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The present invention relates to a method of bonding 
a sheet material to one or more lateral wall or surfaces 
of a compressed material or workpiece in which, due to 
the fact that this material iscompressed in only one direc 
tion upon its opposite outer surfaces, the compressive 
strength of the inner parts thereof is lower than that of 
the parts in the vicinity of these outer surfaces. The in 
vention further relates to suitable compression molds for 
carrying out the new method. 

Because of this difference in the compressive strength 
of the lateral edge portions of such compressed materials 
or workpieces it has, prior to this invention, been very 
difficult to secure a coating of sheet material on the sur 
face thereof in such a manner that it would remain inti 
mately connected thereto regardless of the conditions and 
stresses to which the workpiece might be subsequently 
subjected. For this reason it has also in the past been 
impossible to employ the method of bonding a thermo 
plastic sheet material under heat and pressure to such sur 
faces since this method requires the base, for example, of 
chipboard or a similar compressed material, to be su?i 
ciently solid to produce the necessary back pressure so 
that the liquid plastic of the sheet material can penetrate 
into the surface of the base and will be intimately and per 
manently connected thereto when cured and hardened. 
It has therefore in the past been necessary to resort to 
different methods of gluing or cementing strips of sheet 
material to such surfaces. The connection produced by 
any of these methods has, however, the same disadvantage 
as that of any glued joint in that there is no direct or 
positive interlocking engagement between the sheet ma 
terial and the workpiece and that the glued joint may not 
last if the workpiece is later exposed to higher tempera 
tures or subjected to considerable mechanical stresses. 
If the coating should consist of a decorative laminated 
sheet material which is very expensive, such a material re 
quires a supporting base which, in turn, is glued upon the 
workpiece. If such a material is used for coating the 
lateral of a workpiece, it is unavoidable that the brown 
supporting base will also be visible. Furthermore, it is 
very di?icult to remove the excess edge portions or burrs 
of such laminated sheet material. Sheets of polymerized 
plastic, on the other hand, have the additional disadvan 
tage that they become electrostatically charged and con 
sequently attract dust and dirt. Also the surface ?nish 
of such sheet materials is rather soft and easily marred. 
Finally, since—at least prior to this invention—the inner 
or central parts of the edge portion to be coated had a 
lower compressive strength than the outer surfaces, the 
sheet material could not even be glued upon the sur 
face as securely as desired and its adhesion was consider 
ably lower at the areas of a lower compressive strength 
than at those more highly compressed. Although the 
present invention may also be applied for considerably 
improving a glued joint between a sheet material of any 
kind with the lateral surfaces of a compressed material 
or workpiece, it is the principal object of the invention to 
coat these surfaces with a sheet material which consists of 
or is impregnated with a thermosetting plastic and to 
carry out the coating process by ?rst applying the sheet 
material in an only partly condensed condition upon the 
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parts to be coated and by then molding it upon these parts 
under heat and pressure in a manner so that the originally 
insu?iciently compressed inner parts of the edge portion 
will be compressed to a solidity substantially equal to that 
of the outer parts, and so that the synthetic resin in the 
sheet material will ?ow uniformly and combine during its 
?nal condensation with the material of the workpiece and 
the coated edge portions which are ?nally attained have 
a smooth non-porous surface of a considerable solidity. 
The most important feature of the present invention 

a feature which may also be applied in a similar manner 
in gluing or cementing a sheet material to the lateral 
surfaces of a workpiece-—-therefore consists in applying 
the sheet material under pressure upon the surface by 
means of a pressure tool which is designed so as to act 
upon the inner or central parts of the edge portion more 
strongly than upon the outer parts and thus to compress 
these inner parts to a solidity and compressive strength 
substantially equal to those of the outer parts. The same 
effect may, according to the invention, also be attained by 
machining the edge portion so that the inner less com 
pressed parts thereof project outwardly and by then ap 
plying the sheet material on the surface thereof under such 
a pressure that these projecting parts are compressed to 
substantially the same compressive strength as the outer 
parts. Since the thermosetting sheet material is at the 
same time heated to the proper temperature, the synthetic \ 
resin thereof will melt and penetrate uniformly into the 
edge portion of the workpiece so that after being cured 
completely it will permanently lock the coating strip to 
the surface. 
The lateral surfaces of the workpiece which are to be 

coated do not have to be plane, but they may also be of 
an uneven, for example, angular shape. The plastic strip 
is then preferably premolded under heat to the required 
shape without, however, being ?nally condensed. The 
pre-molded strip is then applied upon the uneven or angu 
lar surface and molded thereon under heat and pressure 
in the manner as previously described so that the inner 
edge portions will at the same time be compressed to a 
solidity substantially equal to that of the outer parts there 
of. In order to exert the pressure in the proper direction 
upon the uneven edge portion, one or more punches of a 
shape in accordance with the edge portion may then be 
pressed in an inclined direction upon the plastic strip. 

Another important feature of the new molding method 
is the simple manner in which the excess parts of the 
plastic strip which are not secured to the lateral surface 
of the workpiece may be removed. Since during the 
molding process these excess parts are heated but not 
compressed, they are not condensed and therefore become 
extremely brittle. They may then be removed without 
dif?culty, without leaving any rough edges on the plastic 
strip, and possibly even without showing any edges. 
Thus, for example, if the lateral surfaces of a plastic~ 
coated chipboard or the like is coated with plastic strips of 
the same color or design as that of the plastic sheets on 
the outer surfaces of the chipboard, the edges of the plas 
tic strips will combine with those of the plastic sheets and 
will be practically invisible. The ?nally coated board will 
then appear to consist entirely of plastic or to be em 
bedded completely in a continuous layer of plastic. This 
feature constitutes a considerable advantage over the diffi 
cult and precarious process of trimming these excess parts 
off a glued coating strip and of subsequently ?nishing the 
edges of this strip by burring, sand papering, or the like. 
Such glued coating stirps can also never be combined 
with the outer plastic layers on a chipboard or the like 
in a manner so that the seams between them will be 
practically invisible. 
The compression mold according to the present inven 

tion may be designed for coating the lateral surfaces of 
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only one piece of compressed material or one work 
piece or for coating simultaneously in a single operation 
the surfaces of a plurality of superimposed or laterally 
adjacent workpieces, for example, of a stack of boards 
of a compressed ?brous material such as chipboard or the 
like. According to another feature of the invention, the 
mold is preferably provided with a plurality of punches 
or forces which are operated together by a single ram. 
Each of these punches individually is resiliently mounted 

‘ by suitable means in or on this ram for separate engage 
ment with one of the superimposed or adjacent work 
pieces so that minor deviations in size between the differ 
ent work pieces will be compensated and all workpieces 
will be equally coated. 

According to another feature of the invention,.it is 
possible to double the number of workpieces which may 
be coated simultaneou'sily without increasing the height 
of the compression mold by designing the mold so that 
the resilient punches are located at the opposite sides of 
the stack of workpieces and the punches on each side 
are separated from each other by an abutment of a 
thickness of one punch and are staggered relative to the 
resilient punches on the other side of the stack. The 
resilient punches on each side may then be driven sep 
arately from those on the other side by different rams or 
the abutments on one side with the resilient punches 
between them and supported thereby may be mounted 
in a stationary position, while the abutments on the other 
side with the respective resilient punches between and 
supported by them are connected to or form a part of 
the single ram of the machine. 

Either of these moulds as above described has the ad 
vantage that it permits a lateral surface of a workpiece 
to be coated only at one side thereof or both lateral 
surfaces simultaneously‘at opposite sides of the work 
piece. When employing one of the multiple-punch molds, 
it is thus possible to coat the lateral surfaces of an entire 
stack of equal workpieces simultaneously either only on 
one side or on alternate sides or on opposite sides or, if 
the mold is designed accordingly, even on all four sides. 
The operation of coating the lateral surfaces of a plural 

ity of superimposed or adjacent workpieces simultane 
ously may be carried out very economically by em— 
ploying a single sheet of plastic for coating the corre 
sponding surfaces of the entire stack of workpieces. 
Since during the molding the parts of the sheet material 
between the adjacent workpieces‘ are heated but not com 
pressed, they become extremely brittle and may, when the 
coatings are completely cured, be very easily separated 
from each other without leaving any rough edges on the 
inidivdual workpieces. ’ 

As previously indicated, the principal object of the in 
vention to compress the inner or central parts of the 
edge portion of a workpiece to a solidity substantially 
‘equal to that of the outer portion may be attained either 
by ?rst machining this edge portion so that the softer 
inner parts project outwardly beyond their respective 
points to which they are to be compressed by one or more 
heated punches of a shape in accordance with that of the 
?nal coated surface and by their compressing these cen 
tral projecting portions through the plastic strip to sub 
stantially the same solidity as that of the outer parts, or 
it may be attained by making the heated punch or punches 
of a shape so that their central parts project so as to 
bulge out the plastic strip and compress the central parts 
of the edge portion through the plastic strip to the re 
quired solidity. In the latter case, the compressing end 
of the punch or punches may either be solid or it may 
consist of a ?exible material which may be heated, for 
example, a strip of chrome-nickel steel, and which is con 
nected by means of an intermediate pressure cushion to 
the actual punch which is likewise adapted to be heated 
in order to contribute to the heating of the ?exible ma 
terial. Due to the lower solidity of the central parts of 
the edge portion, the flexible material will under the 
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pressure of the punch be centrally bent and penetrate 
together with the plastic strip into the softer parts of the 
edge portion until they have substantially the same com 
pressive strength as the outer portion. At the same time, 

' the ?exible material will through, the plastic strip smooth 
out and compensate any irregularities on the surface of 
the edge portion. The ?exible material is preferably heat 
ed electrically by resistance heating, while the punch itself 
may be heated in any suitable manner, for example, elec 
trically or by steam. 
The various features and advantages of the ,method 

according to the invention will become further apparent 
from the following description of the accompanying 
diagrammatic drawings which also show some of the 
compression molds or parts thereof, which may be em 
ployed for carrying out this method. 

In these drawings, 
FIGURE 1 is a perspective view shown in longitudinal 

cross section illustrating the least compressed area of the 
lateral edge portion formed with a convex surface and 
of a punch with a plain end surface for molding a strip 
of sheet material to this surface and for compressing it 
to a ?at shape. ' 
FIGURE 2 shows a longitudinal section of the board 

according to FIGURE 1, but at the time when throughv 
the strip of sheet plastic the convex edge portion of the 
board is compressed to'a ?at shape and this strip is at the 
same time molded to the board. 
FIGURES 3 and 4 show a modi?caion of the invention 

with longitudinal sections of a punch and board in which 
the positions of the convex and ?at edge portions of the 
punch and board as shown in FIGURES 1 and 2 are 
reversed. ~ 7 

FIGURE 5 shows a longitudinal section of a further 
moi?cation of the invention, in which the punch is pro 
vided with a pressure cushion and a ?exible ‘pressure 
element thereon. 
FIGURE 6 shows a longitudinal section .of a further 

modi?cation of the invention in which three punches simi 
lar to the punch according to FIGURES 3 and 4, but 
resiliently mounted and acted upon by a common ram, 
are superimposed on each other for simultaneously coat 
ing three workpieces. 
FIGURE '7 shows a longitudinal section of a further 

modi?cation of the invention in which two directly adja 
cent, Vresiliently mounted punches are movable at an in 
clined angle to a boardtwith a lateral edge portion of 
an angular cross section for coating this edge portion 
with a premolded strip of plastic. I 
FIGURE 8 shows a longitudinal section of ‘a compres 

sion mould for simultaneously coating the opposite edge ' 
portions of a larger number of workpieces. 
As previously described, it has been found according 

to the invention that the dit?culty in applying a coating 
of sheet material uniformly, securely and permanently to 
a lateral surface of a workpiece which is produced by 
compression from two opposite sides, for example, a 
workpiece of chipboard, ?ber board, or a similar mate 
rial, is due to the fact that the compressive strength of 
the material gradually diminishes toward the center be 
tween the outer surfaces upon which the pressure was 
applied during the production of the workpiece, and‘that 
therefore the ‘compressive strength of the lateral edge por 
tion to be coated also diminishes toward its center. 
Therefore, when a coating of sheet material is to be se- ~ 
cured to the lateral surface by a bonding machine, for 
example, an adhesive, by means of the pressure of a sin 
gle punch or the like upon the outer surface of the sheet 
material, the, back pressure provided by the edge portion 
is not uniform. Consequently, the bonding strength of 
the respective bonding material also diminishes toward 
the center of the edge portion and the coating thereon 
and may be so low that the central parts of the coating 7 
may even separate in the subsequent use of the workpiece, 
especially as the result of atmospheric influences, changes 
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in temperature or mechanical stresses. Although these 
facts apply to any method of securing a coating of any 
sheet material to a lateral surface of such a compressed 
workpiece, for example, by gluing or cementing, they are 
especially serious if a sheet of a thermosetting plastic or 
plastic-impregnated material, for example, melamine-im 
pregnated paper, is to be molded under heat and pressure 
upon such a surface. If the pressure upon any point of 
the sheet material is insu?icient, the lique?ed synthetic 
resin thereof will not properly penetrate into the surface 
to be coated and will not when set lock the sheet mate 
rial at this point securely to the workpiece. Further 
more, since the proper condensation of the synthetic resin 
requires the application of a certain amount of pressure 
and, due to the lack of a su?icient back pressure by the 
central parts of the edge portion to be coacted, this pres 
sure cannot be exerted, the plastic at these points may 
under the high temperatures applied “burn up” and be 
come so brittle that they may easily break under an im 
pact. 
The greatness of the present invention resides primarily 

in the simplicity in which it has solved these di?iculties. 
In order to make the lateral edge portions of a com 
pressed workpiece of a substantially uniform compressive 
strength so that, when a coating of an only partly con 
densed sheet plastic or plastic-impregnated material is ap 
plied thereon, the present invention provides two methods 
the effects of which are identical. According to the ?rst 
of these methods, as illustrated particularly in FIGURES 
l and 2, the workpiece for example, a plate 1 of chip 
board, which is to be coated along at least one of its 
lateral edge portions, is produced by compression upon 
its main outer surfaces 2 which during this compression 
may likewise be coated with plastic. Due to this com 
pression, plate 1 contains outer areas 3 of a higher com 
pressive strength and more central inner areas 4 of a 
lower compressive strength. In order to provide the 
lateral edge portion 5 of plate 1 with a substantially uni 
form compressive strength, this edge portion is first made 
of a convex shape. The extent of its convexity depends 
upon the difference between the highest and lowest com 
pressive strength of the areas 3 and 4. This plate 1 is 
plated in a ?xed position on a spacing bar 6 in a compres 
sion mold which is only indicated diagrammatically and 
comprises a punch or force 7 which is adapted to be 
heated, for example, by steam, and to be reciproacted in 
the direction of the arrow. Between the convex edge 
portion 5 and the ?at end surface 8 of punch 7 a strip 9 
of a partly condensed thermoplastic sheet material is 
placed which is then pressed by the heated punch 7 
against the edge portion 5 until the convexity of the lat 
ter is ?attened out completely and the entire surface of 
the edge portion as indicated by the shaded area 10 in 
FIGURE 2, is compressed to a substantially uniform 
solidity. The plastic strip as shown at 11 in FIGURE 2 
is thereby molded uniformly and intimately to the outer 
surface of the edge portion, except the free outer edges 
12 of the plastic strip which for the lack of pressure 
thereon become so extremely brittle that they may be 
broken olf ?ush with the outer surface 2. If these sur 
faces 2 also consist of a coating of plastic, the outer edges 
of the plastic coating 11 on the lateral surface of plate 
1 will combine with the coating 2 so that practically no 
intermediate seam will be visible. 
The modi?cation of the invention as shown in FIG 

URES 3 and 4 differs from the embodiment according to 
FIGURES 1 and 2 merely by the fact that the convex 
edge portion for increasing the compressive strength of 
the more central parts 14 of plate 13 to substantially the 
same strength as the outer parts 15 is provided on the 
end 16 of punch 17, while the lateral edge portion 18 of 
plate 13 has a plane surface. FIGURE 4 shows that 
the convex pressure surface 16 on punch 17 presses the 
strip of plastic 19 against the plane surface 18 of plate 
13, as shown in FIGURE 3, and thereby compresses this 
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6 
surface to a concave shape, as indicated at 2th, and to a 
substantially uniform compressive strength, as indicated 
by the shaded area 21. 
FIGURE 5 illustrates a further modi?cation of the in 

vention. The lateral edge portion of plate 22 has again 
a plane surface 23 as the plate 13 in FIGURE 3. In or 
der to compress this surface 23 to a concave shape as 
indicated by dotted lines at 24 and thus the entire surface 
of the edge portion to a substantially uniform compres 
sive strength, and simultaneously to mold the strip of 
plastic 25 thereon, the punch 26 which is movable in 
the direction of the arrow is provided with a pressure 
cushion 27 and on this pressure cushion with a ?exible 

, strip 28,, for example, of chrome-nickel steel, which is 
heated electrically by resistance-heating. Since the heat 
capacity of this ?exible strip is relatively small, punch 26 
is additionally heated, as indicated at 29, either electrical 
ly or by steam. When punch 26 is moved toward the 
lateral edge portion of plate 22 and the ?exible strip 28 
presses the strip of plastic 25 against the plane surface 
23, the ?exible strip 28 is bent to an arcuate shape, as 
indicated in dotted lines at 30, since the upper and lower 
parts of the pressure cushion 27 yield under the back 
pressure which is exerted by the highly compressed up 
per and lower edge portions of plate 22 through the 
plastic strip 25 against the ?exible strip 28, while at the 
same time the relatively soft central part of the surface 
23 is pressed inwardly together with the plastic strip 25 
until they have a concave shape, as indicated at 24, when 
the entire surface of the lateral edge portion has a sub 
stantially uniform compressive strength and the plastic 
strip is tightly molded thereon. . 
FIGURE 6 illustrates diagrammatically a pressure mold 

which is provided with three superimposed heated punches 
31 similar to punch 17 as shown in FIGURES 3 and 4 and 
provided with convex end surfaces 32 for simultaneously 
compressing the lateral edge portion 33 of three plates 34 
to -a substantially uniform compressive strength in a similar 
manner as described with reference to FIGURE 4. The 
three punches 31 are moved simultaneously by a com 
mon ram 35 through individual springs 36 or similar 
cushion means which are provided in order to compensate 
for minor differences in the sizes of the plates 34. In 
order to place the plates 34 at the proper level relative to 
the punches 31, they are mounted on and separated from 
each other by spacing bars 37. For simultaneously coat 
ing the lateral edge portions 33 of all three plates 34 While 
they are being compressed ‘by the punches 31, only a single 
sheet 38 of plastic or plastic-impregnated material is re 
quired. Due to the lack of pressure upon the free por 
tions of the plastic sheet 38 intermediate the edge portions 
33 of plates 34, these portions become extremely brittle 
and may be easily broken off ?ush with the upper and 
lower surfaces of plates 34. 
FIGURE 7 illustrates diagrammatically a pressure mold 

for molding a preformed angular plastic strip 40 upon 
the angular lateral edge portion 41 of a plate 42 which 
is supported on a spacing bar 43 and the outer surfaces of 
which may again, as in all embodiments of the invention, 
be coated with sheets of plastic 44. The edge surfaces of 
the softer inner parts of this edge portion 41 are precut 
so as to project beyond the planes 45, as indicated in 
dotted lines, to which they are to be compressed in order 
to make the surfaces of the entire angular edge portion 
of a substantially uniform compressive strength. In order ' 
to attain the proper compression of the angular edge por 
tion 41 to its ?nal position 45, it is necessary to exert 
the pressure thereon at a downwardly inclined direction 
as indicated by the arrow 46. Since the different surfaces 
of the edge portion 41 may deviate slightly from their 
intended sizes ‘and positions, it is advisable to provide at 
least two separate heated punches 47 and 48 which are 
mounted in and driven by a common ram 49 in the direc 
tion 46 and are individually supported by springs 50 and 
51 or other suitable cushion means. The functions of the 
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compression mold according to FIGURE 7 and the pro 
cedures of the molding operation are in principle the 
same as those previously described with reference to FIG-. 
URES 1 to 6. 
FIGURE 8 ?nally illustrates the method according to. 

the invention for simultaneously coating the opposite lat 
eral edge portions 55 of an entire stack of equal work 
pieces 56 and 57 which are mounted on and separated 
from each other by spacing bars 58. The compression 
mold essentially consists of a stationary part 59 with two 
heated abutments 60 secured to or integral with the sta 
tionary part 56 and facing the left edge portions 55 of 
workpieces 56,:and three heated punches 61 which are 
resiliently mounted on springs 62 or similar cushion 
means in the stationary part 56 and on or between the 
abutments 60 and are facing the left edge portions 55 of 
workpieces 57. At the right side of workpieces 56 and 
57 a ram 63 is slidable along the horizontal base of the 
stationary part 56 in the direction of arrow 64. .. Ram 63 
has three heated abutments 65 secured thereto or integral 
therewith which are disposed at the same levels as the 
punches 61 and face the right edge portions 55 of Work 
piece 57, and it also carries two heated punches 66 which 
are slidable between the ‘abut-ments 65 and are resiliently 
mounted on springs 67 or similar cushion means. These 
punches 66 are disposed at the same levels as the abut 
ments 60 and face the right edge portions 55 of work 
pieces 56. For compressing the edge portions 55~of all 
workpieces 56 and 57 to a substantially uniform com 
pressive strength, these edge portions are at ?rst made of 
a convex shape similarly as the edge portion 5 in FIGURE 
1. Punches 61 and 66 are ‘acted upon by springs 62 and 
67 ‘respectively, for the same reason as described with 
reference to FIGURES 6 and 7, namely, for compensat 
ing for minor deviations in the length or width of work 
pieces 56 and 57. The abutments 65 and punches 66 
which are driven by ram 63 are staggered relative to abut 
ments 60 and punches 61 for the sole purpose of accom 
modating the large-size springs 62 and 67 and of reducing 
the total height of the compression mold. If these springs 
or other cushion means are made of a size so as not to 
interfere with each other, a similar arrangement may be 
employed as shown in ‘FIGURE 6, and all of the punches 
61 and 66 may be resiliently mounted on ram 63 at one 
side of the stationary part 59 of the mold while all of the 
abutments 60 and 65 may form one solid element with a 
single plane end surface at the opposite side of ram 63 
and secured to or integral with the stationary part 5§ of 
the mold. Similarly as described with reference -to FIG 
URE 6, the-re is only a single sheet 68 of plastic or plastic 
impregnated material required for coating the edge por 
tions 55 on each side of all of the workpieces 56 and 57. 
By designing the compression mold accordingly, it 
Would even be possible to compress and coat simultaneous 
ly the edge portions 55 at all four sides of the entire‘ stack 
of workpieces. Of course, the compression vmold and the 
number of punches therein may also be enlarged to per 
mit an even larger stack of workpieces to be compressed 
and coated simultaneously. Also, in allyof the embodi 
ments of the invention, the molds may be designed so that 
the workpieces may be worked upon in an upright posi 
tion rather than in a prone position as illustrated, and 
those according to FIGURES 6 and -8 may be standing 
side-by-side‘ instead of lying above each other. 
Having thus fully disclosed my invention, what I claim 

is: 

1. A method of uniformly bonding sheet material with 
a resin to the lateral surface of a compressed workpiece 
wherein the inner parts of said workpiece have a lower 
compressive strength than the outer parts thereof, com 
prising the steps of: forming a convex surface on the 
lateral edge portion of said compressed workpiece; placing 
said sheet material adjacent said convex surface; compress 
ing said sheet material onto said convex surface on said 
lateral edge portion with heat and pressure to form a ?at 
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surface on said lateral edge portion to provide said lateral 
edge portion with substantially ‘the same compressive 
strength as said outer parts and to uniformly migrate said 
resin into said lateral edge portion of said workpiece and 
bond uniformly said sheet material to the surface of'said 
lateral edge portion. 

2. The method as set forth in claim 1 wherein said sheet 
material is simultaneously bonded to the surface of the 
lateral edge portions of a plurality of superimposed work 
pieces. 

3. A method of uniformly’ bonding sheet material with 
a resin to the lateral surface of a compressed workpiece 
wherein the inner parts of said workpiece have a lower 
compressive strength than the outer parts thereof, com 
prising the steps of: forming a ?at surface on the lateral 
edge, portion of said compressed workpiece; placing said 
sheet material adjacent said flat surface; compressing said 
sheet material onto said ?at surface on the lateral edge 
portion with heat and pressure to form a concave surface 
on said lateral edge portion to provide said lateral edge 
portion with substantially the same compressive strength 
as said outer parts and to uniform-1y migrate said resin into 
said lateral edge portion of said workpiece and uniformly 
bond said sheet material to the surface of said lateral edge 
portion. 

4. The method as set forth in claim 3 wherein said sheet 
.material is simultaneously bonded to a plurality of super 
imposed workpieces one above the other. 

5. A ‘method of uniformly bonding sheet material with 
a resin to a lateral surface ‘of a compressed workpiece 
wherein the inner parts of said workpiece have a lower 
compressive strength than'the outer parts thereof, com 
prising the steps of: forming a flat surface on the lateral 
edge portion of said compressed workpiece; placing said 
sheet material adjacent said ?at surface; compressing said 
sheet material onto said ?at surface on said lateral edge 
portion with heat and pressure by means of a ?exible tool 
so that due to the lower compressive strength of said inner‘ 
parts thereof said tool is bent so as to project with said 
sheet material essentially into the inner parts of said lateral 
edge portion to form a concave surface on said lateral 
edge portion to provide said lateral edge portion with sub 
stantially the same compressive strength as said outer pants 
and to uniformly migrate said, resin into said lateral edge. 
portion of said workpiece and uniformly bond said sheet 
material to the surface of said lateral edge portion. 

6. A compression mold comprising at least one pressure 
element movable toward the surface of a lateral edge por 
tion of a workpiece; a cushion member on said pressure 
element; a ‘?exible pressure member on said cushion mem 
ber adapted to bend under the pressure of said pressure‘ 
element through said cushion member in accordance with 
pa-rts'of different compressive strength of said lateral edge 
portion of said workpiece being engaged by said ?exible 
pressure member so as to provide said lateral edge portion 
with a substantially uniform compressive strength. 

7. A compression mold comprising a plurality of pres“, 
sure elements movable toward the surface of a lateral 
edge portion of a workpiece; ‘a common pressure element 
acting simultaneously upon said plurality of said pressure 
elements and separate resilient means interposed between 
said common pressure element in each of said plurality 
of pressure members for compressing the lateral edge por 
tion of said workpiece to a substantially uniform'oom 
pressive strength. 

8. A compression mold adapted to receive a plurality of 
equal workpieces adjacent to each other for simultaneously 
compressing ‘the lateral edge portions on at least two sides 
of each of said workpieces to a substantially uniform com 
pressive strength of all said edge portions on said opposite 
sides; comprising, a plurality of movable pressure mem 
bers each associated with one of said workpieces and all 
adapted to engage simultaneously with the lateral edge 
portions of all of said workpieces at the ?rst of said oppo 
site sides for compressing said lateral edge portions; a 



3,283,052 
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common pressure element adapted to act simultaneously 2,184,971 12/1939 Allen __________ __ 156-267 X 
upon all of said pressure members; separate resilient means 2,550,455 4/ 1951 Davies ____________ __ 16-1_44 
interposed between said common pressure element in each 2,729,010 1/1956 Markus et a1 _______ __ 156_26l7 
of said plurality of pressure members for compensating 2 804 419 8/1957 De Woskin et a1 ____ __ 156_26_7 
for minor diiferences in the sizes of said equal workpieces; 5 2’831:527 4/1958 Myers et a1. _ 156___163 
and a stationary abutment adapted toengage with the 
lateral edge portions of all said workpieces at the second 
of said opposite sides for simultaneously compressing said FOREIGN PATENTS 
lateral edge portions at said second side. 461,125 10/1925 Germany_ 
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