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' SIMULATED MASONRY WALL - 

CROSS~REFERENCES 
This disclosure relates to the subject matter of appli 

cation Ser. No. 95,812, Filed: Dec. 7, 1970, Applicant: 
Tommy E. Yocum, Entitled: “Simulated Masonry 
Wall” now U.S. Pat. No. 3,712,825 issued Jan. 23, 
1973. 

FIELD 

This invention relates to a method or process for pro 
viding simulated masonry walls and, more particularly, 
to a combination of process steps and to apparatus for 
providing panels which simulate the front portions of 
brick walls. 

PRIOR ART 

The invention described and claimed herein is an im 
provement on previously known processes wherein 
simulated masonry panel articles comprising several 
sets of grooves to simulate mortar joints, similar to the 
panels provided in the instant invention, were provided 
by cutting each groove individually by hand, grooves in 
each set being cut sequentially. 

SUMMARY 

In contradistinction to methods of the prior art, all 
grooves in each set are, at least during a portion of the 
cutting of a set, out simultaneously. Also in contradis 
tinction to the prior art, knife blades of the cutting ap 
paratus are guided with respect to the surface of the 
base of panel structure underlying the base and ?nish 
coats, rather than, as in‘the prior art, being unguided 
or being guided with respect to a member lying against 
the surface of the ?nish coat. 
The base coat is ?rst applied as by troweling, brush 

ing or spraying on a base panel structure which may be, 
for example, a pre-fabricated concrete block wall or a 
panel of cement-asbestos board, gypsum board, wood, 
plywood, pressed wood or hardboard, synthetic resin 
foam or the like. In some embodiments, the base coat 
may be omitted if the underlying base panel structure 
is cementitious itself, for example if it is a pre 
fabricated " concrete. block wall or cement-asbestos 
board. The base coat is preferably made relatively thick 
as, for example, one-eighth to one-fourth inch thick 
and is preferably a cementitious material which com 
prises water, ?ne particulate aggregate and portland 
cement. It may comprise an organic synthetic resinous 
binder. 
lnsome embodiments, an additional base coat may 

be applied underlying the just described base coat. The 
additional base coat may, preferably, be relatively thin 
and may also be cementitious, preferably comprising 
water, ?ne particulate aggregate and portland cement. 

A ?nish coat is then applied over the base coat or in 
some instances, if desired, directly on the underlying 
base panel structure if the base panel structure is ce 
mentitious, for example if it is a pre-fabricated con 
crete block wall or cement—asbestos board. The ?nish 
coat may be applied by troweling, spraying or the like. 
It is preferably made relatively thick as, for example, 
one-eighth to one-fourth inch thick, but may operably 
be somewhat thinner. The ?nish coat may also be ce 
mentitious, preferably comprising water, ?ne particu 
late aggregate and portland cement. It also may com 
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2 
prise, if desired, an organic synthetic resinous binder. 

The base coat is preferably applied by spraying or 
troweling or by some other method suitable for provid 
ing a relatively thick coating such as one-eighth to one 
fourth inch thick although the base coating may be 
thinner. The additional base coat, if applied, (which, if 
applied, is applied in the base coat) is, preferably, rela 
tively thin, being on the order of the thickness of a coat 
of paint and may be applied by troweling, brushing, 
spraying or any suitable method for applying such a 
coating. The base coat and also the ?nish coat, when 

. applied, are initially soft, plastic and impressionable. 
While the ?nish coat is soft, plastic and impressionable, 
it may be treated if desired to provide it with any of a 
number of suitable ?nishes. Such treatment may con 
sist of brushing it with a brush having soft bristles or 
stiff bristles or brushing it with a wire brush or by trow 
eling it or by spattering it with colored materials. 
While the ?nish coat is soft, plastic and impression 

able, grooves are provided in the surface of the struc 
ture to provide simulated mortar joints. The grooves 
are provided by cutting strips from the surface with 
raking or knife-edge members, so that where each strip 
is removed, a groove remains. 
Each panel comprises at least two sets of grooves: 

one set of grooves representing horizontal mortar joints 
and the other set of grooves representing vertical mor 
tar joints in the case wherein a panel is provided to sim 
ulate the surface of a stack bonded brick wall. 
More often, two or more subsets of grooves are pro 

vided to simulate vertical joints as in the case of com 
mon bond, quarter bond, third bond and the like. 
The process of the invention is characterized by cut 

ting each set or subset of grooves in a single translatory 
motion of the cutting apparatus with respect to the base 
panel structure. To cut each set of grooves, the base 
panel structure may be moved with respect to the cut 
ting apparatus or the cutting apparatus may be moved 
with respect to the base panel structure, but only one 
such movement is made to cut each set or subset of 
grooves. 
Each strip cut from the surface to provide a groove 

to simulate a mortar joint, comprises all or substantially 
all of the ?nish coat in the groove area and all or none 
or a portion of the base coat or additional base coat in 
the groove area depending upon the embodiment. In 
embodiments wherein the ?nish coat is applied directly 
or underlying cementitious base panel structure such as 
a pre-fabricated block wall or a cement asbestos board, 
the knife members which cut the bottoms of the 
grooves ride directly against the surface of the underly 
ing base panel structure, substantially all of the ?nish 
coat in the groove area overlying the base panel struc 
ture is removed and no base coat is removed, no base 
coat being present. 

In embodiments wherein a base coat has been ap 
plied to the underlying panel structure prior to applica 
tion of the ?nish coat, the base coat may be thin and 
may be allowed to harden by drying or curing, prior to 
carrying out the cutting in which case the knife edges 
which cut the bottoms of the grooves ride against the 
upper surface of the base coat which is hard while the 
?nish coat remains soft and plastic and impressionable 
during cutting. 

In other embodiments, the base coat is relatively 
thick and is soft and plastic and impressionable during 
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cutting as is the ?nish coat and the knife-edge members 
cut the bottoms of the grooves pass through the base 
coat at a predetermined distance above the bottom of 
the base coat, thus at a predetermined distance above 
the surface of the base panel structure, and the strip re_ 
moved in each groove area comprises all the ?nish coat 
in the groove area and a portion of the base coat in the 
groove area, the raking members which carries the 
knife-edge member which cuts the bottom of the 
groove extending into but not through the base coat 
during cutting. 

In other embodiments, wherein an additional base 
layer is utilized, the additional base member is allowed 
to become hard by curing and/or drying prior to cut 
ting, but the overlying base base coat and the overlying 
finish coat are both caused to remain soft, plastic and 
impressionable during cutting. The knife edges which 
cut the bottoms of the grooves in such instances ride 
against the upper surface of the additional base layer 
and thus are guided by the upper surface of the addi 
tional base layer at a predetermined distance above the 
surface of the base panel structure which underlies the 
additional base layer, said predetermined distance 
being the thickness of the additional base layer. In such 
embodiments, the strip cut to provide each groove 
comprises all of the ?nish layer in the groove area and 
substantially all of the base layer in the groove area but 
substantially none of the additional base layer in the 
groove area. 

OBJ ECTS 

It is an object of the invention to provide an im 
proved method for providing panels which may be as 
sembled to provide a simulated masonry wall. 
Other objects will become apparent from the draw 

ings and from the following detailed description in 
which it is intended to illustrate the applicability of the 
invention without thereby limiting its scope to less than 
that of all equivalents which will be apparent to one 
skilled in the art. 

DRAWINGS 

In the drawings, like reference numerals refer to like 
parts and: ‘ 

FIG. I is a schematic elevation of the step of applying 
the base coat; 
FIG. 2 is a schematic elevation of applying the base 

coat in and alternate embodiment; 
FIG. 3 is a schematic elevation of the step of applying 

an additional base coat, if desired; 
FIG. 4 is a schematic elevation of the step of applying 

the‘ ?nish coat; 
FIG. 5 is a schematic elevation of the step of applying 

the ?nish coat in an alternate embodiment; 
FIG. 6 is a schematic elevation of the step of treating 

to provide a desired ?nish; 
FIG. 7 is a schematic cross-sectional elevation of cut 

ting one groove in a set of grooves in one embodiment; 

FIG. 8 is a schematic elevation of a modi?cation of 
the embodiment of FIG. 7; 
FIG. 9 is a schematic elevation of the panel produced 

in accordance with FIG. 6, the panel being inverted; 
FIG. 10 is a schematic cross-sectional elevation of 

the application of a modification of the step of FIG. 7 
to the panel of FIG. 9; 
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4 
FIG. 1 1 is a schematic perspective view, partially cut 

away, partially cross-sectional, of the embodiment of 
FIG. 7; 
FIG. 12 is an enlarged fragmentary cross-sectional 

elevation of a modi?cation of the embodiment of FIGS. 
7 and 8; 
FIG. 13 is an enlarged cross-sectional fragmentary 

elevation of a modi?cation of the embodiment of FIGS. 
7, 8 and 12; 
FIG. 14 is an enlarged cross-sectional fragmentary 

schematic elevation of a modi?cation of the embodi 
ment of FIGS. 7, 8, 12 and 13; 
FIG. 15 is a schematic plan view of a modi?cation of 

the embodiment of FIGS. 7 and 11; 
FIG. 16 is an elevation of the embodiment of FIG. 15; 

FIG. 17 is a schematic plan view of a modi?cation of 
the embodiment of FIG. 15; 
FIG. 18 is a schematic partially cross-sectional, par 

tially cut-away view of the application of the embodi 
ment of FIG. 7 to producing simulated vertical mortar 
joints; 

FIG. 19 is a schematic cross-sectional view of the ap 
paratus utilized in the embodiment of FIG. 18 to apply 
the embodiment of FIG. 7; 
FIG. 20 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the invention; 
FIG. 21 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the invention; 
FIG. 22 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the invention; 
FIG. 23 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the invention. 
FIG. 24 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the invention; 

FIG. 25 is an enlarged fragmentary cross-sectional 
elevation of a portion of a panel provided in accor 
dance with the embodiments of FIGS. 7, 8 or 10, show 
ing the cutting of a groove after the groove has partially 
been cut; 
FIG. 26 is an enlarged fragmentary cross-sectioal ele 

vation of a portion of a panel provided in accordance 
with the modi?cation of the embodiment of FIGS. 7, 8 
or 10, showing the cutting of a groove after the groove 
has partially been cut; 
FIG. 27 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the modification of the embodiment of 
FIGS. 7, 8 or 10, showing the cutting of a groove after 
the groove has partially been cut; 
FIG. 28 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the embodiment of FIGS. 7, 8 or 10, show 
ing the cutting of a groove after the groove has partially 
been cut; 
FIG. 29 is an enlarged fragmentary cross-sectional 

elevation of a portion of a panel provided in accor 
dance with the embodiment of FIGS. 7, 8 or 10, show 
ing the cutting of a groove after the groove has partially 
been cut; 
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DESCRIPTION 

Referring 'to FIG. 1, a base panel sheet or structure 
10 is first provided and a base coat or under coat or 
base layer 11 is applied thereto; for example, as a spray 
12 applied from spraying device 13. The panel may be 
moved with respect to the spraying device as indicated 
by arrow ‘14 or the spraying device may be moved with 
respect to the panel as indicated by arrow 15. 

‘ Base panel sheet or structure 10 may be wood, ply 
wood, pressed wood (such as a panel of wood cellulose 
fibers bonded, at least in part with lignin, for example, 
such as sold under the trademark “Masonite” by the 
Masonite Corporation), a pre-fabricated concrete 
block wall, cement-asbestos board, gypsum board, or 
formed plastic, such as formed polystyrene or the like. 
The thickness of the base coat is not critical. It may be 
as small as 0.005 or 0.010 inch as described hereinafter 
in connection with certain embodiments or in connec 
tion with certain other embodiments may preferably be 
‘on theorder of one-eighth to one-fourth inch, but may 
be thinner. 

In certain embodiments which are described herein 
after, the base coat is allowed to harden or caused to 
harden by drying or curing prior to conducting certain 
subsequent critical steps and, in such instances, the 
base coat “ispreferably provided as a coating having a 
thickness on the order of the thickness of a coat of 
paint such as, for example, on the order of 0.005 or 
0.010 inch. Generally, in-such instances, a relatively 
thin coating is desired in accordance with the demands 
of economy, but a somewhat thicker coating may be 
provided, if desired, to provide a desired texture. For 
such embodiments, the base coat may be applied by 
any suitable method, such as by spraying as shown or 
by troweling as described hereinafter in conjunction 
with FIG. '2 or by brushing on with a paint brush or the 
like. For such embodiments, the base coat is preferably 
caused to have a texture which simulates mortar. This 
may be accomplished by spraying, by brushing or trow 
eling after spraying or by simply applying the coating 
originally by brushing or troweling. The invention is not 
at all limited to the manner in which the base coat is ap 
plied.‘ 
The base coat preferably consists of any suitable mix 

ture of -. water ‘and ?ne particulate aggregate and 
portland cement. Suitable materials which may be uti 
lized as aggregate include sand, silica sand and the like 
and with sand or sand-like aggregates there may be pro 
vided, as a portion of said aggregate, a suitable quantity 
of any such material as lime, clay, asbestos fibers, per 
lite, silica powder or the like. 
An organic synthetic resinous material may also be 

included as a bonding agent. Preferred bonding agents 
include acrylic latex, rubber latex, and vinyl latex. A 
bonding agent generally is preferred when the coating 
is applied to a noncementitious underlying base panel 
structure, but is often optionally omitted when the base 
coating is applied to a cementitious underlying base 
panel structure, such as a pre-fabricated concrete 
block wall. 
Latex paint containing sand may be used to provide 

a base coat, but has the disadvantage that the paint 
weathers out; i.e., is degraded and removed by the ac 
tion of ultraviolet light and hail, snow and the like, 
whereas the composition described above is relatively 
highly resistant to weathering. 
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6 
As shown in FIG. 2, the base coat 11’ may be applied 

to base panel structure 10 with a trowel or screed 
rather than being applied by spraying as shown in FIG. 
1. This base coat may be made relatively thin as herein 
before mentioned rather than being made relatively 
thick as shown. It may also be applied by brushing or 
the like. ' 

If desired, base coat II”, as shown for coat 11 or 
coat 11' in FIG. l or FIG. 2, may serve as an additional 
base coat (FIG. 3), and the base coat 21 itself may be 
applied in any suitable manner such as by trowel or 
screed 16 as shown in FIG. 3. 
Before carrying out the step of FIG. 3, coating or 

layer 11 is preferably allowed or caused to become 
hard by curing and/or drying which may be accom 
plished by allowing the coating to stand unmolested at 
temperate ambient weather conditions such as from 
40° to 110°F. at a relatively humidity of from 20 to 80 
on the order of ten minutes to 30 minutes. 
Drying and/or curing to harden the base coat may be 

accelerated by several means, such as by raising the 
temperature or the like. 
Coating 21 is then preferably applied after coating 

11" has become hard, non-plastic and unimpressiona 
ble. By “unimpressionable” it is meant that no impres 
sion may be made on layer 11" by pressing an article 
thereagainst without making a corresponding impres 
sion on base panel structure 10. However, coating or 
layer 21 is preferably applied while 11” remains moist 
and if 11" is not moist it is preferably moistened prior 
to application of layer 21. While base layer 11 is moist, 
?nish coat 17, (FIG. 4), or 17’ (FIG. 5) is applied. 
Layer 11 maybe moist by reason of the presence of a 
portion of the water originally present in the composi 
tion or may be moist by reason of being at least slightly 
remoistened. Finish coat 17 may be applied in the form 
of a spray 18 from spraying device 19, which may travel 
with respect to the panel as indicated by arrow 20. Al 
ternatively, the panel may travel with respect to the 
spraying device as indicated by arrow 22. Spraying de 
vice 19 may be similar or even identical to spraying de 
vice l3. Spraying device for spraying mixtures of the 
general nature described herein for the base coat and 
the ?nish coat are well known and available commer 
cially and therefore are not described herein. Finish 
coat 17’ may be similar or identical in composition to 
?nish coat l7 and may be applied with a screed or a 
trowel 16’ as shown in FIG. 5, rather than being applied 
by spraying. 

Hereinafter, reference to ?nish coat 17 is to be un 
derstood to refer equally to coating 17’ unless other 
wise stated. 

Finish coat 17 may be applied to a depth of as little 
as 0.005 or 0.010 inch, in some instances, but is prefer 
ably applied to a thickness of at least one thirty 
secondth of an inch or three-fourths millimeter and it 
may be applied to a thickness of one-fourth or one-half 
inch. Generally, more suitable thicknesses are on the 
order of one-sixteenth to one-fourth inch; the thickness 
selected being that which will provide suitable relief; 
that is, which provides a depth of the simulated mortar 
joint sufficient to provide the desired effect. Surpris 
ingly, relatively small relief such as may be provided by 
a thickness of one thirty-secondth or one-sixteenth inch 
for coating 17 provides remarkably effective simulation 
of brick wall, but generally greater relief such as pro 
vided by a thickness of one-sixteenth inch or greater 
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and, in many cases, preferably one-eighth, three 
sixteenths, or one-fourth inch, is preferred. 
The composition which is applied to provide the ?n 

ish coat is preferably a mixture of water, ?ne particu 
late aggregate and portland cement in proportion suit 
able to provide sufficient water for the portland cement 
reaction and to provide the desired degree of softness, 
plasticity and impressionability. The aggregate may be 
sand or. sand together with other materials or other par 
ticulate aggregate as discussed above in connection 
with the aggregate for the base coat. The portland ce 
ment for the ?nish coat and also for the base coat may 
be quick setting cement or early-strength cement, com 
mon grey cement or any other suitable commercially or 
experimentally available suitable portland cement or 
mixture of such cements. A small quantity of synthetic 
resin latex bonding agent may be added if desired. 
The composition of the ?nish coat and the base coat 

may, if desired, be identical if both coating are to re 
main soft, plastic and impressionable during subse 
quent steps. Generally, it is preferred to provide a 
greater proportion of bonding agent in the base coat. 
Coloring material which is generally preferably a pig 
ment, may be added in suitable quantity in manner well 
known in the prior art to provide a suitable color for 
the finish coat. Colors generally preferred are red, 
white, yellow, brown and grey, and by suitable selec 
tion of the amount and type of coloring material, the 
chroma, hue and tone of the color may be varied 
greatly to provide any variations of these colors. 
As a next step in the process, a ?nish treatment may 

be carried out if desired, as shown in FIG. 6 to provide 
a suitable texture on the outer surface of the ?nish coat 
17. Thus a brush may be applied to provide a brushed 
finish as indicated by brush 22 which may be moved 
with respect to the panel as indicated by arrow 23. The 
panel may also be moved with respect to the brush as 
indicated by arrow 24. The brush may, for example, 
have soft bristles, stiff bristles or may even have wire 
bristles and may be moved laterally or transversely or 
with a circular or eliptical motion to provide any one 
of a large number of ?nishes, any one of which may be 
desired. In place of, or in addition to such brushing, the 
surface may be troweled lightly or heavily and addition 
ally or alternatively the surface may be spattered with 
materials of slight or great contrast in color to provide 
any one of a large number of ?nishes. 

In accordance with a preferred embodiment, as 
shown in FIGS. 7 and 11, a ?rst set of grooves 26 is cre 
ated in the panel while layers 17 and 11 remain soft, 
plastic and impressionable. Grooves 26 extend entirely 
through the ?nish layer and partly through the base 
layer. The grooves are created as shown by cutting the 
sides and the bottom of the grooves with knife-edge 
members to provide a strip 27 corresponding to each 
groove. Strips 27 which are produced comprises a fin 
ish layer portion 17a and a base layer portion 11a. 
Removal of each of strips 27 exposes a side wall portion 
of groove 26 comprising a portion 17b of layer 17 and 
a portion of 11b of layer 11. As shown in FIG. 7, the 
knife-edge member 28 comprises knife portion 29 
which cuts the bottom of the groove and knife-edge 
members 28 are attached to cutting apparatus 30. 
The number of grooves 26 in a set, is preferably equal 

in number to the number of horizontal simulated mor 
tar joints to be provided on the panel. 
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8 
All the grooves in the set consisting of grooves 26 are 

preferably cut in a single translatory pass of cutting ap 
paratus 30 with respect to panel 10 which may be ac 
complished by translatory movement of apparatus 30, 
as indicated by arrow 35, while panel 10 remains sta 
tionary or alternatively by movement of panel 10 as in 
dicated by arrow 36 while apparatus 30 remains sta 
tionary. Each of strips 27 may be removed from the vi 
cinity of the panel and from the vicinity of devices 28 
by applying suction to provide an air ?ow as indicated 
by arrow 37. The desired suction and corresponding air 
flow may be provided by providing reduced pressure, 
that is, air pressure below the ambient atmospheric air 
pressure, in tubes 38. Strips 27 may thus be transported 
through tubes 38 and thence through header tube 39, 
with which tubes 38 may communicate, in the direction 
indicated by arrow 40 to a receptacle or depository 
which is indicated schematically as 40. Reduced pres 
sure may be applied to receptacle 40, header 39 and 
tubes 38 by a blower or vacuum pump means indicated 
schematically as 42. 

In FIG. 8, there is shown a modi?cation of the em 
bodiment of FIGS. 7 and 11 wherein members 28 and 
38 are combined into a combination cutting and evacu 
ating device to which suction may be applied to provide 
an air?ow indicated by arrow 37 so that strips 27 are 
conveyed in the manner hereinbefore described in con 
junction with FIG. 7 and cutting edge 29’, which corre 
sponds to cutting knife-portion 29, is provided as a por 
tion of member 48 as shown. 

Referring now to FIG. 9, there is shown an additional 
step which may be carried out in the process, following 
the step of FIG. 6 according to which the panel, after 
the completion of the step of FIG. 6, is inverted into the 
position shown. A rake member corresponding to 28 
and having cutting edge knife portion 29" correspond 
ing to portion 29 may then applied as shown in FIG. 10 
in the same manner as discussed in conjunction with 
FIGS. 7 and 11, except for the omission of means to 
provide reduced pressure; that is, omission of the appa 
ratus comprising members 38, 39, 40, 41 and 42 since, 
as shown, strip 27' which may correspond to strip 27 
falls away by gravity as member 48 moves in the direc 
tion indicated by arrow 49,.with respect to panel 10. 

Referring now to FIG. 12, there is shown modifica 
tion of the embodiment of FIG. 8, wherein member 58 
which corresponds to member 48 is provided with a 
knife-edge portion 49, which extends slightly down 
wardly just at the rear ofknife-edge portion 49 to pro 
vide ramp portion 50 which engages the bottom 51 of 
groove 26' which corresponds to groove 26. The action 
of portion 50 against the bottom 51 may serve to guide 
member 58 with respect to the upper surface of 10’ of 
panel 10 to provide for knife portion 49 to travel at a 
predetermined distance 52 above surface 10' so that 
layer 11 is cut into two portions: one portion 11a’ of 
which constitutes a portion of strip 27", the other por 
tion of which remains behind as indicated at 53, just as 
comparable portions 53', 53" and 53'” remain behind 
in the embodiments of FIGS. 7, 8 and 10. 

In the modi?cation of the embodiment of portion 60 
(FIG. 13), which may correspond to portion 50 may be 
provided as being parallel or substantially parallel to 
surface 10’ of base panel structure 10 so that member 
68 which may correspond to member 48 or 58 may be 
suitably guided so that knife portion 59 thereof is 
guided at a predetermined distance 63 above surface 
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10' to provide the remaining portion 53"" of layer 11. 

Likewise, in FIG. 14 there is shown another embodi 
ment of FIGS. 12 and 13 wherein wheel member 70 is 
provided attached to member 78 by bracket 77. Wheel 
member 70 is disposed to engage the bottom of surface 
71 of groove 26" to suitable guide knifeedge portion 
69 of member 78 at a predetermined distance 72 above 
surface 10' of panel 10 to provide remaining portion 
53"”' of layer 11 underlying groove 26". 
Referring now to the embodiment of FIGS. 15 and 

16, guidance of knife-edge portions 29 of members 28 
may be provided by providing rails 80 alongside panel 
10 and providing wheels 81 which may travel on rails 
80 and may be rotatably supported from carriage mem 
bers 82 which may be attached to supporting apparatus 
30 by any suitable adjustable means, 83 which may pro 
vide for apparatus 30 to support members 28 and 38 in 
disengaged position as shown in FIG. 16 or in engaged 
position as shown in FIGS. 15 and 7. Apparatus of 
FIGS. 15 and 16 may be preferably utilized in conjunc 
tion with the embodiments of FIGS. 7, 8 and 10 and 
may suitably, if desired, be utilized in conjunction with 
the embodiments of 12, 13 and 14 to assist in providing 
predetermined distances 52, 62 and 72, augmenting the 
means providing such distances described in conjunc 
tion with the embodiments of those Figures. The appa 
ratus of FIGS. 15 and 16 is disposed to provide prede 
termined distances in the embodiments of FIGS. 7, 8 
and 10 corresponding to predetermined distances indi 
cated at 52, 62 and 72 in FIGS. 12, 13 and 14. 

In FIG. 17 there is shown a modi?cation of the em 
bodiment of FIGS. 15 and 16 wherein members 28', 
38' and 39' correspond to members 28, 38 and 39 but 
are supported from apparatus 30' so that in the em 
bodiments of FIG. 17 the cutting of grooves 26 is not 
initiated simultaneously nor completed simultaneously, 
although during a portion of the step of cutting of 
grooves 26 all of members 28 are operating simulta 
neously. In contradistinction, in the embodiments of 
FIGS. 15, 16 and 11 the cutting of each set of grooves 
begins simultaneously and ends simultaneously. 
After grooves are cut to simulate horizontal mortar 

joints as described hereinabove in conjunction with 
FIGS. 7 to 17, grooves may be cut to simulate vertical 
mortar joints. This may be accomplished with a modi? 
cation of the apparatus-of FIGS. 7 and 11 as indicated 
in FIGS. 18 and 19, wherein a shaft 30' may be dis 
posed to travel in a direction parallel to the surface of 
panel 10 or layer 17 as indicated by arrow 86 by reason 
of being attached to carriages such as carriages 82 or 
other suitable or equivalent means. Alternatively, 
means may be provided to maintain shaft 30’ stationary 
and cause panel 10 and layers 11 and 17 to travel tran 
slatorily with respect to the shaft as indicated by arrow 
85. Members 88 which may correspond to members 28 
may be attached rotatably to shaft 30’ by hinged por 
tions 91 and may be spaced on shaft 30' by spaces 92 
provided thereon. 
Each of members 88 may be provided with knife 

edge portion 89 which may correspond to knife-edge 
portion 29, 29’ or 29". 
Supported from each of members 88 there may be 

provided tube or ductmeans 98 which may correspond 
to member 38. Each of tubes 98 may be connected to 
a vacuum header 99, which may correspond to header 
39, by a ?exible coupling 94, so that by the application 
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of suction, i.e., source of reduced pressure, air?ow may 
be provided as indicated by arrows 87 and 90. 
Each of members 88 may be connected by a link 101 

to armature 102 of solenoid coil 103 contained in hous 
ing 105 supported on solenoid supporting bar 104. 
Each of links 101 may be connected to members 188 
and 102 respectively with pins 106 and 107. Solenoid 
coils 103 may be activated to act on armatures 102 to 
lift members 88 and cutting edges 89 out of engage 
ment with layers 17 and 11 as indicated for members 
88’ or may be deactivated to lower members 88 so that 
portions 89 engage the layers to provide grooves as in 
dicated at 88". When in the lowered position and en 
gaged as indicated at 88", portions 89 may be guided 
to provide predetermined distances such as 52, 62 and 
72 in the manner before discussed in conjunction with 
the embodiments of FIGS. 7 to 17. The first set of verti 
cal grooves, 126', which are in line with each other, 
may thus be cut by alternately activating and deactivat 
ing the solenoids for members 88" so that a plurality 
of short grooves 126 which are in line with one another 
are provided extending between alternate pairs of hori 
zontal grooves 26 and likewise, a second set of vertical 
grooves 126’ in line with each other may be provided 
by alternately activating and deactivating solenoids for 
member 88’, as shown, solenoids for 88” being deacti 
vated upon those for members 88” being activated and 
solenoids for members 88’ being deactivated when 
those for 88" are activated. 
Header 99 and solenoid support member 104 may be 

supported in the same manner as shaft 30’ to be sta 
tionary with respect to one another but to provide for 
movement in accordance with arrow 86 or arrow 85. 
There may thus be provided a panel indicated as 109 

if layers 11 and 17 are applied to base sheet panel 110 
of plywood as shown in FIG. 20 and there may be thus 
provided a panel indicated as 119 if layers 11 and 17 
are applied to a base sheet panel 120 of gypsum board 
which may consist of a layer of paper 118 covering gyp 
sum core 117. 

As shown in FIG. 22, a panel 129 in accordance with 
the invention may be provided by application of layers 
11 and 17 to a pressed wood ?ber base panel sheet 130 
generally known as a hardboard base'panel sheet and 
likewise, a panel 139 may be provided in accordance 
with the method of the invention by application of lay 
ers 11 and 17 to a foamed polystyrene base sheet panel 
140 as shown in FIG. 23. 
Furthermore, a panel 149 in accordance with the in 

vention may thus be provided as shown in FIG. 24 by 
application of layers 11 and 17 to pre-fabricated con 
crete block wall 150. 

Referring now to FIG. 25, the step of cutting the 
grooves is indicated schematically therein for all of the 
embodiments hereinbefore described in conjunction 
with FIGS. 4 through 24. A base coat layer and finish 
coat layer each being of cementitious material compris 
ing water, ?ne particulate aggregate and portland ce 
ment is applied to either a cementitious or non 
cementitious base panel structure 10 and while each of 
layers 11 and 17 is soft, plastic and impressionable. 
grooves are cut to provide strips 27 containing a ?nish 
layer portion (all of the ?nish layer in the groove area) 
and a base coat portion as discussed in detail in connec 
tion with FIG. 7, leaving a portion 53' of layer 11 re 
maining. underlying the groove. 
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In accordance with the embodiment of FIG. 3, a ?rst 
base coat 11" may be provided on base panel 10 which 
may be cementitious or non-cementitious and layer 
11" may be allowed to become hard by drying or by 
curing to carry the portland cement reaction partially 
to completion before applying a second base layer 21. 
After applying base layer 21, ?nish layer 17 may be ap 
plied and cutting apparatus may be operated in accor 
dance with the embodiments of FIGS. 7 through 17, ex 
cept for the modifications thereof that the predeter 
mined distance above surface 10' of panel 10 at which 
knife-edge portions are to travel is determined as being 
the thickness of layer 11", the knife-edge members, as 
indicated, being operated so that they bear against or 
ride upon the upper surface of layer 11" which, as 
hereinbefore mention, has been allowed to become 
hardened so that strips 127 comprise substantially all of 
layer 21 and substantially none of layer 11" in the 
areas where the grooves are cut. 

In the embodiment of FIG. 27, layers 11 and 17 are 
applied to a cementitious underlying base panel struc 
ture 150’ which may be a cement asbestos board or 
may be a pre-fabricated concrete block wall as shown 
in FIG. 24 and knife-edge members 89’ are operated, 
as shown, with the edge riding against the upper surface 
150" of panel 150’ in the same manner as the opera 
tion of the embodiment of FIG. 26 so that strips 127' 
comprise all oflayer 17 and substantially all of layer 11 
as in the embodiment of of FIG. 26 due to the fact that 
layer 11 corresponds to layer 21 in FIG. 26 and the pre 
determined distance hereinbefore described as desir 
able is made substantially nil. 

In accordance with the modi?cation of FIG. 28, base 
coat 17 is provided directly on layer 11" which is ap 
plied to panel 10 which may be cementitious or non 
cementitious as hereinbefore described and knife-edge 
member 89" is operated as in the embodiment of FIG. 
26 with the edge riding on the bearing against the upper 
surface of layer 11" which has been hardened prior to 
the operation of FIG. 28, so that strip 157 comprises 
substantially all of finish layer 17, but substantially 
none of layer 11". 
There is shown in FIG. 29 a modi?cation of the em 

bodiments of FIGS. 27 and 28 wherein ?nish layer 17 
is applied directly on a cementitious base panel struc 
ture 150’, which as hereinbefore mentioned may be ce 
ment-asbestos panel or prefabricated concrete block 
wall as in the embodiment of FIG. 24 or the like and 
cutting edge 29’ or any corresponding cutting edges is 
operated to provide strip 157 consisting ofsubstantially 
all offinish coat 17 but substantially none of underlying 
base panel structure 150' as hereinbefore described, 
the predetermined distance being made nil as in the 
embodiment of FIG. 27. 
The preferred embodiment of FIG. 25 represents the 

cutting step of the embodiments of FIGS. 7 through 17. 
The surface which simulates the mortar at the simu 
lated mortar joints is, immediately after cutting the 
grooves. a soft, impressionable surface, located below 
the top surface and above the bottom surface of the ce 
mentitious base layer. 

In contradistinction, in the embodiments of FIGS. 26, 
27, 28 and 29, the surface which simulates mortar at 
the simulated motar joints, immediately after cutting 
the grooves is primarily the surface of an underlying 
hard cementitious material which in the embodiments 
of FIGS. 26 and 28 is the upper surface of the previ 
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ously applied and previously hardened cementitious 
base coat and in the embodiments of FIGS. 27 and 29 
is the surface of a cementitious base panel structure 
such as cement-asbestos board or concrete. 
Referring now to FIG. 25, the step of cutting the 

grooves is indicated schematically for all of the em 
bodiments hereinbefore described in conjunction with 
FIGS. 4 through 24. A base coat layer 11 and finish 
coat layer 17, each being of cementitious material com 
prising water, ?ne particulate aggregate and portland 
cement is applied to either a cementitious or non 
cementitious base panel structure 10 and, while each of 
layers 11 and 17 is soft, plastic and impressionable. 
grooves are cut to provide strips 27 containing a ?nish 
layer portion (all of the ?nish layer in the groove area) 
and a base coat portion as discussed in detail in connec 
tion with FIG. 7, leaving a remaining portion of layer 
11 underlying the groove at 53’. 
Referring now to FIG. 26, in accordance with the em 

bodiment of FIG. 3 a first base coat 11" may be pro 
vided on base panel 10 which may be cementitious or 
non-cementitious and layer 11" may be allowed to be 
come hard by drying or by curing to carry the portland 
cement reaction partially to completion before apply 
ing a second base layer 21. After applying base layer 
21, ?nish layer 17 may be applied and cutting appara 
tus may be operated in accordance with the embodi 
ments of FIGS. 7 through 17, except for the modifica 
tion thereof that the predetermined distance above sur 
face 10’ of panel 10 at which knife-edge portions are 
to travel is determined as being the thickness of layer 
11", the knife-edge members, as indicated, being oper 
ated so that they bear against or ride upon the upper 
surface of layer 11" which has, as hereinbefore men 
tioned, been allowed to become hardened so that strips 
127 comprise substantially all of layer 21 and substan 
tially none of layer 11” in the areas where the grooves 
were cut (FIG. 26). 

In the embodiment of FIG. 27, layers 11 and 17 are 
applied to a cementitious underlying base panel struc 
ture 150’ which may be a cement-asbestos board or 
may be pre-fabricated concrete block wall as shown in 
FIG. 24 and knife-edge members 89’ are operated, as 
shown, with the edge riding against the upper surface 
of 150” of panel 150’ in the same manner as in the 
operation of the embodiment of FIG. 26 so that strips 
127’ comprise all of layer 17 and substantially all of 
layer 11 as in the embodiment of FIG. 26 due to the 
fact that layer 11 corresponds to layer 21 in FIG. 26 
and the predetermined distance hereinbefore described 
as desirable is made substantially nil. 

In accordance with the modi?cation of FIG. 28, base 
coat 17 is provided directly on layer 11” which is ap 
plied to panel 10 which may be cementitious or non 
cementitious as hereinbefore described and knife-edge 
member 89’ is operated as in the embodiment of FIG. 
26 with the edge riding on or bearing against the upper 
surface of layer 11" which has been hardened prior to 
the operation of FIG. 28, so that strip 157 comprises 
substantially all of ?nish layer 17, but substantially 
none of layer 11". 
There is shown in FIG. 29 a modi?cation of the em 

bodiments of FIGS. 27 and 28 wherein ?nish layer 17 
is applied directly on a cementitious base panel struc 
ture 150’, which as hereinbefore mentioned may be a 
cement-asbestos panel. pre-fabricated concrete block 
wall as in the embodiment of FIG. 24 or the like and 
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cutting edge 29"or any corresponding cutting edge is 
operated to'provide strip 157 consisting of substantially 
all of ?nish coatv 17 but substantially none of underlying 
base panel structure 150’ as hereinbefore described, 
the predetermined distance being made nil as in the 
embodiment of FIG. 27. 
The preferred embodiment of FIG. 25 represents the 

cutting step of the embodiments of FIGS. 7 through 17. 
The surface which simulates the mortar at the simu 
lated mortar joints is, immediately after cutting the 
grooves, a soft, impressionable surface, below the top 
surface and above the bottom surface of a cementitious 
base layer. . 

In contradistinction, in the embodiments of FIGS. 26, 
27, 28 and 29, the surface which simulates mortar at 
the simulated mortar joints, immediately after cutting 
the grooves is primarily the surface of an under-lying 
hard cementitious material which in the embodiments 
of FIGS. 26 and 28 is the upper surface of the previ 
ously applied and previously hardened cementitious 
base coat and in the embodiments of FIGS. .27 and 29 
is the surface of a cementitious base panel structure 
such as cement asbestos board or concrete. 

It may thus be seen that the invention is broad in 
scope and includes such modi?cations as will be appar 
ent to those skilled in the art and is to be limited only 
by the claims. I 

Having thus described our invention, we claim: 
1. In the process of providing a simulated masonry 

wall, the combination of the steps of: 
providing a base panel structure having four edges 
and having a cementitious surface which simulates 
mortar, 

applying on said surface a ?nish layer, 
said finish layer being a cementitious material com 

prising water, ?ne particulate aggregate and 
portland cement, and, 

said finish layer being initially soft and plastic and im 
pressionable, when while said layer remains at least 
somewhat soft and plastic and impressionable, cre 
ating grooves which extend through said layer, 

said grooves divided into at least two sets, 
the grooves of said ?rst set extending substantially 

parallel to each other, and, . 
the grooves of said second set extending substantially 

parallel to each other and substantially normal to 
the grooves of said first set. 

said process particularly characterized by the further 
steps in said combination comprising the steps of: 

creating said grooves by cutting the sides and bot 
tom of the grooves with knife-edge members to 
provide a strip corresponding to each groove, 

said knife edges attached to cutting apparatus, 
each of said strips comprising a ?nish layer por 
tron, 

removing said strips as they are cut, cutting the 
grooves in each set in a single translatory pass of 
the cutting apparatus with respect to the base 
panel structure, and, 

guiding said knife-edge members which cut the 
bottoms of said grooves at a predetermined spac 
ing from the upper surface of said base panel 
structure underlying said base layer. 

2. The method of claim 1 characterized by starting 
and ending the cutting of each set of grooves simulta 
neously. 

3. Themethod of claim 1 wherein only two sets of 
. grooves are provided and wherein the grooves in each 
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set extend from an edge of the base panel structure to 
an opposite edge of the base panel structure to provide 
a panel which simulates the surface of a stack bonded 
brick wall. 

4. The method of claim 3 characterized by starting 
and ending the cutting of each set of grooves simulta 
neously. 

5. The method of claim 1 wherein the grooves in the 
?rst of said sets of grooves extend from an edge of the 
base panelstructure to an opposite edge of the base 
panel structure, and wherein the second of said sets of 
grooves is divided into at least two sub-sets of grooves, 
and, 
wherein the grooves in the sub-sets are intermittent 
so that each groove in each sub-set comprises a 

I plurality of groove portions, 
each of said groove portions extending from one of 

said first grooves in said ?rst set to another of said 
grooves in said ?rst set to provide a panel which 
simulates the surface of an alternate bonded brick 
wall, and, , ' 

cutting each sub-set in a single translatory pass of the 
cutting apparatus with respect to the base panel 
structure, while, 

alternately engaging and disengaging said knife-edge 
members with said base and ?nish layers to provide 
said groove portions. 

6. The method of claim 5 characterized by starting 
and ending the cutting of each set of grooves simulta 
neously. . 

7. The method of claim 1 characterized by the step 
of removing said strips by vacuum. 

8. The method of claim 7 wherein only two sets of 
grooves are provided and wherein the grooves in each 
set extend from an edge of the base panel structure to 
an opposite edge of the base panel structure to provide 
a panel which simulates the surface of a stack bonded 
brick wall. 

9. The method of claim 7 wherein the grooves in the 
first of said sets of grooves extend from an edge of the 
base panel structure to an opposite edge of the base 
panel structure, and the second of said sets of grooves 
is divided into at least two sub-sets of grooves, and, 
wherein the grooves in the sub-sets are intermittent 
so that each groove in each sub-set comprises a 
plurality of groove portions, 

each of said groove portions extending from one of 
said first grooves in said ?rst set to another of said 
grooves in said ?rst set to provide a panel which 
simulates the surface of an alternate-bonded brick 
wall, and, 

cutting each sub-set in ansingle translatory pass of 
the cutting apparatus with respect to the base panel 
structure, while 

alternately engaging and disengaging said knife-edge 
members with said base and ?nish layers to provide 
said groove portions. 

10. The method of claim 7 characterized by starting 
and ending the cutting of each set of grooves simulta 
neously. 

11. The method of claim 1 characterized by the step 
of inverting said base panel structure with said layers 
therein while cutting said grooves to thereby remove 
said strips by gravity. 
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12. The method of claim 1 further characterized by 
the additional steps of: 
providing a base panal structure having four edges, 
coating said base panel structure with a base layer, 
said base layer being a cementitious material com 

prising water, ?ne particulate aggregate and 
portland cement, and, 

said base layer being initially soft and plastic and im 
pressionable, 

to provide said base panel structure having a cemen 
titious surface which simulates mortar wherein said 
cementitious surface is the surface of said base 
layer, 

creating said grooves while said base layer remains at 
least somewhat soft and plastic and impressionable, 

guiding said knife-edge members to provide each of 
said strips with a ?nish layer portion and a base 
layer portion so that each of said grooves extends 
entirely through said ?nish layer and partly through 
said base layer. 

13. The method of claim 12 further characterized by 
the additional steps of: 
providing an additional base layer between said base 
panel structure and said base layer 

by ?rst coating said base panel structure with said ad 
ditional base layer before applying said base layer 

said additional base layer being a cementitious mate 
rial comprising water, fine particulate aggregate 
and portland cement, 

causing said additional base layer to become hard, 
non-plastic and substantially nonimpressionable 
before cutting said grooves, and, 

causing said predetermined distance to be deter 
mined as the thickness of the additional base layer 
by cutting said grooves with the knife-edge mem~ 
bers which cut the bottoms of the grooves bearing 
against the surface of said additional base layer to 
provide said strips, 

said strips comprising all of the finish layer and sub 
stantially all of the base layer between the edges of 
the grooves. 

14. The method of claim 1 characterized by: 
said base panel structure on which said base layer is 

applied being cementitious material, 
said predetermined distance being made substantially 

5 

15 

25 

30 

35 

40 

45 

55 

60 

65 

16 
nil by cutting said grooves with the knife-edge 
members which cut the bottoms of the grooves 
bearing against the surface of said base panel struc 
ture to provide said strips, 

each of said strips comprising only substantially all of 
the ?nish layer between the edges of the grooves. 

15. The method of claim 1 further characterized by 
the additional steps of: 
providing a base panel structure having four edges, 
coating said base panel structure with a base layer, 
said base layer being a cementitious material com 

prising water, ?ne particulate aggregate and 
portland cement, and, 

causing said base layer to become hard, non-plastic 
and substantially non-impressionable before cut 
ting said grooves, and, 

causing said predetermined distance to be deter 
mined as the thickness of the base layer by cutting 
said grooves with the knife-edge members which 
cut the bottoms of the grooves bearing against the 
base layer to provide said strips, 

each of said strips comprising substantially all of the 
?nish layer and substantially none of the base layer 
between the edges of the grooves. 

16. The method of claim 1 wherein said base panel 
structure is a pre-fabricated concrete block wall and 
said predetermined distance is made substantially nil by 
cutting said grooves with the knife-edge members 
which cut the bottoms of the grooves bearing against 
the surface of said wall to provide said strips, 

said strips comprising all of the ?nish layer and sub 
stantially all of the base layer between the edges of 
the grooves. 

17. The method of claim 12 characterized by the step 
of removing said strips by vacuum. 

18. The method of claim 13 characterized by the step 
of removing said strips by vacuum. 

19. The method of claim 14 characterized by the step 
of removing said strips by vacuum. 

20. The method of claim 15 characterized by the step 
of removing said strips by vacuum. , 

21. The method ofclaim 16 characterized by the step 
of removing said strips by vacuum. 

22. The method of claim 17 characterized by the step 
of removing said strips by vacuum. 

* >l< * * * 



. Patent No. 3,819,395. 

' Column 7', line, 31, change "any", to -.- many -—. 

‘i STATES PATENT OFFICE . 
CERTIFICATE OF CQRRECTIUN 

Dated June 25, 1974 

Invento?s) ‘ TOmmY ’ E. Yocum 

, It is certified that error appears in the above-identified patent 
and that said Letters Patent are hereby corrected as shown below: 

Column 2, line 49, cancel "or" and substitute'-- on —-. 
Column 3, line,2, before "cut" insert -- which --. Column 5, 
line 16, change "formed" to -— foamed --, both occurrences. 

Column 8, 
Column 9, line 7, 

Column'll, line 38, 
Column 13, line 39, 

line 37, after‘ "may" insert -- be _--‘-. 
change "suitable" ‘to —- suitably -'-. _ 
change "the bearing" to -- or bearing --. 
change "when" to. ‘-,--L then '-'--é.‘ . 

Signed [and ‘sealed this 37:11 day of December 1974. 

(SEAL) 
Attest: 

_- c.‘ MARSHALL- DANN 
' _ Commissione'r’of ,Patents 

M¢coY M. GIBSON JR. 
Attesting Officer 


