wo 2013/013271 A1 [N 00RO 0RO O

(43) International Publication Date

(12) INTERNATIONAL APPLICATION PUBLISHED UNDER THE PATENT COOPERATION TREATY (PCT)

(19) World Intellectual Property Ny
Organization é
International Bureau -,

=

\

31 January 2013 (31.01.2013)

WIPOIPCT

(10) International Publication Number

WO 2013/013271 Al

(51

eay)

(22)

(25)
(26)
(30)

(72)
1

74

31

International Patent Classification:

B32B 13/02 (2006.01) B28B 7/22 (2006.01)
B32B 13/04 (2006.01) B28B 11/14 (2006.01)
B32B 18/00 (2006.01) E04C 2/24 (2006.01)
B32B 37/00 (2006.01)

International Application Number:
PCT/AU2012/000889

International Filing Date:
27 July 2012 (27.07.2012)

Filing Language: English
Publication Language: English
Priority Data:

2011902985 27 July 2011 (27.07.2011) AU

Inventor; and
Applicant SADLER, William Alexander James
[AU/AUJ; 41 Quarry Road, Mitcham, Victoria 3132 (AU).

Agent: DAVIES COLLISON CAVE; 1 Nicholson Street,
Melbourne, Victoria 3000 (AU).

Designated States (unless otherwise indicated, for every
kind of national protection available). AE, AG, AL, AM,

(84)

AO, AT, AU, AZ, BA, BB, BG, BH, BN, BR, BW, BY,
BZ, CA, CH, CL, CN, CO, CR, CU, CZ, DE, DK, DM,
DO, DZ, EC, EE, EG, ES, FI, GB, GD, GE, GH, GM, GT,
HN, HR, HU, ID, IL, IN, IS, JP, KE, KG, KM, KN, KP,
KR, KZ, LA, LC, LK, LR, LS, LT, LU, LY, MA, MD,
ME, MG, MK, MN, MW, MX, MY, MZ, NA, NG, NI,
NO, NZ, OM, PE, PG, PH, PL, PT, QA, RO, RS, RU, RW,
SC, SD, SE, SG, SK, SL, SM, ST, SV, SY, TH, TJ, TM,
TN, TR, TT, TZ, UA, UG, US, UZ, VC, VN, ZA, ZM,
ZW.

Designated States (uniess otherwise indicated, for every
kind of regional protection available): ARIPO (BW, GH,
GM, KE, LR, LS, MW, MZ, NA, RW, SD, SL, SZ, TZ,
UG, ZM, ZW), Eurasian (AM, AZ, BY, KG, KZ, RU, TJ,
TM), European (AL, AT, BE, BG, CH, CY, CZ, DE, DK,
EE, ES, FL, FR, GB, GR, HR, HU, IE, IS, IT, LT, LU, LV,
MC, MK, MT, NL, NO, PL, PT, RO, RS, SE, SI, SK, SM,
TR), OAPI (BF, BJ, CF, CG, CIL, CM, GA, GN, GQ, GW,
ML, MR, NE, SN, TD, TG).

Published:

with international search report (Art. 21(3))

(54) Title: LAMINATED PRODUCT PRODUCED BY PLACING ONE LAYER ONTO A SEMI SET PARTIALLY CURED
BASE LAYER.

(57) Abstract: A method for producing a
laminated product including applying a slab
product to at least one surface of a substrate,
the method including placing the substrate
onto the slab material when the slab product
is in a semi set partially cured state, then al-
lowing the laminated product to cure. Prefer-
ably the slab is cement based and the sub-
strate is a masonry product, already manufac-
tured and cured, eg tiles, mosaics, bench tops.
The method may alternatively cast a cementi-
tious slab first, and then when that is partially
cured pour the cementitious substrate onto it,
then cutting the whole assembly into smaller
pieces while the whole assembly is still in a
partially cured semi set state.



WO 2013/013271 PCT/AU2012/000889

10

15

20

25

30

LAMINATED PRODUCT PRODUCED BY PLACING ONE LAYER ONTO A SEMI
SET PARTIALLY CURED BASE LAYER.
FIELD OF THE INVENTION

The present invention relates generally to laminated products and
methods of manufacturing same. The present invention is particularly useful

. for forming laminated products where either the base substrate or the

laminate, or both, is a cementitious material.

/

BACKGROUND

Presently, the process of manufacturing_'cementitious prbdubis such
as tiles and building blocks remains substantially the same as production
methods that have been employed for the past 50 years and is still popular
throughout the world. |

However, over the past twenty years, the production of building
material has developed resuiting in materials with a greater contemporary
appearance in response to the fashion and trends of modern architecture
and interior design. As such, where structures include a surface which is
visible,‘. it may be desired to place other materials over the surface” of the
structure so as to provide a more pleasing or suitable surface. Materials for
creating such surfaces over the structure can include natura! stone, tiles,
rendering, plastering, plasterboard and other slab materials.

Presently, commercially available cementitious slab products are
produced from a mix which typically comprises cement, silica sand, large (or
coarse) aggrégate pieces, a water reducing admixture and water. The large

‘aggregate pieces are included to make up mass and may vary in size from

approximately 3mm to 10mm or larger. Stone chips are often used as large
aggregate pieces. The water reducing admixture may be a plasticizer based
on Polycarboxylatic Ether Polymer.

Autoclaved Aerated Concrete (AAC) or Autoclaved Cellular Concrete

(ACC) is used to manufacture many cementitious products such as Hebel
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blocks, wall pénels, floor and roof panels and the like. The precast material is

| lightweight and provides. structure, insulation and fire and mould resistance

properties. Construction with said pre-cast blocks is quick and easy since the
material can be routed, sanded and cut using conventional carbon steel
saws and drills. However, the material is not suitable for the external
elements and therefore not considered finished. The material can be coated
or have siding maierials used to cover the AAC material. J

The strength of material used in tile production has increased in
relatively recent times, allowing floor and wall tiles to be produced from a

single large and thin slab, similar to marble or granite slabs, which can be cut

to produce square or rectangular tiles of a desired size. -

However, present produdtion methods of cémentitious slab products
have a number of significant problems.

For example, the processing (cutting, calibrating, arising and/or
rectification) of a slab is generally effected by use of diamond cutting tools,
such as cutting blades, calibrating tools etc.

‘When cutting a cured slab, which is a very hard matérial, the édges of
the cut are subject to varying degrees of chipping and rough edges. Further,
the slabs and/or tiles are liable to crack or break during the cutting and
calibrating process. The stresses can cause chips and breakages,
particularly at corers where the cementitious slab is weakest. The chipping,
cracking and/or breakages can result in wastage or the’neéd to repair’
damagedrm_éterial. This can be both costly and time c'onsu_’ming.

Further, when a building structure constructed. from bricks, masonry
blocks or other construction materials requires surfacing with another more
desirable product, it results in a two-step process which is time-consuming,
and often requires people with different skill sets to complete "the :
construction. For example, a bricklayer can construct a wall with a tiler or

30 . stone mason being required to tile a surface of the brick wall.
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It'is an object of the present invention to provide a process and
produc_t which at least ameliorates one or more of the above-mentioned
disadvantages associated with construction materials.

The reference to any prior art or prior art techniques, in this
specification is not, and should not be taken as, an acknowledgement or any
suggeStion that these references form part of the common general -
knowledge of persons skilled in the relevant field of technology.

SUMMARY OF THE INVENTION

In one aspect, the present invention provides a 'meth'od for producing
a laminated product including applying a slab prod'uct to at least one surface
of a subétrate, the method including placing the substrate onto the slab
material when the slab product is in a semi-set state and allowing the "
laminated product to cure. '

The substrate can be any material which natﬁrally adheres to the
cementitious slab material when the slab is in a semi-set state. In some
embodiments, the substrate material is a masonry product that itself has
already been manufactured and cured and naturally adheres to the
cementitious slab material that is in a semi-set state. In other embodiments,
the substrate itself is not cured and is forced onto the semi-set slab material
(or applied to the slab in a semi-set state) and the curing process adheres
the slab and substrate materials to form the laminated product.

In another aspect, the préSent invention prbvides a method for cutting
a laminated cementitious product with a vibrating cuttihg tool when the

cementitious material is in a semi-set state.

in one embodiment, the substrate is placed onto the slab material

‘when in a semi-set state and the material is cut around the substrate.

inone embodimént, the slab material is cut in line with the edge(s) of
the substrate. ' ’
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In another embodiment, the slab material is cut in a semi-set state and
the substrate is placed onto the cut slab material. |

In another embodiment, the surface of the siab material to which a
substrate is to be adhered is treated with a retardant material to delay the
curing of the surface whilst allowing the remaining material in the slab to
cure. In this embodiment, the adhesion surface is retained moist such that a
substrate my be applied some time after pouring the slab thereby enabling
the slab\ matérial to partially cure and gain structu.ral integrity whilst

~ preventing the adhesion surface from curing at the same rate as the

remainder of the slab material. The delayed curing of the adhesion surface

- ensures a good bond with the substrate even thoUgh the remainder of the

slab material has partially cured and this process is particularly useful in
instances where the substrate is applied to the slab product. If a substrate is
applied too soon after pouring, the substrate could squeeze and deform the
slab under the weight of the substrate. However, allowing partial curing of
the slab Whilst fetaining the adhesion surface moist addr.eéses this problem.
In an embodiment, the retardant is a chemical composition that is evenly
sprayed onto the adhesion surface of a slab shortly after the slab has been
poured and naturally dissolves or degrades over time thus not inferfering with
the adhesion of the adhesion' surface of the slab to the applied substrate.
The chemical bomposition may be an adhesive sprayed or applied that

optimizes bonding between surfaces.

In another embodiment, the substrate is placed onto cut slab material
such that the edges of the substrate are in line with the corresponding edges
of the cut slab material. -

In a further embodiment, the substrate is placed onto the cut slab
material such that the substrate is offset relative to the cut slab material to
provide a recessed edge on a first side and an overhanging edge on a
second opposing side. |

In one embodiment, the slab material is cementitious and the
constituent materials include cement and other materials with the combined
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mixture having particle sizes sufficiently small to allow the material to be cut
with a vibrating ‘cufting tool. The cementitious material is poured into a
moul_d or Casting table and then allowed to cure to a semi-set state that,
when sufficiently cured, allows the cutting tool to separate the slab into
smaller pieces (or remove material from the slab) without the material
deforming either during or subsequent to the operation of the cutting-tool.

In one embodiment the preselected frequency of the vibrating cutting
tool is an ultrasonic frequency. The frequency of vibration may be adjusted

- or selected to best suit the constituent material of the siab.

" In one embodiment, the cutting tool is a straight blade that is mounted
on a robotic arm and is manoeuvred under the direction of a control system

A operating the arm. Whilst the blade will typically be positioned substantially

vertically for cutting a slab that is disposed substantially horizontally, it is not
necessary for such a geometrical arrangement to exist between the blade
and the slab. For example, the slab may be disposed at an angle and

further, the blade may be angled with respect to the slab such that it can cut

chamfers or create bevelled edges.

In another embodiment, the cutting tool is a curved blade that canbe

used to create desired profiles.

The cutting tool is not necessarily limited to a blade and in other
embodiments, the cutting tool includes a grating device or a reciprocating

cutting tool for removing a fine layer of material.

Profiles may serve a functional purpose or simply provide an aesthetic
effect. In this regard, there is an increasing market demand for new and

interesting shapes of floor and wall tiles. In response to the demand for

innovative products, high resolution digital printing techniques to generate
ﬂexographic and/or photopolymer plates have been used to add complex
surface décoration to tiles and the preseni invention is particularly suited to
satisfying the demand for an aesthetic difference to the predominantly
available range of square and/or rectangular shaped tiles.
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_In one embodiment, the mould into which the slab material mix is
poured is pattered to create a patterned and/or textured surface on the
laminated product. - "

In an embodiment, the slab material is cementitious and the
constituent materials do not include large aggregates that would otherwise
impede the pés_sage of the cutting tool as it passes through the material,

" which could otherwise cause tearing or rippling of the material. The

cementitious material is poured into a mould and then allowed to cure to a

‘semi-set state that is a state sufficiently cured to allow the cutting tool to

separate the slab into smaller pieces (or remove material form the slab)
without the state of the material deforming subsequent to the operation of the
cutting tool.

~

In another embodiment, the mould incIUdes a sécrificial layer of
material to absorb cutting damage that could be impaﬁed by the cutting tool
to the mould. The sacrificial Iayer of material (mould lining) may be applied
pnor to pouring (or pressmg) the material into the mould and may be
removed subsequent to the cutting process when de-moulding occurs. The
mould lining reduces wear on the mould surface, reduces daily cleaning
and/or maintenance requirements therefore should reduce wastage and/or
costs and/or improve the quality of the slab products.

In another embodiment the substrate material includes gypsum. In this
embodiment, the substrate may further include linerboard. The linerboard
may itself be cut with the material in a semi-set state to produce a shape
and/or size of liner board that is presently not available accordir'fg'to current
production methods.

In another aspect, the present invention provides a method for
producing a laminated product, wherein one component of the laminated
product is initially a slab of cementitious material including cement and
materials with the combined mixture having particle'sizes sufficiently small to
allow the material to be cut with a vibrating cutting tool, pouring the
cementitious material into a mould and allowing to cure to a semi-set state
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and, when sufﬁciehtly cured, b_uttin‘g the material with the vibrating tool to
separate the slab of material into smaller pieces (or remove material from the
slab) without the material deforming either 'during or subsequent to the
operation of the cutting tool, and applying a substrate to the semi-set slab .'
and allowing to fu~lly cure thus forming the laminated product.

In another aspect, the present invention provides a method for

. producing a laminated product wherein a first component of the laminated

product is initially a slab of cementitious material including cement and
materials with the combined mixture having particle sizes sufficiently small to
allow the material to be cut with a vibrating‘ cutting tool; pouring the
cementitious material into a mould subsequently applying a substrate
material, thus forming a second component of the laminated product, onto
the slab material, the subsfrate méterial also including cement énd mgterials
being a combined mixture with particles sizes sufficiently small to allow the
substrate material to also be cut with a vibrating cutting tool; pouring the

cementitious substrate material onto the slab material; allowing the slab and

B substrate materials to cure to a semi-set state and cutting the laminate slab

product into- smaller pieces without the laminate product deforming either
during or subsequent to the operation of the cutting tool.
/9‘

_ In one embodiment, relatively large laminated slabs of cementitious |
material are formed with a slab providing a relatively thin laminate to a larger
slab in the form of the substrate. Increasingly, large pre-formed (or pre-cast)
slabs of cement based material are being used for the construction of
buildings where the pre-cast slab is positioned by a’crane or other suitable
lifting device. Forming a wall with large bre-cast slabs is quick and efficient
and reduces buiiding costs as compared with building with smaller
components such as bricks. However, the large pre-cast slabs have an
unsightly appearance and in, many instances, require the application of a
surface treatment such as rendering or painting to improve the appearance.

. Large slabs with a laminate formed during the manufacturing process

addresses the requirement to render a pre-cast slab with an appropriate
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In another embodiment involving the manufacture of large laminated
slabs, the cutting tool is used to “cut” the surface of one or both of the slabs
(ie laminate and / or substrate) thus providing a strip or section of the slab
where cracking will occur in the event that the slab is SUbject to stress that
will cause cracking or a surface fracture of a slab.

“In another aspect, the present invention provides a laminated

~ cementitious product according to one or more of the methods of the present

invention described herein.

It will be recognised by skilled readers that the term “cure” is
interchangeable with the term “set”. 1t will also be recognized that the term
“semi-set” has a substantially similar meaning to “semi-plastic” or “semi-
hardened”. |

BRIEF DESCRIPTION OF THE DRAWINGS

Fig. 1 is a perspective view illustrating an embodiment of a cutting
process in accordance with the invention;

Fig. 2A is a perspective view of a slab of material with aﬁ array of
various shaped cuts rendering an array of different shaped tiles when de-
moulding occurs. In this Figure‘a substrate is place onto a corresponding cut
slab product;

Fig. 2B is a perspective view of a slab of material illustrating the

'substrate being placed onto the cut slab product such that itis offset relative

to the slab product; ' . "

Fig. 3 is a perspective of a slab of material illustrating the éubstrate

» being placed onto the slab material prior to cutting of the slab material,

Fig. 4 is a perspective view of a slab of material which has been -
produced using a patterned mould; '



WO 2013/013271 ‘ PCT/AU2012/000889

10

15

20

25

9

Fig. 5is a perspective vie_w of laminated cementitious products made
using different substrates; | |

Figs. 6A and 6B are perspective views of laminated cementitious
products having a slab productsv applied to more that one surface of the
substrate; and | |

Fig. 7 is a perspective view of a laminated cementitious pr‘oduct
ilustrating the substrate made of an aerated cementitious material.

' DETAILED DESCRIPTION OF EMBODIMENTS OF THE INVENTION

Itis noted that all of the discussion below, regardieés bf thérpérficular
embodiment being described, is exemplary in nature, rather than fimiting.

The present invention is relevant to the manufacfure of laminated
cementitious products which may be used as building blocks or bricks, tiles
(internal, eXterhaI, floor and wall; conventional and alternative type 'tiles);
wall, floor and roof péf'\els (both internally and externally); mosaics (including
floor mosaics); kitchen bench tops; kitchen counters, benches and islands;
table tops; integrally cast products for tilt-up panels inciuding scott systemé; o
insulation tiles; other slab products for the slab market; furniture; roof tiles or
slab and/or tiles for other suitable applications.

‘ACCording to some embodiments, the substrate can be made of any
material which adheres to the cementitious slab material when in a semi-set

‘state.

“An example method for producing the slab including cementitious'

“material includes the steps of mixing cement, a fine aggregate material; an

ultra fine aggregate material and water. The fine aggregate material and/or ,
the ultra fine aggregate material may be a siliceous material, incIUding sand.
Further, the cementitious mix may also include a crushed aggregate
material and/or flour, wherein the crushed aggregate materi‘al may also be
sand.
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In order to reduce water content of the cementiﬁoUs mix, a water
reducing plasticizer may be added, which may be a polyc?arboxylatic ether
polymer. The amount of water reducing plasticizer may be between
approximately 1% to 5% of the mix by weight of cement. For example,
should the cement content of the cementitious rhix be 100 kildgrams, the
amount of water reducing plasticizer inay be between approximately 1
kilogram and 5§ kilograms.' The water to cement ratio, where a water
reducing plasticizer is used, may be approximately 0.26.

The ratio of cement to fine aggregate material fo ultra fine aggregate
material may be 2:2:1. For example, the cementitious mix may contain 100
kilograms of cément.. 100 kilograms of fine aggreg'ate material and750'
kilograms of ultra fine aggregate material. Furthermore, in an embodiment
where the cementitious mix includes either crushed aggregate material or
flour, the ratio of cement to fine aggregate material to ultra fine aggregate
material to crushed sand or flour may b‘e' 10:10:5:2. For example, the
cementitious mix may contain 100 kilog‘ra/ms of cement, 100 kilograms of fine
aggregate material, 50 kilograms of ultra fine aggregate material and 20

kilograms of crushed aggregate material or flour.
. )

Of course, }the precise ratios of materials in any mix that will produce

~ the best result will depend upon the quality and suitability of the materials,

the quality of the polycarboxylate admixture and the efficiency of the mixing

_ apparatus.

- In a further embodiment, the cementitious mix may include vinegar

~and/or ethanol (buffer solution), which is included in order to reduce air

content of the cementitious mix. The air content of the cementitious mix may.
be in the form of air bubbles and it is intended that the vinegar and/or ethanol
reduce the air bubble content of the cementitious mix or to allow the air that
is present or produced whilst mixing to dissipate during the casting ahd
settling period.. The vinegar and/or alcohol to cement ratio may be
approximately 0.075. | '
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The material is mixed into a wet consistency. The period of mixing

. may be approximately (5-10) minutes.

- Following mixing of the cementitious mix, the material is then placed in
a mould for producing a cementitious slab. Moulds may be of varying

‘shapes and sizes and may be made from various materials including

aluminium, steel, timber, p’iastic and/or acrylic. In one embodiment, the
mould is made of glass.

- As the cutting equipment may damage the surface of a mould, a
sacrificial layer of material (or mould liner) may be used with the mould to

~ prevent, or at least reduce damage to the mould. The mould liner may be
~ discarded and replaced after the de-moulding process, and may be formed

from plastic, waxed paper or any material suitable for preventing damage to
the mould surface that could otherwise occur when a cutting tool is used to
cut the slab. ' |

in addition to preventing damage to the mould by the cutting tool, the'
mould liner also protects the mould surface from the material that is poured
in to the mouid. In this regard, the mould liner avoids the requirement to
clean the surface of the mould aftér slab products are de-moulded.
Obviating the need to clean the mould surface avoids the time and cost that
would otherwise be incurred for this task. Also, avdiding damage and any
deposn of material on the mould surface ensures consistency in the
appearance of slab products manufactured from the mould.

When in the mould, the cementitious mix is allowed to self-level Self-
levelling may take approximately 2 minutes to 6 minutes in duratlon as air

| and air bubbles escape from the cementitious mix. Approximately 90% to

95% or greater of air is expected to escape from the mix during the self-
levelling process without intervention. ’

A further reduction in air and air bubbles may be achieved by gently

'vibrating the mould containing the cementitious mix although this is generally

unnecessary). A cementitious mix may be vibrated until air and air bubbles
substantially no longer appear to be coming to the surface of the
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cementitious mix. In this- regard, the gentle vibration may be of
approximately 3 to 10 seconds duration. In any event, the extent to which the
mixture requires vibration is significantly reduced as compared with prior
methods of producing a slab of cemehtitious material. Reducing thé extent to
which vibration is required substantially reduces a significant variable in the
production process. Of course, reduction of any variable in a production

“process has the effect of improving thé quality and reproducibility of products

from the process.

Foltowing levellihg and yibrating'of the cementitious mix, it is allowed

- to set until it is in a substantially semi-set (or substantially semi-hardened)

state. When in a semi-set state, the cementitious slab may be cut in to tiles
or other desired products. In a semi-set stat'e, the cementitious material may
be cut with a cutting tool such as a knife or sharp tool vibrated at a
preselected frequency. ‘

The preselected frequency may be an ultrasonic frequency, which_ .
may be in the range of 20 kHz to 40 kHz. The ultrasonic cutting tool may be
a hand held type or may be incorpbrated into automated machinery, such as
computer controlled automated cutting‘ machinery.

Using a blade vibrating at an ultrasonic frequency should result in very
little or substantially no cementitious material sticking to the blade when
cutting. This should result in the blade not needing to be cleaned and should
also result in little or substantially no cementitious material being removed
from the slab during the cutting process. Of course, this also assists to
ensure that the slab material is neither torh nor rippled, or otherwise
deformed,'during the cutting process other than providing a smooth
separation.

As illustrated in Fig. 1, a cementitious slab 2 may be formed in a

“mould 1 and can be cut with a cutting tool such as a blade 4, which is fitted

to a cutting device 5. The cutting device 5 may be an ultrasonic cutting
device. '
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Fig. 1 also illustrates various other components of the mould including
the support 7, a layer of material 9 that forms a mould lining and a mould
_retaining wall 10. The support 7 should provide a surface to the poured
material that is acceptable for an “off-form” mould. In the embodiment of

Fig.1, the support 7 is a sheet of glass that presents a very uniform surface

~ to the poured material.

In-order to protect the support 7 from the cutting tool 4, a mould lining

~ 9is applied to the surface of the support 7. In the embodiment of Fig. 1, the
-_ mould lining 9 is applied to the support 7 with a tool to ensure that any air
_between the mould lining 9 and the support 7 is substantially removed.

Subsequent to applying the lining 9, the retaining wall 10 is formed. In

_the embodiment of Fig. 1, the retaining wall 10 is formed from an acrylic

material that is malleable and quick drying. . Once solidified, the _wall 10
remains relatively soft and malleable such that it may be easily removed.

The ultrasonic cutting tool may be a thin blade, which is cépable of
cutting cementitious material in a semi-set state. Further, cutting of the

material may occur at approximately 0.4 -1metre per secbnd.

The blade 4 cuts the cementitious slab 2'in a desired shape. In the
exemplary embodiment shown in Fig. 1, the cut 3 has an irregular shape,
which is a curved shape. As the slab material 2 is cut while in a semi-set
state, the cut 3) may be of many different shapes, including curved lines and
shafp corners. '

The cementitious material cures into a substantialjy semi-set state
following self-levelling and/or vibration. This part of the curing process may

- be approximately 30 minutes to 1 hour in an ambient temperature of

approximately 21 degrees Celsius. A higher ambient temperature may
accelerate the curing time. It is important to understand that cutting of the
cementitious slab may occur at any time after the placement of the
cementitious material into a mould, however, the cementitious material
should be levelled, air and/or air bubbles allowed to be emitted and/or
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removed, and the cementitious material sufficiently cured so as to be in a
semi-set state.

- The cementitious material may be assessed for suitability for cutting
by applying the cutter to the cementitious material and observing that when

_ the material is cut it does not deform and/or meld back together over or
- around the cut. |

it will be recognised that, as the cementitious slab is cut whilst in a

~ semi-set state, there is substantially reduced stress on the cementitious

material as compared with previous methods of cutting which involves the

use of a diamond tipped saw blade cutting the material in a hardened state.-

As a result of the reduced stress on the ceméntitious material, chipping and
breaking of the cementitious slab should be eliminated or at least
subétantially. reduced. Further, substantially no cementitious material
adheres to the cutting tool during the cutting process of the present
invention. | | |

The cementitious slab may be cut into tiles having a range of sizes

. and shapes. The shapes may include curved and rounded shapes and the

tles may also be produced with sharp corners. According to some
embodiments, the slab is cut to have a complimentary shape to a substrate
to which the cut slab is to be applied.

it will be appreciated by those skilled in the relevant field of technology
that cutting a slab in a semi-set state with a vibrating 'cuttihg tool affords a

. significantly greater degree of flexibility as compared with current slab -

product manufacturing methods. For example, with reference to Fig. 1, a |
slab is illustrated depicting various shaped slab products 20. In this regard,
the individual slab products have various shapes including circular, square
and rectangular. Each of these products may be cut from the slab with an
inclined or straight wall and the degree of flexibility afforded by the present
invention is clearly démonstrated as a single slab may be cut to generate a
range of’ different shaped slab products depending upon the particular
manufacturing requirements at any point in time.
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~ Further, the slab material 2 illustrated in Fig. 1 includes slab products
20 with a shape and configuration that are very difficult to manufacture
according to present production methods or at least, extremely difficuit to
manufacture without a substantial amount of waste. For example, diamond
shaped tiles are particularly rare in view of the ‘difﬁcuity associated with
cutting a diamond shaped tile from a slab with a diamond tipped saw bladé.
In this regard, it is very difficult to produce a diamond shapéd tile according
to present production methods as the physical stress imparted to a tile during
the cutting process with a diamond tipped cutting blade generally results in
damage in the form of chipping in the region of the diamond shaped tile at
the point where the intersection of the walls of the tile define an acute angle.

For this reason, the present approach to manufacturing tiles with

- curved shapes and/or pointed portions is to use a high pressure jet of water

to cut the specific shape desired from a slab. HoweVer, this approach has a.
number of disadvantages that render it corhmercially infeasible for producing

- slab products such as tiles. Generally, this approach to producirig atile is

only used for a special requirement or a one only design where a premium
price is expected.

~~As can be seen from Fig.-1, the degree of flexibility available with
respect to cutting particular shaped slab products from a slab according to
this embodiment of the invention is only limited by the ability to controi the
position and passage of the vibrating cutting tool. In an embodiment, the
vibrating cﬁtting tool is controlled byé robotic arm or a CNC machine and for
any particular production requirement it is only necessary to select the
appropriate control program that defines the shape and/or configuration of
slab products to be cut from the slab. '

~ With reference to Fig. 2A, once the cementitious slab material has
been cut in a substantially semi-set state, a substrate 30 can be placed onto

a correspohding slab product 20 which is complimentary in shape. In the

exemplary embodiment shown in Fig. 2, substrate 30 is placed directly onto

‘the slab material such that the edges 31, 32, 33, 34 of the substrate 30 are

substantially in line with edges 21, 22, 23, 24 of the slab product 20.
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In a further embodiment illustrated in Fig. 2B, the substrate 30’ is
placed onto the cementitious slab product 20 such that the substrate (30) is

~offset relative to the slab product 20 to provide a recessed edge on a first

side 23 of the slab product 20 and an overhanging edge on a second 21

- opposing side of the slab product 20 when the product is demoulded. The

embodiment shown in Fig. 2B is useful for applications where the smboih '
finish of a slabbed surface is desired. Generally, constructions formed by
brickwork or Hebel blocks or the like require the application of mortar or
another suitable substance in between adjacent bricks or blocks to construct
a wall or structure. The off-set positioning of the slab product 20 enables the

“mortar between adjacent brickwork to be concealed by the overhanging edge

of the slab product 20 which will be positioned over the join. It is envisaged
that a waterproof sealant or the like can be applied along the adjoining edge
of adjacent slab products if necessary.

With reference to Fig. 3, the substrate (30) is illustrat_éd once again
being placed onto the slab product 20. However, Fig. 3 illustrates the
substrate 30 being placed onto the cementitious slab material 2, when the

material is in a semi-set state prior to cutting of the slab material 2. Once the

substrate has been placed onto the slab materialvthe cutting tool can be used

to cut around the substrate while the slab material is in a substantially semi-

set state. In the exemplary embodiment in Fig. 3, the slab material is cut
adjacent the edges 31, 32, 33, 34 of the substrate 30 to be substantially in
line with the substrate edges. However, it is envisaged that the slab material
can be cut to various different shapes and sizes around the substrate to suit
different applicationé.

Once the slab has cured to a semi-set state the vibrating cutting tool
can be used to remove the retaining wall forfned by the malleable acrylic
material to expose the edge of the slab material in order to allow access of a
vibrating cutting tool to generate a desired edge profile. In an embodiment of
the invention effecting this particular method, at the time of cutting and
trimming the mould retaining wall and any excess material to form an edge of
a slab product, the material that is desired to be removed may be removed



WO 2013/013271 A PCT/AU2012/000889

10 -

15

20

25

30

17

either during or subsequent to the cutting process that separates the
unwanted material from the slab. Removal of siab material may be effected

by the robotic arm that manoeuvrés the cutting device and the cutting tool.

In other embodiments of the invention, the mould has a 'pattemed
surface such that once a slab is poured and the initial curing process
commences, the top surface of the poured slab is shaped to render the top
surface of the poured slab acceptable for presentation as the iop surface of
the laminated product. In this regard, as ilustrated in Fig. 4, the top suﬁace
of the de-moulded slab material may be patterned and/or textured to render
a suitable surface for a decorative laminated product. Accordingly, itis |
possible to manufacture laminated products having an un|irriited possibility of |
decorative surfaces including, but not limited to, rendered, wave or swirl
surfaces or the like whilst the underlying substrate provides the necessary‘
structural and/or insUIating properties that may be required for a particular
construction. o ' |

Cutting a cementitious siab whilst in a semi-set state does not require
the use of expensive cutting equipment, such as diamond tools, and reduces
cutting timé. Also, the amount of water required for cutting is substantially
reduced or may be eliminated altogether. This has a further advantage in
that little or no effluence is produced, which previously required expensive
treatment and/or disposal.

Cutting a cementitious slab whilst in a substantially semi-set state '
consumes significantly less energy as compared with prior cutting methods. -

-Many of the above-mentioned advantages may also lead to reduced

production costs.

The cementitious slab may be poured to create one component of a
laminate product with thicknesses of between approximately 3mm to 6mm -
for application to a substrate. This may create possibilities for new and
innovative produéts. |

Furthermore, as a result of there being little or no stress caused to the
product during (the cutting) process the material may be substantially
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stronge_r. In turn, this may result in fewer problems, such as broken corners

~ efc, during installiation of the product.

Moreover, as no large aggregate pieces are used in producing the
cementitious material, there may be a reduction i |n post-installation problems
associated with the slow development of cracks (lncludlng hair-line cracks).

“

The fine and/or ultra fine materials may mclude lnmestone granite or
marble. A cementitious mix may include a comblnatlon of any or all of these
materials or other siliceous materials.

, ,Tt‘re,, slab _product may arls'o be assessed ‘and/or calibrated for
consistency of thickness prior to application to a substrate. Any areasofthe
cementitious slab which are thicker (higher) than desired may be removed.
Removal may be effected by a cheese grater type device 'acting as the

cutting tool. However, it will be recognised that any requirement for

assessing and/or calibrating the thickness of the cementitious slab and/or
removing material from thicker areas of the slab should be substantially

- minimised or eliminated due to the method of production of the slab

according to the present invention. Further, assessing and/or removing
cementitious material occurs whilst the cementitious slab is in a semi- )
hardened (semi-set) state thereby reducing the stress to which the productis
subjected as compared with a hardened product. v

~ Following application of a slab product'to é substrate, the laminated
product is stored for approximately 20 to 24 hours, which allows for further
hardening of the products and enables the slab product to adhere to the
substrate as a laminate. The laminated cementitious products are hardened
such that they may be removed from the mould. Fig. 5 shows different
embodiments of the laminated cementitious product 100 using different
substrates 30 for application of the laminate slab product 20, once they have
been removed from the mould ready for use.

Referring now to Fig. 6A, the substrate 30 can be masonry block
which is laminated on one or more sides. In Fig. 6A, the laminate 20 ison a

- front and side surface of the masonry block 30. Such an embodiment would
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be useful for providing a corner block for awall. In Fig. 6B, the laminate 20 is
on a front and back surface of the Enasonry block 30. Such an embodiment
would be useful in constructing'a dividing wall where both the front and back
Surfaces of the masonry block will be visible. Fig. 6B also illustrates a
patterned laminate surface on the front surface of the masonry block which
has been produced by pouring the cementitious material for the slab product
into a patterned mould.

In another as)pect, the present invention provides a method for
producing a substrate, wherein the substrate is cementitious and the
constituent materials include cement and other materials with the combined |
mixture having particle sizes sufficiently small to allow the material tor be ‘cﬁt |
with a vibrating cutting tool. A chemical additive is added to the mixture to
aerate the mixture. The cementitious materiai of the substrate is then poured
onto the cementitious slab product without an aerating additive which has
been poured into a mould and allowed tb cure to a semi-set state. When
both layers are sufficiently cured, the cutting tool can separate the slab into
smaller pieces (or remove material from the slab) without the material
deforming either during or subsequent to the operation of the cutting tool, as
previously described herein. |

Referring to Fig. 7, the addition of the aerating additive to the |
substrate 30 creates a laminated product 100 that is very strong and

~ lightweight when compared to a cementitious slab product made of uniform
material.

)

In further embodiments of the present invention, it is envisaged that

_ other additives such as nano particles can be added to the slab product

provide a laminate for a substrate which is self-cleaning. Such a product
would be useful as a roof tile; providing a laminated roof tile which can be
coloured white to reflect heat without having the usual problem of moss
growing on the tile. |

’The present invention embodies various advahtages and in particular,
provides a laminate of slab material which can be applied to at least one

7
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surface of the substrate to render the substrate of greater value particularly
where the aesthetic appearance of the substrate is improved without

requiring a subsequent and relatively expensive additional process such as

rendering or painting. /

For example, a Hebel block is a very light construction material.
However, it cannot be used for external walls without additional rendering.
Laminating Hebe! blocks using the method of the present invention enab!es
the Hebel block to be used for an external wall without any additional
rendering. The laminated product of the present invention can be used for a

‘wider range,,df applicatjons without the need for rﬁultiple job skills and

additional materials and time for cohstruction.

In addition to Hebel blocks standard masonry blocks can also be
lmproved with a laminate accordmg to the present mventlon In this regard,
consumers are sometimes reluctant to accept the use of standard masonry
products as they are considered to have an unsatisfactory appearance. The
same applies to standard masonry bricks such as house bricks and the
present invention enables manufacturers to “value add” to their existing
products by adding a relatively inexpensive laminate. '

The cutting of slab material in a semi-set state avoids the need to
allow the slab to harden to a sufficient’extent to withstand the stress and ,
impact of cutting the slab with a diamond tipped blade. This has the

. combined advantages of avoiding the requirement to interrupt the processing

of the slab between pouring and cutting and obviates the need for expensive
mixing and calibrating / cutting equipment that is normally used in present
day manufacturing processes. -

Further, by reducing, or virtually eliminating, the amount’of material
removed from the slab during the cutting process, the manufacturing process '
avoids any need to us‘e\water to capture and carry the excess material away
from the cutting surface. This avoids any requirement for a water filtration
plant and the on-gbing maintenance that is usually required for such a
system.



WO 2013/013271 PCT/AU2012/000889

10

15

20

25

30

21

Obviating the need for large and heavy equipment, or the need for

- water drainage and treatment systems, avoids the need to manufacture slab

products in a purpose built facility. in contrast, mandfacturing slab products
in accordance with the présent invention may. be performed in any facility-
capable of housing the necessary equipment to effect cutting of slab material
in-a semi-set state. In this regard, the electrical power consumption to
opérate such equipment is substantially less than present requirements. _
Further, by enabling the cutting process to be effected shortly after the
pouring process avoids the manually intensive handling aséociated with
interim storage of slabs for curing and also avoids the need to store slabs
until such time as they may be cut. - -

In embodiments of the invention, substrates forfning a laminated
product with a cementitious component include polystyrene, cement
sheeting, plasterboard, ﬁ‘breglass based material, timber and various wood
based products. In addition to altering the éppearance of the substrate
material, the cementitious laminate can also improve the physical prdperties

“of the substrate material. For example, a cementitious laminate can actas a

water barrier for a Hebel block or can provide a stru_dturally solid surfaceto a
block of polystyrene that may otherwise be appropriate for its sound and
thermal insulating properties.

; ; ‘ , '
In an embodiment of the invention, a protective layer is applied to at

 least one surface of the slab product prior to pouring cementitious mix into a

mould and retaining the protective layer in place. The protective layer is
applied to a surface of the mould prior to pouring material for the siab
product a;nd may be applied to the surface of the moula with a device to
reduce the likelihood of air being entrapped between the mould surface and
the protective layer. ’ |

in another embodiment of the invention, subsequent to éutting of the

~ slab product, the protective layer remains attached to the slab product and

the overhanging vedges of the protective layer are wrapped around one or
more sides of the laminated product, the protective layer remaining in place

- until such time as the slab product is substantiaily cured.
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. In this regard, retaining a protective layer in place until such time as
the slab product has substantially cured assists to reduce the effect of
efflorescence that may occur that discolours the surface of cementitious
products and in this instance, the component of the laminated product.

In another embodiment of the invention, thé laminated product is
inserted into a sealable container whereafter substantially all of the air is
evacuated from the container and the container is sealed prior to the slab

~ product becoming fully cured. In-other embodiments, as opposed to

evacuating substantially all of the air sealing the container, the air in the
sealable container .is replaced with a gas. In some embodiments, the gas is
carbon dioxide and in one particular embodiment an arrangemeni allows
cérbon dioxide to enter the sealable container subsequent to the evvacuation
of air. As a result of the evacuation of air, the carbon dioxide is effectively
drawn into the sealable container. '

in other embodiments, a substance such as sodium metasilicate or

~ potassium metasilicate is applied to the surface of the semi-set slab product

prior to packaging or during the packaging process.

The present ihvention allows relatively thin slab product (e.g. 4mm to
6mm) to be poured and form a component of the laminated product. This -
allows material such as nano titanium dioxide, to be added to the slab
mixture in sufficient quantities such that the external surface of the slab will
display desired: properties. For example, nano titanium dioxide is a ,
photocatalytic agent that is presently added to paint such that painted |
surfaces display the desired prdperties of the photocatalytic agent, namely,
the breakdown of airbomme pollutants and removal of same from the
atmosphere. However, nano titanidm dioxide-is relatively expensive and it is
presently only used in materials that are applied to surfaces in a thin layer. - -
This enables the surface to embbdy the desired property of the
photocatalytic agent at a reasonable cost. | | :

Cementitious slabs are generally manufactured with a signiﬁdantly

‘greater thickness to provide the required strength but as a result, adding
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sufficient quantiﬁes of expensive material such as a photocatalytic agent is
commercially infeasible as the amount required in the slab to render an outer
surface with the desired properties results in an excessive cost in the
manufacture of slab products. Further, the arrangement of a laminated
product with only a 'relatively thin outer vslab»product induding the
photbcatalyt'ic; agent, enables the aesthetic iritegrity of the slab product td be
retained whilst also embodying the desirable properties of a photécatalytic
agent whereas, according to present arrangements, it is necessary to paint
or clad a structural membe} or material to obtain a surface with a

“ photocatalytic agent. The inclusion of the photocatalytic agent in the slab -

product also improves the longevity of the agent as a slab product will last
substantially Ionger than paint or plastic cladding. '

While certain exemplary embodiments have been described, itis to be
understood that sUch embodiments are merely illustrative of and not
restrictive on the invention, and that this invention is not limited to the specific
constructions and arrangements described since various other changes,
combinations, omissions, modifications and substitutions, in addition to those
set forth in the above paragraphs, are possible. Those skilled in the art will
appreciate that various adaptations and modifications of the described
embodiménts can be configured without departing from the scope and spirit
of the invention. Therefore, it is to be understood that, within the scope of
the appended claims, the invehtion may be practiced other than as
specifically described herein. '
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The claims defining the inventi'on_ are as follows:
1. A method for producing a laminated product including applying a |
slab product to at least one surface of a substrate, the method including

placing the substrate onto the stab material when the slab product is in a
semi-set state allowing the laminated product to cure. '

2. A method according to claim 1, wherein the substrate includes any

" material which adheres to the slab product when the slab product-is in a

semi-set state.

3. A method according to either claim 1 or claim 2, wherein the slab
product is a cementitious slab.

4, A method according to any one of the preceding claims wherein the
substrate is a masonry product.

5. A method according to claim 4, wherein the masonry product has
already been manufactured and cured .and naturally adheres to the siab

-product material when the slab material is in a semi-set state.

6. A method according to any one of claims 1 to 4, wherein the
substrate has yet to fully cure and subsequent to the slab product being
applied to the at least one surface of the substrate, the curing process
adheres the slab product and substrate materials to form a laminated
product.

7. A method according to any one of the preceding claims wherein the
slab product is cut to a desired shape or configuration with a vibrating
cutting tool when the slab product is a semi-set state.
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8. . A method according to claim 7, wherein the substrate is placed onto
the slab material when the slab product is in a semi-set state and the slab
product is cut around the substrate.

9. A method according to claim 8, wherein the slab product is cut in line
with the edges of the substrate.

10. A method according to claim 8, wherein the slab product is cut in a

‘semu-set state and the substrate is placed onto the prevnously cut slab
"product

11.  A'method according to any one of the preceding claims wherein the
surface of the slab product to which a substrate is to be applied, namely,

~ the adhesion surface, is treated with a retardant substance to delay the

curing of the adhesion surface of the,siab product whilst allowing the
remaining material in the slab product to cure.

12. A method eccording to claim 11, wherein the adhesion surface is
retained moist such that a substrate may be applied at a delayed time after
the pouring of the slab product thereby enabling the slab product to partially
cure and gain structural integrity WhllSt the adhesnon surface is prevented
from curing at the same rate as the remainder of the slab product.

13. A method according to either claim 11 or claim 12, wherein the
retardant subetance is a substance that is evenly sprayed onto the
adhesion surface of a slab product shortly after the slab is poured and
where the retardant substance naturally dissolves or degrades over time
thus not interfering with the adhesion of the adhesion surface of the slab
product to the applied substrate.

14. A method aceording to any one of claims 11 to 13, whe}ein the
retardant substance is an adhesive.
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15. A method according to any one of the preceding claims wherein the
substrate is placed onto a slab product in a semi-set state and the slab
product is cut with a vibrating cutting tool such that the edges of the
substrate are in line of the corresponding edges of fhe slab product.

16. A method according to any one of claims 1 to 14, wherein the
substrate is placed on to a slab product such that the substrate is offset
relative to the slab product to provide a recessed edge on a first side and
an over-hanging edge on a second opposing side of the substrate.

17. A method according to any one of the preceding claims wherein the

' s|ab product is cut with a vibrating tool when the slab product is in a semi-

set state and the cutting tool is vibrated at an ultrasonic frequency.

18. A method according to any one of the preceding claims wherein the
slab product is cut with a vibrating cutting tool wherein the frequency of
vibration of the cutting tool is adjusted to best suit the constituent material

of the slab product.

19." A method according to any one of the preceding claims wherein the
slab product is poured into a mould and allowed to cure to a semi-set state

“wherein the mould includes at least one contoured or textured surface such

that the slab product when removed from the mould exhibits the contoured
or textured surface as impressed by the contoured or textured surface of
the mould. ‘

20. A method for producing a laminated product wherein a first

component of the laminated product is initially a poured slab of
cementitious material including cement and materials with the combined
mixture having particle sizes sufficiently small to allow the material to be cut
with a vibrating cutting tool, pouring the cementitious material into a mould,
subsequently applying a substrate once the poured cementitious material



WO 2013/013271 PCT/AU2012/000889

10

15

20

25

27

achieves a semi-set state, the applied substrate material forming a second
component of the laminated product, the substrate material also including
cement and materials with particle sizes sufficiently small to allow the
substrate material t’o‘ also-be cut with a vibrating cutting tooi. pouring the
cementitious substrate material onto the slab material, allowing both the
slab and substrate materials to cure to a semi-set state and cutting the

laminated slab product into smaller pieces.

21. A method according to any one of the preceding claims wherein a
photocatalytic agent is-added to the slab-product mixture prior to pouring of
same. ‘

22. A method according to any one of the preceding claims wherein the
laminated product is included in a sealable container prior to the products

fully curing.

3

- 23, A method according to claim 22, wherein the sealable container is |

evacuated of air prior to sealing.

24. A method according to claim 23, wherein gas is inserted into the
sealable container subsequent to evacuation of air.

25. A method according to claim 23, wherein the gas is carbon dioxide.

26. A laminated cementitious product according to any one or more of
the preceding methods.



PCT/AU2012/000889

WO 2013/013271

1/4

FIG. 1

FIG. 2A



WO 2013/013271 PCT/AU2012/000889




PCT/AU2012/000889

WO 2013/013271

FIG. 4

. O

FIG

Ll
=

e

FIG. 6B

FIG. 6A



PCT/AU2012/000889

WO 2013/013271

4/4

FIG. 7



INTERNATIONAL SEARCH REPORT International application No.
PCT/AU2012/000889

A. CLASSIFICATION OF SUBJECT MATTER

B32B 13/02 (2006.01) B32B 13/04 (2006.01) B32B 18/00 (2006.01) B32B 37/00 (2006.01) B28B 7/22 (2006.01) B28B
11/14 (2006.01) E04C 2/24 (2006.01)

According to International Patent Classification (IPC) or to both national classification and IPC

B. FIELDS SEARCHED

Minimum documentation searched (classification system followed by classification symbols)

Documentation searched other than minimum documentation to the extent that such documents are included in the fields searched

Electronic data base consulted during the international search (name of data base and, where practicable, search terms used)

Derwent WPI, EPODOC - B32B18/00, B32B37, B32B7, B32B13, B32B17, B32B21, B28D1, B28BS5,
B28B17, B28B11, B28B7, E04C2 and keywords: layer, laminate, semi-set, uncured, unset, partially cured,
cut, masonry, tile, cement and like terms

C. DOCUMENTS CONSIDERED TO BE RELEVANT

Category* | Citation of document, with indication, where appropriate, of the relevant passages Relevant to
claim No.

Documents are listed in the continuation of Box C

Further documents are listed in the continuation of Box C See patent family annex
* Special categories of cited documents:
"A"  document defining the general state of the art which isnot ~ "T"  later document published after the international filing date or priority date and not in
considered to be of particular relevance conflict with the application but cited to understand the principle or theory
underlying the invention
"E" earlier application or patent but published on or after the "X"  document of particular relevance; the claimed invention cannot be considered novel
international filing date or cannot be considered to involve an inventive step when the document is taken
alone
"L"  document which may throw doubts on priority claim(s) or ~ "Y"  document of particular relevance; the claimed invention cannot be considered to
which is cited to establish the publication date of another involve an inventive step when the document is combined with one or more other
citation or other special reason (as specified) such documents, such combination being obvious to a person skilled in the art
"o document referring to an oral disclosure, use, exhibition . .
or other means & document member of the same patent family
"p document published prior to the international filing date
but later than the priority date claimed
Date of the actnal completion of the international search Date of mailing of the international search report
30 October 2012 30 October 2012
Name and mailing address of the ISA/AU Authorised officer
AUSTRALIAN PATENT OFFICE David Lee
PO BOX 200, WODEN ACT 2606, AUSTRALIA AUSTRALIAN PATENT OFFICE
Email address: pet@ipaustralia.gov.au (ISO 9001 Quality Certified Service)
Facsimile No.: +61 2 6283 7999 Telephone No. 0262832107

Form PCT/ISA/210 (fifth sheet) (July 2009)




INTERNATIONAL SEARCH REPORT

C (Continuation). DOCUMENTS CONSIDERED TO BE RELEVANT

International application No.

PCT/AU2012/000889

Category*

Citation of document, with indication, where appropriate, of the relevant passages

Relevant to ¢laim No.

AU 2006246450 A1 (JAMES HARDIE INTERNATIONAL FINANCE B.V.) 21
December 2006

X See claims 1-6,19,22-26

Y See claims 7-10, 14-18, 20, 21
DE 20202065 Ul (KARL, Heinz) 06 June 2002

X Page 5, Figure 1 1-5

Y Page 5, Figure 1 6
WO 2011/006194 Al (SADLER) 20 January 2011

Y See claims 1-10, 14-18, 20, 21
DE 4241042 C1 (HEBEL AG) 17 February 1994

Y All of column 4, specifically the description associated with Fig. 1. 7-10, 14-18, 20

Form PCT/ISA/210 (fifth sheet) (July 2009)




INTERNATIONAL SEARCH REPORT

Information on patent family members

International application No.

PCT/AU2012/000889

This Annex lists known patent family members relating to the patent documents cited in the above-mentioned international search
report. The Australian Patent Office is in no way liable for these particulars which are merely given for the purpose of information.

Patent Document/s Cited in Search Report

Patent Family Member/s

Publication Number Publication Date Publication Number Publication Date
AU 2006246450 Al 21 Dec 2006 AU 2006246450 Al 21 Dec 2006
DE 20202065 U1 06 Jun 2002 DE 10305998 Al 28 Aug 2003
WO 2011/006194 Al 20 Jan 2011 AU 2010273168 Al 19 Jan 2012
AU 2010273169 Al 10 Nov 2011
US 2012167801 A1 05 Jul 2012
US 2012168991 A1 05 Jul 2012
WO 2011006194 A1 20 Jan 2011
WO 2011006195 Al 20 Jan 2011
WO 2011006200 A1 20 Jan 2011
DE 4241042 C1 17 Feb 1994 None
End of Annex

Due to data integration issues this family listing may not include 10 digit Australian applications filed since May 2001.

Form PCT/ISA/210 (Family Annex)(July 2009)




	Page 1 - front-page
	Page 2 - description
	Page 3 - description
	Page 4 - description
	Page 5 - description
	Page 6 - description
	Page 7 - description
	Page 8 - description
	Page 9 - description
	Page 10 - description
	Page 11 - description
	Page 12 - description
	Page 13 - description
	Page 14 - description
	Page 15 - description
	Page 16 - description
	Page 17 - description
	Page 18 - description
	Page 19 - description
	Page 20 - description
	Page 21 - description
	Page 22 - description
	Page 23 - description
	Page 24 - description
	Page 25 - claims
	Page 26 - claims
	Page 27 - claims
	Page 28 - claims
	Page 29 - drawings
	Page 30 - drawings
	Page 31 - drawings
	Page 32 - drawings
	Page 33 - wo-search-report
	Page 34 - wo-search-report
	Page 35 - wo-search-report

