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My invention generally relates totable tops and, 
particularly, to a structure formed of a laminated, 
composite product and to the method of forming 
the same which structure is primarily adapted for 

5 use as table tops. 
Ordinarily, sink units are deep stamped from 

comparatively heavy gauge metal sheets whereby 
to form a depressed sink, Surrounded by a sub 
stantially flat metal plate which serves as a table 

10 top. These may be formed from a sheet or plate 
of corrosion resistant, alloy steel or Monel metal 
but the use thereof is quite limited due mainly to 
the fact that the amount of metal necessary to 
provide adequate structural strength with a mini 

ls mum of buckling or distortion renders the cost of 
such units, so far as 'the cost of metal is con 
cerned, very high. Moreover, such stamped metal 
sink units are objectionable because of the sharp 
metallic note or ring which is produced when 

20 struck and this condition has obtained even 
though measures have been taken to prevent it. 
Of course, the high cost of stamped, heavy gauge, 
metal sink units with table tops is not due entirely 
to the cost of metal alone, as above indicated, but is also dependent upon die costs and labor 
entailed in forming the sinks and also losses en 
countered due to defective products. 

Metals in sheet or strip form, when employed 
informing table tops such as those used with sinks 
and for cabinets and the like are ordinarily of 
about a 20 or 24-gauge thickness. Sheets of cor 
rosion resistant, alloy steels of this gauge, though 
admirably suited for the purpose, are of somewhat 
greater weight than, for example, like sheets of 
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and they may be quite easily dented or otherwise 
distorted when subjected to an impact force. 

It is, therefore, a first object of my invention 
to provide a table top particularly adapted for 
uses such as those above pointed out and formed 
of a composite product comprising a surface ele 
ment of corrosion resistant metal and preferably 
a corrosion resistant alloy steel, said product be 

is ing characterized by the facts that, due to the 
construction employed, it is inherently of suff 
cient structural strength for adaptation to the 
uses contemplated and the corrosion resistant 
surface thereof is much less susceptible to dent 

50 ing or distortion than a sheet of corrosion re 
sistant, alloy, steel of the gauge ordinarily em 
ployed for such purposes. 
other objects of my invention reside in the pro 

vision of a table top particularly designed for use 
is with sinks; in providing a composite product of 

composited elements 

ordinary carbon steel, their cost is much greater 

(C. 4-187) 
the character above pointed out and in the method 
of forming a table top therefrom. vn 
With these and other objects in view, my in 

vention includes the novel constructions and 
those steps in the method of forming table tops 5 
described below and illustrated in the accom 
panying drawing, in which 

Fig. 1 is a magnified, fragmentary sectional 
view through the composite product of my inven 
tion; . \, - 

Fig. 2 is a plan view illustrating the preformed, 
employed in making my 

O 

table top; 
Fig. 3 is a fragmentary sectional view, some 

what enlarged, taken in about the plane 3-3 of S 
Fig. 2 and illustrating a partially formed table 
top; 

Fig. 4 is a plan view of a press plate employed 
in preforning the molded sheet element of my 
composite product; 

Fig. 5 is a fragmentary, sectional elevation view 
illustrating the method of preforming the molded 
sheet element; 

Fig. 6 is a fragmentary plan view of a corner 
zone of the preformed, molded sheet with a corner 25 
thereof broken Out: - 

Fig. 7 is a view somewhat similar to Fig. 3 but 
illustrating a completed table top with a sinkele 
ment supported thereon; . . . 

Fig. 8 is a sectional view.illustrating a partially 30 
completed, modified construction; and 

Fig. 9 is a fragmentary view, partially in sec 
tion, illustrating the structure of Fig. 8 in finished 
form. 

In the following, although I have referred to a 35 
table top construction particularly intended to 
form a table top for a sink, it is to be understood 
that the term 'table top' is intended to include 
table and cabinet tops, cabinet panels, table tops 
with splash backs for sinks and like elements. 
I have discovered that light gauge sheets of 

corrosion resistant metals and, particularly, sheets 
of corrosion resistant alloy steel, preferably those 
coming within the ranges of so-called "stainless” 
steels, when composited to a comparatively heavy 45 
gauge sheet of carbon steel, are particularly 
adapted for use in fabricating table tops for the 
purposes herein contemplated. 
Under cold rolling processes, corrosion resistant, 

alloy steels may be produced in strip form in 50 
thicknesses of the order of about from 0.004'' to 
about 0.010’’ or 0.011'. These strips are usually 
formed in widths of about 27’’ or 28' and in 
lengths of about 500 feet or greater. Taken alone, 
these strip products, although desirable because is 
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of their enduring qualities, lightness in Weight 
per unit of area, and lustrous Surface agearance, 
are limited in the uses to which they may be put 
mainly because of lack of suficient structural 
strength. 

However, when a corrosion resistant, alloy steel 
sheet or strip product of the foregoing character 
is composited to a sheet of ordinary carbon steel, 
in the aggregate forming a composite sheet of, 
for example, about 20 to 24-gauge thickness, the 
corrosion resistant surface thereof is harder than 
that of a like gauge, corrosion resistant, alloy 
Steel sheet and cannot be so easily dented or 
deformed. When a composite metal sheet prod 
uct of the foregoing character was subjected to 
Rockwell tests, it showed a corrosion resistant 
Surface hardness which was considerably greater 
than that of a specimen of corrosion resistant, 
alloy steel of a thickness substantially equal to 
that of the composite product. 

Furthermore, a composite sheet product of the 
foregoing character is much lighter in weight 
than an equivalent sheet of corrosion resistant 
alloy steel and the cost thereof is considerably 
lower. 

However, for the purposes herein contemplated, 
the composited corrosion resistant and carbon, 
steel sheets should be adequately reinforced, as 
hereinafter pointed out, and a table top formed 
of the resulting, composite product will be found 
to be particularly adapted for the purposes herein 
Set forth because, among other things, of its 
durability, structural strength, lightness in 
Weight, resistance to denting or deformation due 
either to impact or the presence of moisture and 
low cost. It is also characterized by the prac 
tical absence of metallic sound or ring when 
Struck. ... 

In forming the composite product of which 
my table top is fabricated, I prefer first to com 
posite the thin, corrosion resistant, alloy steel 
sheet, which may be of a thickness of the order 
hereinabove pointed out, with a carbon steel 
sheet, which may be of a thickness of about 
0.016' and, thereafter, said metal sheets are 
Secured to a molded sheet product. In order to 
secure the metal sheets together and effect a 
Strong bond therebetween, one surface of the 
carbon steel sheet . (see Fig. 1) is first galva 
nized as indicated at 2 and the galvanized surface 
is then treated to render it roughened or rugose 
whereby to aid to a considerable extent in effect 
ing an extremely strong bond between the carbon 
steel sheet and the thin sheet 3 of corrosion 
resisting, alloy steel. 
To roughen a galvanized surface, it may be 

Subjected, for example, to a sand blast or pickled 
in Sulphuric acid or, of course, other means may 
be resorted to in order to provide the desired 
roughness of the galvanized surface. The sur 
face of the corrosion resistant, alloy steel sheet 
is also preferably roughened and the roughened 
surfaces of the two metal sheets are then placed 
together with a suitable adhesive therebetween 
for bonding purposes. - 
Due to the fact, that the two metal elements 

When placed together and subjected to pressure, 
do not permit the ingress of air therebetween, 
an adhesive, which may be termed a thermo 
plastic resin, should be employed because adhe sives of the ordinary type require the presence 
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of air to enable the solvent therein contained to 
evaporate and produce congelation. The ther 
moplastic resin, which I prefer to employ, is one 
Which, when applied as a liquid in a film to the 

2,393,038 
*Oughened surface of both metal elements and 
permitted to dry, becomes substantially non 
tacky at ordinary temperatures but becomes ad 
hesive when subjected to heat and pressure, or, 
pressure alone, when of sufficient magnitude. 
A suitable adhesive having the foregoing prop 

erties is one which may comprise as essential 
ingredients nitrocellulose, a synthetic resin and 
at least one solvent, and the synthetic resin is 
preferably present therein in such proportion 
that a film of the adhesive when dry is substan 
tially non-tacky at ordinary temperatures or even 
slightly elevated temperatures but is adhesive 
under pressure and heat or under a compara 
tively high pressure alone. An adhesive of this 
character is also moisture or water proof and is 
inct Susceptible to oxidation but is quite durable. 
Furthermore, it has high dielectric properties 
thereby preventing electrolytic decomposition of 
the metals. 

in compositing the carbon steel and corrosion 

s 

resistant, alloy steel sheets together, a film of 
thermoplastic resin of the foregoing character is 
applied to the roughened surfaces of each sheet 
element and permitted to dry and, thereafter, 
Said elements are superposed with the dried film 

of thermoplastic resin therebetween and sub 
jected to heat and pressure whereby to effect an 
extremely strong bond therebetween. For exam 
ple, the Superposed sheets may be placed in a 
hydraulic hot-plate press and subjected to a 
pressure of about 50 pounds per square inch 
under a temperature of from about 300° to about 
550 F. for a period of about 8 minutes. 

In accordance with my invention, the con 
posited, metal sheets are securely bonded to a 
sheet of a hard, stone-like, molded product, in 
dicated at 5 in Fig. 1. ????’’ 
The molded sheet produce which II prefer to use 

is preferably an asbestos fibre board or panel 
which comprises principally asbestos fibres and 
a cementing agent. For example, the molded 
sheet produce may comprise the following: 

200 Short asbestos fibres (waste fibres) pounds-- 
Calcined magnesite (200 mesh)do---- 40 
Bentonite (colloidal clay, 200 mesh)--do. 12 
Water to plasticize---------------gallons-- 20 
A typical formula of another example of a suit 
able, molded sheet product is as follows: 

Pounds 
Portland cement.-------------------------- 365 
Asbestos fibres------------------------- 665 Bentonite (colloidal clay, 200 mesh)------- 50 
Calcined magnesite--.-.-.-.-.-.-.-.-.-.-.-.-.-.-.-.-.-.-.-.-.- 25 
Water for workability. 
A molded product of the type represented by 

the above formulae is characterized by its come 
paratively great strength and toughness and by 
the fact that, even when very thin, it shows no 
tendency to warp or buckle when moist or wet. 
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Furthermore, it may be molded or rolled to pro- i 
vide a smooth surface and the product may be 
easily worked, if desired, as 
drilling and like operations. 
Of course, products other than those of the 

type above described may be employed in making 
my composite product but a board or sheet of the 
character pointed out is very desirable because of 
its properties which render it of particular value 
in forming a composite product which is primarily 
designed for the fabrication of table tops as 
herein indicated. 2 
In bonding the molded sheet, which preferably 

by sawing, grinding, 

sofa thickness of about%' but not less than 4, 7s 
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to the composited metal sheets and to the back 
of the carbon steel sheet, I prefer to employ a 
thermoplastic resin of the character above 
pointed out which is applied as a liquid in a film 
to the Surface of the carbon steel sheet and the 
molded sheet, permitted to dry and then, by 
superposing the sheet elements with the dried. 
film of adhesive 4 therebetween and subjecting 
said elements to heat and pressure substantially 
in the manner hereinbefore set forth, a strongly 
bonded, composite product is produced. 

In forming a table top from my composite 
product, the respective elements thereof, in ac 
cordance with my invention, are preformed before 
being composited as illustrated by way of ex 
ample in the drawing. The carbon steel sheet 
is formed substantially to conform with the 
dimensions of the finished table top as repre 
ented by the dotted lines 6 in Fig. 2. The corro 
sion resistant, alloy steel sheet 3 is blanked out 
to provide lipS which are adapted to extend 
beyond the carbon steel sheet and on each side 
thereof whereby ultimately to form, in part, 
flanges along the sides of the table top. The 
molded sheet 5 is also preformed substantially to 
conform to the configuration of the corrosion 
resistant, alloy steel sheet 3. 

In forming asbestos sheet or board products, 
they are usually removed in their plastic, forma 
tive stage as “sheet mats” and placed upon rela 
tively heavy gauge, steel press plates having a 
very smooth, oil-film lubricated surface. Several 
of these press plates with their respective plastic 
mats are stacked one upon the other and, under 
pressure, are allowed to remain in the stack until 
sufficiently hydrated to permit stripping from the 
press plates. In preforming the molded sheet 
product before combining it with the metal ele 
ments, I employ a press, plate, indicated at 8, 
which is provided with V-shaped elements 9 ex 
tending longitudinally of the plate and similar 
v-shaped elements to which extend transversely 
of the plate, these elements intersecting in zones 
adjacent the corners of the press plate. The 

5 V-shaped elements 9 and 0 are arranged to form 
intersecting grooves in the finished, molded prod 
uct which extend entirely across and lengthwise, 
thereof and which when said sheet is positioned 
beneath the carbon steel sheet will lie substan 
tially beneath the transverse and longitudinal 
edges thereof. The plastic mats may be placed 
upon press plates 8, stacked and pressed in the 
ordinary manner and, when finished, will con 
tain the grooves , the sides of which are pre 
ferably arranged substantially at right angles to 
each other or slightly in excess thereof and with 
the apex close to but slightly spaced below the 
top of the molded sheet whereby the end portions 
12, which may extend on all sides of the sheet, 
may be bent downwardly to form flanges. After 
the molded sheet has become hardened the cor 
ners thereof indicated in dotted lines at 3 Fig. 6 
may be broken out as illustrated so that the 
finished molded sheet then conforms substan 
tially in configuration to the corrosion resistant, 
alloy steel sheet 3. When, of course, the elements 
are placed in superposed position and properly 
aligned, as illustrated in Fig. 2, the grooves 
will underlie the edges of the carbon steel sheet 
f and the marginal lips 7 of the corrosion, re 
sistant, alloy steel sheet will overlie the marginal 
portions 2 of...the molded sheet product. The 
metal sheets and 3, being first secured together 
as above indicated, and in properly aligned rela 
tionship, are then aligned with and superposed 

3 
upon the molded sheet product 5 and secured 
thereto as above indicated, the marginal lips 
being thereby bonded directly to the marginal 
portions 2 of the molded sheet as illustrated in 
Fig. 3. Thereafter, of Course, the marginal por 
tions may be bent down as illustrated in Fig. 7 
to provide a table top with flanged sides abutting 
each other at the ends thereof. Suitable means, 
of course, or an adhesive may be provided to 
prevent relative movement between the table top 
and the flanged sides thereof and the ends of the 
metal facing of the sides may be soldered or 
otherwise secured together, 
Where the table top is to be employed as a 

table top for sinks, the respective, composited 
elements, 3 and 5 are preformed with openings 
therein which, when the elements are arranged 
in Superposed positions as illustrated, are adapt 
ed substantially to register with each other. The 
opening 4 in the molded sheet 5 and the open 
ing 5 in the carbon steel sheet may be of 
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substantially like size but the opening 16 in 
the corrosion resistant, alloy steel sheet 3 is pref 
erably of Substantially like configuration but 
somewhat Smaller than openings 4 and 5 
Whereby to provide an inwardly extending flange 

7. After or during composition of the elements, 
flange T may be depressed to form a ledge f8 
extending about the opening in the composite 
product which is preferably slightly spaced be 
low the upper surface of the table top and to an 
extent sufficient to permit a flanged sink ele 
ment 9 to be supported thereon with the rim of 
said sink substantially flush with the upper sur 
face of the table top. The sink, of course, may 
be soldered or otherwise secured to the element 3 
and, in appearance, will closely resemble an in 
tegral sink and table top construction. 
In forming the opening 4 in the molded sheet 

5, I prefer, in the formative stages of the product, 
to form a frangible Section Substantially in the 
same manner employed in forming the grooves 

which section, when removed from the sheet, 
will provide the opening 4. This is preferably 
accomplished by providing an annular element 
20 which conforms in size and shape to the 
opening 4 and which is accurately positioned 

upper edge thereof arranged to penetrate the 
plastic mat substantially to but short of the 
upper surface thereof. Of course, when the 
molded product has been removed from the press 
plate in hardened condition, the frangible section 
defined by the element 20 may easily be broken 
away at the time the corner portions 3 of the 
molded product are also removed. 
In Figs. 8 and 9 I have shown a slightly modi 

fied construction wherein a table top and a 
splash back or upstanding flange therefor may 
be formed which, in widthi including the width: 
or height of the splash back is in excess of that 
of the corrosion resistant, alloy steel strip em 
ployed. For example, assuming a 27” wide, cor 
rosion resistant, alloy steel strip is provided and 
it is desirable to form a table top substantially 
24' in width provided with a downwardly flanged . 
edge on one side and on the opposite side with 
an upstanding splash back, for example, about 
6' in width or height, it is necessary to com 
bine two corrosion resistant, alloy steel sheets 
and, in so doing, it is desirable that the zone 
in which they are joined together is rendered 
substantially imperceivable. A construction af 
fording this desired result is attained by over 
folding the marginal portions of a first corrosion 
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and mounted upon the press plate 8 with the 
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4 
resistant, alloy steel sheet 3 with the marginal 
portion of a second sheet 2 as illustrated at 36 
in Figs. 8 and 9 and arranging the overifolded 
portions thereof, when composited with a car 
bon Steel sheet and Inolded sheet product as 
hereinabove indicated, to lie adjacent the side 
of the carbon steel sheet . The molded sheet 
23 to which the corrosion resistant and carbon 
Steel sheets are secured may be preformed as 
herein described but may be provided on one 
side With a score 22 as illustrated rather than a 
W-shaped groove, which score extends longi 
tudinally of the sheet and is arranged substan 
tially to underlie the overfolded portions of the 
sheet elements and preferably beneath the over 
folded edge of sheet 3. The score 22 extends 
upwardly Within the molded sheet 23 but ter 
minates slightly below the upper surface thereof 
whereby the marginal portion 24 of the sheet, 
23 may be bent upwardly as illustrated in Fig. 9 
to provide a Splash back for the table top and 
the corrosion resistant surface of the table top 
and Splash back will appear as Substantially in 
tegral Surfaces. 
From the foregoing, it should be apparent that 

by preforming the molded sheet product in the 
manner herein described supplemental Work 
Such as grooving the back thereof and cutting 
Out Openings therein. Such as that adapted to 
receive the sink are eliminated and it is merely 
necessary to remove predesigned portions there 
of before compositing with the metal sheet elle 
Inents. Thereafter, of course, it is merely neces 
sary to bend down the marginal portions to pro 
vide fãanges or upturning one side thereof to 
form a splash back as the case may be to form 
the finished table top. Furthermore, by pre 
forming the carbon steel sheet substantially to 
the dimensions of the upper surface of the table. 
top, those zones of the metal sheets or laminae 
which are bonded together are not subjected to 
a filanging operation thereby precluding the pro 
duction of stresses which may tend to impair the 
bond therebetween. 

It is to be understood that though I have re 
ferred to a corrosion resistant, alloy steel sheet 
and preferably to an alloy steel coming within 
the ranges of so-called “stainless' steels as the 
preferred facing element of my composite prod 
uct, I may employ other corrosion resistant 
metals and it is to be further understood that 
by the term “carbon steel', I intend to include 
low carbon irons. 
The term “sheets' as herein employed as de 

scriptive of the respective laminae of my com 
posite product is intended to include units of 
plate or strip dimensions; and by the term 
'solidered', I mean to include welded or other 
like manners of joining the elements together. 
What I claim is: ???????? 
1. A table top formed of a composite product 

comprising a carbon steel sheet of comparatively 
heavy gauge having secured to one side thereof 
a comparatively light gauge sheet of corrosion 
resistant metal and having secured to the other 
side thereof a hard, molded sheet product com 
prising principally asbestos fibre and a cement 
ing agent. 

2. A table top formed of a composite product 
comprising a carbon steel sheet of comparatively 
heavy gauge, a sheet of comparatively light 
gauge, corrosion resistant metal and a molded 
sheet product comprising principally asbestos 
fibre and a cementing agent, said corrosion re 
sistant and molded sheets being Secured to and 
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On opposite sides of said carbon steel sheet by a 
layer of theroplastic resin. 

3. A table top formed of a composite sheet 
product comprising a lamina of carbon steel of 
Comparatively heavy gauge having one surface 
thereof galvanized, a lamina of corrosion resist 
ant metal secured thereto, and a lamina com 
prising a hard, molded sheet product comprising 
principally asbestos fibre and a cementing agent 
Secured to the other surface of said carbon steel 
lamina; saidi laminae being secured together by 
a layer of thermoplastic resin. 

4. A table top formed of a composite sheet 
product comprising a lamina of carbon steel 
of comparatively heavy gauge having one-sur 
face thereof galvanized, a lamina of corrosion 
resistant, alloy steel secured thereto, and a lam 
ina, comprising a hard, molded sheet product 
comprising principally asbestos fibre and a ce 
menting agent secured to the other surface of 
said carbon steel lamina; said laminae being 
Secured together by a layer of thermoplastic resin. 

5. A flanged table top comprising laminae of 
comparatively light gauge, corrosion resistant 
metal, comparatively heavy gauge carbon steel 
and a molded sheet product comprising princi 
pally asbestos fibre and a cementing agent, said 
laminae being secured together by a layer of ther 
moplastic resin with said carbon steel as a core 
element and Said flanged sides comprising lam 
inae Only of Said corrosion resistant metal and 
said molded sheet product secured together. 

6. A flanged table top comprising laminae of 
Comparatively light gauge, corrosion resistant 
metal, comparatively heavy gauge carbon steel 
and a molded sheet product comprising princi 
pally asbestos fibre and a cementing agent, said 
laninae being secured together by a layer of ther 
noplastic resin with said carbon steel as a core 
element; and said element being provided with 
an opening therein adapted to receive a sink of 
Substantially like configuration. 

7. A flanged table top comprising laminae of 
comparatively light gauge, Corrosion resistant 
metal, comparatively heavy gauge carbon steel 
and a molded sheet product Comprising princi 
pally asbestos fibre and a "cementing agent, said 
laninae being secured together by a layer of ther 
moplastic resin with said carbon steel as a core 
element; and said table top being provided with 
an opening therein but the Opening in said cor 
rosion resistant lamina, being Somewhat Smaller 
than that in said carbon steel lamina and the 
edges thereof being slightly depressed to form a 
peripheral flange adapted to Support a sink within 
the opening of said table top. 

8. A flanged table top comprising laminae of 
comparatively light gauge, corrosion resistant 
metal, comparatively heavy gauge carbon steel 
and a molded sheet product comprising princi 
pally asbestos fibre and a cementing agent, said 
laminae being secured together by a layer of ther 
moplastic resin with said carbon steel as a core 
element; and the laminae of Said table top being 
provided with substantially registering openings, 
spaced from the sides thereof, but the Opening 
in said corrosion resistant lamina being SOme 
what smaller than that in the other laminae and 
the edges thereof being slightly depressed where 
by to form a peripheral flange adapted to pro 
vide a support beneath the upper surface of said 
table top for a sink. 

9. A table top formed of a composite product 
comprising a hard, molded sheet product compris 
ing principally asbestos fibre and a cementing 
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agent, a sheet of comparatively heavy gauge car 
bon steel superposed on said molded sheet andse 
cured thereto with said molded sheet extending 
therebeyond on opposite sides, two sheets of con 
paratively light gauge corrosion resistant metal 
arranged in side by Side relation but With adja 
cent edges overfolded and secured together, One 
of said latter sheets being secured to said carbon 
steel sheet with said overfolded portions adja 

10 cent one edge thereof and with portions of Said 

5 
sheets overlying and being secured to those por 
tions of said molded sheet which extend beyond 
said carbon steel sheet, the under side of said 
molded sheet being grooved substantially be 
neath the edges of said carbon steel sheet where 
by to permit bending of said sheet on one side 
to provide a downwardly extending flange and 
on the other side in the Zone of the overfolded 
sheets to provide an upwardly extending flange. 
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