laid on the ?oor of a 
press mould l capable of being heated if desired 
and is of any desired form, the upper face of 
which (Fig. 1), at least at the points at which 
ledges l1, H] are positioned, is provided with a 
?lm of glue or synthetic resin. The marginal 
ledge, or edge strip ll lying against the side wall 
of the mould i has a cross section of trapezoidal 
shape. Its upper face is interrupted by a deep 
longitudinal groove l9 and from the mouth of 
the longitudinal groove I9 is inclined away from 
the mould towards the inner space 22. Further 
ledges [0 are joined transversely to the marginal 
ledges I‘! at predetermined points, the cross sec 
tion of which ledges can be seen from Fig. 3 and 
which are provided with bores I2 for the recep 
tion of dowels l4. Triangular headings 25 of 
small cross section are laid transversely above 
the ledges Ill. Into the longitudinal grooves l9 
of the marginal ledges l1 glued on to panel side 
2 is inserted (Fig. 1) the lower longitudinal edge 
of a key strip 2| on the upper longitudinal edge 
,of which a second marginal ledge I8 is stuck 
with a corresponding longitudinal groove 20. In 
addition, upper ledges II are ?xed on the upper 

In this manner as is 
shown in Fig. 1 without the upper panel side [5 
being laid on-packing or ?lling material of any 
desired kind, for example, slag wool, is charged 
into the space 22 so that the inclined edges 23 
of the marginal ledges I’! and the key strip 2| 
form the lateral limitation of the space 22. If 
new the upper panel side I5 has spread on its 
lower face a ?lm of glue or synthetic resin and 
is pressed downwardly by means of a correspond~ 
ingly wide press die 24 until (Fig. 2) the surfaces, 
which are turned towards one another and pro 
vided with a glue ?lm at the marginal ledges l1, 
53, make contact with one another and the thin 
triangular headings 25 are partially crushed there 
is achieved a good and permanent connection of 
the panel sides or surfaces 2,‘ IS with one an 
other above the marginal ledges ", l8 and with 
the packing substance pressed together in a nar 
row space 22a. Moreover, the ledges [0, II with 
their dowels M and the triangular beadings 25 
glued thereto then give the panel itself a rigid 
support if packing materials are employed which 
are not compounded with a binding means. 

If the ?lling materials are mixed with a bind 
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ing agent it is possible to dispense with the ledges 
II}, II and their dowels M, as the ?lling mate 
rials containing the binding agent enable a suf 
ficiently ?rm and rigid connection with the 
panel sides or surfaces. In some cases the cor 
responding upper half £8 to the ledge IT can 
be dispensed with, if one makes the lower ledge 
ll so thick that at the end of the pressing op 
eration (pressing stroke) the lower side of the 
panel I5 comes to rest on the upper side of the 
ledge H, whereby obviously also the key strip 
2! must be pressed completely into the corre 
spondingly deep slot IQ of the lower ledge I ‘I. 
In this case also the inner inclined edge 23 of 
the glueing ledge ll forms together with the 
key strip 2! which projects over and above the 
slot Hi the inner limit of the space '22, when it 
is supplied with the incompressed ?lling mate 
rial before the upper cover plate 15 has been 
?tted. The inclined edge 23 has hereby a spe 
cial purpose because all the ?lling material 
banked up near the key strip 21 can slide to 
the inside on an inclined path on pressing and 
not disturb the pressing process. As soon as 
the glue or synthetic material has hardened in 
the pressing position (Fig. 2), the upper die 24 
of the press can ‘be pulled back and the com 
plete panel can be taken out of the mould. The 
panel is distinguished by stability and easy 
workability and is cheap in production, as the 
glueing edges around the panel can be ?tted 
by the simplest process in a single working step. 
Naturally, it is not necessary to provide all sides 
of the panel with ledges if one, as it is the case 
with numerous furniture panels, for instance 
only needs glueing ledges on two or three faces. 
The width of the ledges IT, 18 is so chosen that 
the glueing edge of the ledge is wide enough so 
that if necessary it can be subsequently further 
machined. The bore holes I2, [3, and the dow 
els 14 are preferably provided with glue in or 
der to achieve a ?rm connection of the parts 
with one another. Basically it is all the same 
whether the cover plates 2, 15 or the ledges I1, 
l8, l0, H are spread with glue. The ledges H 
or [8 may be produced as integral frames. 
What I claim is: 
l. A process for the manufacture of a panel 

member having filler material sandwiched be~ 
tween the panel faces and bounded by the panel 
edges, said process comprising the steps of 
spreading adhesive onto the inner surface of a 
panel. facing member and adjacent the edges 
thereof, then placing panel edge strips along 
said edges and against said adhesive-covered 
surface, each of said panel edge strips having an 
inclined face facing toward the interior of the 
panel member and also having a groove extend 
ing lengthwise of said edge strip substantially 
perpendicular to said inner surface having ad 
hesive thereon, then placing a key strip at the 
mouth of each of said grooves, each key strip 
and associated panel edge strip together pro 
viding a wall along the edge of the panel facing 
member with which they are associated, then 
placing compressible filler material in the space 
bounded by said walls, spreading adhesive ad 
jacent the edges of a second panel facing mem 
ber, then placing the surface of said second 
panel facing member having the adhesive there 
on against each key strip, and then pressing said 
second panel facing member toward the ?rst 
mentioned panel facing member to compress the 
filler material therebetween and simultaneously 
force each key strip into the groove of the panel 
edge strip with which said key strip is associ 
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4 
ated, the inclined faces on said panel edge strips 
urging the filler material toward the interior of 
the panel member. 

2. A process for the manufacture of a panel 
member having ?ller material sandwiched be 
tween the panel faces and bounded by the panel 
edges, said process comprising the steps of 
spreading adhesive onto opposite surfaces of 
each of a plurality of panel edge strips, placing 
an adhesive-covered surface of each of said panel 
edge strips against the inner surface of a panel 
facing member and adjacent the edges thereo 
of, each of said panel edge strips having an in 
clined face facing toward the interior of the 
panel member and also having a groove extend 
ing lengthwise of said edge strip substantially 
perpendicular to said inner surface of the panel 
facing member, then placing a key strip at the 
mouth of each of said grooves, each key strip 
and associated panel edge strip together pro 
viding a wall along the edge of the panel fac 
ing member with which they are associated, then 
placing compressible ?ller material in the space 
bounded by said wall, then placing the surface 
of a second panel facing member against each 
key strip adjacent the edges of said second panel 
facing member, and then pressing said ‘second 
panel facing member toward the ?rst-mentioned 
panel facing member to compress the ?ller ma 
terial therebetween and simultaneously force 
each key strip into the groove of the panel edge 
strip with which said key strip is associated, the 
inclined faces of said panel edge strips urging 
the ?ller material toward the interior of the 
panel member. 

3. A process for the manufacture of a panel 
member having filler material sandwiched be 
tween a pair of panel faces and bounded by the 
panel edges, said process comprising the steps 
of spreading adhesive onto the inner surface of 
each panel facing member adjacent the edges 
thereof, then placing panel edge strips along said 
edges and against the adhesive-covered surfaces 
of each of said pair of panel facing members, 
each of said panel edge strips having an inclined 
face facing toward the interior of the panel mem 
ber and also having a groove extending length 
wise thereof substantially perpendicular to the 
adhesive-covered inner surface with which said 
edge is associated, the respective edge strips and 
grooves associated with each panel facing mem 
ber being similarly disposed whereby they may 
be positioned in registry with and opposite each 
other, then placing a key strip at the mouth of 
each groove in each edge strip associated with 
one of said panel facing members, each key 
strip and associated panel edge strip together 
providing a wall along the edge of the panel 
facing member with which they are asso 
ciated, then placing compressible ?ller material 
in the space bounded by said walls, then posi 
tioning the other panel facing member in registry 
with an opposite the panel facing member hav 
ing the key strips associated therewith where 
by said key strips may enter the grooves in the 
edge strips associated with said second panel 
facing member, and then pressing said second 
panel facing member toward the ?rst-mentioned 
panel facing member to compress the ?ller ma 
terial therebetween and simultaneouly force each 
key strip into the panel edge groove associated 
therewith to provide a composite panel edge 
structure, the inclined faces on said panel edge 
strips urging the ?ller material toward the in 
terior of the panel member. 
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4. A process according to claim 3 in which re 
inforcing strips are placed across the inner sur 
face of the ?rst-mentioned panel facing mem 
ber prior to the adding of the compressible filler 
material, each of said reinforcing strips having 
a plurality of openings therein, placing dowels 
in the mouths of said openings, and simultane 
ously forcing said dowels into the openings in 
said reinforcing strips when the second panel 
facing member is pressed toward the ?rst-men 
tioned panel facing member. 

5. In a process for the manufacture of a panel 
member having ?ller material sandwiched be 
tween the panel faces and bounded by the panel 
edges, the method of forming a panel edge which 
comprises the steps of spreading adhesive onto 
the inner surface of the panel facing member 
adjacent an edge thereof, placing a panel edge 
strip along said edge and against said adhesive 
covered surface, said edge strip having an in- ~ 
clined fa-ce facing toward the interior of the panel 
member and also having a groove extending 
lengthwise of the edge strip substantially per 
pendicular to said adhesive-covered inner sur 
face, then placing a key strip at the mouth of 
said groove, spreading adhesive onto the inner 
surface of a second panel facing member ad 
jacent an edge thereof, then placing the adhesive 
covered surface of said second panel facing mem 
ber against said key strip, said respective edges 
of said panel facing members being of similar 
size and shape whereby they may be positioned 
in substantial registry, and then pressing said 
second panel facing member toward the first 
panel facing member to force said key strip into 
the panel edge strip groove until said strip is 
fully seated in said groove and the adhesive 
covered inner surface of said second panel facing 
member is pressed into contact with said edge 
strip. 

6. In a process for the manufacture of a panel 
member having filler material sandwiched be 
tween the panel faces and bounded by the panel 
edges, the method of forming a panel edge which 
comprises the steps of spreading adhesive onto 
opposite surfaces of an edge strip, placing an 
adhesive-covered surface of said edge strip 
against the inner surface of a ?rst panel facing 
member and adjacent an edge thereof, said edge 
strip having an inclined face facing toward the 
interior of the panel member and also having 
a groove extending lengthwise of said edge strip 
substantially perpendicular to said inner surface 
of the panel facing member, then placing a key 
strip at the mouth of said groove, then placing 
the inner surface of a second panel facing mem 
ber against said key strip adjacent an edge of 
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6 
said second panel facing member, said respec 
tive edges of said panel facing members being of 
similar size and shape whereby they may be 
positioned in substantial registry, and then press 
ing said second panel facing member toward the 
?rst panel facing member to force said key strip 
into the panel edge strip groove until said strip 
is fully seated in said groove and said second 
panel facing member is pressed into contact with 
an adhesive-covered surface of said edge strip. 

7. In a process for the manufacture of a panel 
member having ?ller material sandwiched be 
tween a pair of panel faces and bounded by the 
panel edges, the method of forming a panel edge 
which comprises the steps of spreading adhesive 
onto the inner surface of each of said panel fac 
ing members adjacent an edge of each of said 
members, said edges being of similar size and 
shape whereby they may be positioned in sub 
stantial registry, then placing an edge strip 
against each adhesive-covered surface and along 
each panel facing member edge, each of said 
panel edge strips having an inclined face facing 
toward the interior of the panel member and also 
having a groove extending lengthwise of said 
edge strip substantially perpendicular to the ad 
hesive-covered surface against which said edge 
strip is placed, said respective edge strips and 
grooves associated with said panel facing mem 
bers being similarly disposed whereby they may 
be positioned in registry with and opposite each 
other, then placing a strip at the mouth of the 
groove in the edge strip associated with one of 
said panel facing members, then positioning the 
other panel facing member opposite the first 
mentioned panel facing member so that the key 
strip may enter the groove in the edge strip asso 
ciated with said second panel facing member, 
and then pressing said second panel facing mem 
ber toward the ?rst-mentioned panel facing 
member to force said key strip into seated posi 
tion in each of said grooves and bring said edge 
strips in contact with each other to provide a 
composite panel edge strip. 
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