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11 Claims.

1

This invention relates to an improved counter
top construction, and more particularly to a metal
clad counter top having metal facing surfaces
formed of sheet metal supported and reinforced
by backing sections of fibrous material.

Metal clad counter tops constructed in accord-
ance with this invention may be formed from a
single sheet of light gauge facing metal stiffened
and suppcrted by fibrous backing sections fabri-
cated from a backing panel with a minimum waste
of material. The metal facing sheet selected is
preferably a bright metal, such as stainless steei,
Monel metal, aluminum, brass or copper, which
may be polished and finished on the top side prior
to cutting, shaping and bending thereof.

After the metal facing sheet has been polished.
the corners thereof are cut to the proper shape,
and a fibrous backing panel then adhesively
bonded to the unfinished side of the metal facing
sheet. The fibrous backing panel may be formed
from laminated plywood, hard pressed fiberboard,
composition board or like fibrous sheetings com-
monly used in the building industry. The fibrous
backing panel is initially substantially rectan-
gular in form. The corners of the backing panel
are trimmed off and shaped to the proper contour
before the backing panel is bonded to the metal
facing sheet. The corner notching operation can
be economically performed at high speed on a
corner notching machine.

Shaping grooves of generally V-shaped cross
section are cut into the rear face of the backing
panel, which grooving operation may be quickly
and economically preformed on an automatic
grooving machine before the backing panel has
been bonded to the metal facing sheet, but most
preferably, after the backing panel has been
bonded to the metal facing sheet. 'The groove
lines are so spaced and arranged as to permit
shaping of the metal clad panel to provide the de-
pending apron sections extending around the
front, rear and sides of the table section thereof.
A bonding adhesive may be applied to the open V
grooves prior to bending formation of the metal
clad panel.

The polished metal facing sheet, with the
grooved backing panel bhonded thereto, may be
shaped into counter top form in a clamping frame
which serves to bend the apron sections into posi-
tion substantially at right angles to the table sec=
tion. While the apron sections are thus re-
tained in fixed position, the flange sections can be
turned inwardly and stiffening strips inserted te
fit snugly within the pocket formed by the in-
turned flange sections and the adjacent formed
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apron sections. The stiffening strips thus pro-
vide a rectangular frame which further strength-
ens the construction. The inturned flange sec-
tions may be secured to the stiffening frame as by

- nails or screws, whereupon the partially assem-

bled counter top may be removed from the clamp-
ing frame and the bonding adhesive deposited in
the mitered joints permitted to harden and set.

‘PFibrous filler boards may be employed to fill the

space within the stiffening frame to further stiffen
and strengthen the construction.

The metal facing sheet is provided with lip por-
tions extending from the ends of the apron sec-
tions thereof which are folded over the adjacent
ineclined ends of the apron backing sections before
the apron sections are shaped into formed posi-
tion. When the apron sections have been shaped
to extend substantially at right angles to the table
section of the metal clad panel, the adjacent lip
portions of the metal sheet will be in face-to-face
contact and extend diagonally inwardly from
each verbical corner of the formed counter top.
A seam of soldering or welding metal is applied
to the exterier surface of the joint defined be-
tween the adjacent lip portions, the solder seep-
ing inwardly between the adjacent faces of the lip
portions to firmly hond the adjacent lip portions
into integral union. The exterior surface of the
metallic seam may be burnished or polished to
give the corner a rounded and. finished appear-
ance.

Each end of each of the flange sections of the
meatal sheet is also provided with a lip portion de-
signed to be bent over the adiacent square cub
end of the flange backing section of the backing
panel. When the counter top has been formed,
the adiacent metal lip covered ends of the in-
turned flange sections will be in substantially
face-to-face contact. This joint may be filled by
a seam of soldering or welding metal which bonds
the adjacent lip portions into integral union, and
the exposed surface of the seam burnished or pol-
ished. As thus construcied, the exposed metal
facing surfaces of the counter top construction is
wholly free from cracks, erevices or visible joints,
providing a construction of great strength and
sanitary qualities.

_. The fibrous backing sections bonded to the rear
face of the metal facing sheet prevent wrinkling,
warping or other undesired distortions of the
metal shest during shaping and bending thereof
into counter too form. and in addition insures
stiffness, strength and rigidity to the construe-
tion, provides a sound deadening effect so that.
the metal facing surfaces will not reverberate




2,539,461

3

or produce a metallic ring when drummed upon,
and in addition permits the use of a relatively
light gauge metal facing sheet which can be
worked and shaped with relative ease. The fram-~
ing strips snugly fitted within the U shaped cavity
defined by the apron sections and the adjacent
inturned flange sections, and the filler boards
fitted within the confines of the stiffening frame,
further enhances the:rigidity and strength of the
construction without substantially increasing its
weight. The counter top construction has all the
exposed surfaces thereof covered by an unbroken
metallic layer which may be made. from. bright
metal and thus can be easily cleaned and kept
in a highly sanitary condition.

An object of this invention is to provide an
improved counter top construction which can be
manufactured at relatively low cost, which pre-
sents a continuous and unbroken metal facing
surface free of visible joints and crevices, which
is.durable, strong and lasting in use.and yet rela-
tively light in weight, and which is attractive and
rleasing in appearance.

Other objects. and.advantages of this invention
will..become apparent.as the disclosure: proceeds.

Although the characteristic. features. of the
invention will be particularly pointed out in the
claims appendad hereto, the invention itself, and
the manner in which it may be carried.out, may
‘be better understood by referring to- the follew-
ing description. taken in. connection with the
accompanying drawings. forming a. part hereof,
in which

Fig. 1 is-a perspective view of the fully assem-
bled. counter toep construction, made. in accord-
ance with this invention.

Fig. 2 is- an. underside view- of the assembled
counter top construction.

Pig. 3 is an enlarged. fragmentary longitudinal
cross sectional view of the. counter tep construc-
tion as the same would appear when viewed along
line 3—3 of Pigs. 1 and 2.

Fig. 4 is an enlarged fragmentary transverse
cross secticnal view of the counter top construc~
tion. as the same would appear when viewed. along
line 4—4 of Fig. 2.

Fig. b is. an. enlarged fragmentary sectional
view illustrating s corner detail of the counter top
construction. as. the. same would appear when
viewed along line 5—35 of Fig. 1,

Fig. 6 is an enlarged fragmentary- transverse
sectional view sheowing further details of the
carner construction. as the same would appear
when viewed along line 6—8& of Fig. 2.

Fig. 7 is a plan view of the reetangular metal
sheet from which the metal facing surfaces. of
the.counter fop-construction.is formed, this view
showing the sheet after the top surface thereof
has been polished but before any forming opera-
tions have bezn performed thereon.

Fig. 8.is. a plan view of the metal facing sheet
after the corner cutting operations have been
performed thereon.

Fig. 9 is.a plan view of the fibrous backing panel
vsed to provide backing support and reinforce-
ment for the metal facing surfacss of the counter
top constriction, this view showing the backing
wanel in ifs initial state prior to.cutting or. shap-
ing thereof.

Fig,. 10 is a plan view of the.fibrous backing
panel shown.in Fig. 9 after the corner cutting
operations have.been. performed thereon.

Fig. 11 is a plan view of the metal clad panel
comprising the fibrous backing panel shown in
Fig. 10 adhesively bonded to the metal facing
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sheet, ag shown in Fig. 8, the fibrous backing
panel as shown in Fig. 11 also having the ap-
propriate groove formations cut therein, certain
parts of the backing paunel being shown cut away
to illustrats further details.

Fig. 12 is a plan view of the underside of the
metal clad panel as it would appear at a further
stage of assembly with the lip portions of the
metal sheet bent to overlie the adjacent end edges
of the apron backing sections and flange backing
sections of the backing panel.

Fig. 13 is a perspective view of the metal clad
panel, as shown in Fig. 12, after the apron sec-
tions and flange sections have been shaped and
folded into counter top form, a small portion
thereof heing shown broken away to illustrate
further details.

Fig. 14 is a rear face view of the partially com-
pleted counter top construction as shown in
Fig. 13.

Fig. 15 is an enlarged longitudinal cross sec-
tional view of the partially completed counter top
construction as the same would appear when
viewed along line {5——15 of Fig. 14.

Fig. 16 is an enlarged transverse cross sectional
view of the partially assembled counter top con-
struction as the same would appear when viewed
along line 16—1§ of Fig. 14,

Fig. 17 is a rear face view of the counter top
construction at a further stage of assembly, this
view showing the partially assembled counter top
construction set in a forming press to hold the
apron sections in formed position, this view also
showing the reinforcing frame inserted under and
secured to the inturned flange sections.

Fig. 18 is an enlarged longitudinal cross sec-
tional view through the table top construction as-
sembled to the stage shown in Fig. 17 and as the
same would appear when viewed along line 18—1{8
of Fig. 17; and

Fig. 19 is an enlarged transverse cross sectional
view through the counter top construction shown
in Pig. 17 as the same would appear when viewed
along line {8—19 of Fig. 17.

Similar reference characters refer o similar
parts throughout the several views of the draw-
ings and specification.

This improved counter top construction, as
generally illustrated in Figs. 1 to 6 inclusiva,
comprises a metal clad table section a, having
depending front and rear apron sections b ex-
tending in generally parallel relationship, and de-
pending side apron sections ¢ extending in gen-
erally parallel relationship. The lower edges of
the front and rear apron sections b are each
joined to an inturned flange section d, and the
lower edges of the side apron sections ¢ are each
joined to an inturned flange section e. The ad-
jacent mitered ends of the side apron section ¢
and the front and rear apron sections b mect
to form the vertical corners of the counter top
construction. The adjacent ends of the inturned
flange sections d and e meet to form a mitered
joint as shown more particularly in Fig. 2. The
metal facing sections backed up by the fibrous
backing sections are further reinforced by a
stiffening. frame f which seats under the inturned
flange sections d and e, as shown more particu-
larly in Figs. 2 to 6 inclusive. The space within
the stiffening frame f may be packed with fibrous
filler g to further deaden sound and further stiffen
the construction.

This improved counter top construction may
be used to provide a table top for restaurant,
bar and merchandise counters, and- tables, cab-
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inets and like supporting structures S, as typical-
1y illustrated in Fig. 1. This improved counter
top is adapted to be fixed and secured to the
supporting structure by concealed fasteners, pro-
viding a construction which is strong and durable,
light in weight, pleasing in appearance and high-
1y sanitary, with all exposed surfaces thereof
covered by a metal facing which is smooth and
unbroken and free from crevices or cracks.

The exposed facing surfaces of this improvad
counter top construction can be economically
manufactured from a single substantially rec-
tangular sheet of bright metal such as sfainless
steel, aluminum alloy, Monel metal, magnesium
alloy, tin, brass or copper, or ordinary sheet steel
which ig later to receive an enamel finishing coat.
The metal facing sheet w as shown in Fig. 7 is
initially substantially rectangular in form, and
may be relatively thin metal, of from 18 to 30
gauge in thickness. As an initial step in the
manufacture, the rectangular metal facing sheet
w is first run through a sander or polisher to
give one side of the sheet its final and ultimate
polish and finish.

The corners of the rectangular metal sheet are
then trimmed off as shown in Fig. 8, which op-
eration can be quickly performed on a metal
shearing press. As thus formed, the metal fac-
ing sheet presents a table section I, front and
rear apron sections 2 defined by the generally
parallel extending bending lines 3, and side apron
sections 4 defined by the generally parailel ex-
tending bending lines 5. The front and rear
apron sections 2 are each provided with a flange

section 6 defined by a bending line 7, and the side,
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apron sections 4 are each provided with a flange .

section 8 defined by a bending line 9.

A lip portion 10 extends from each end of the
front and rear apron sections 2 and is defined by
a hending line 5’ substantially in alighment with
the adjacent bending line 5. Each end of each
of the side apron sections 4 is also provided with
a lip portion 1! defined by a bending line 3’ sub-
stantially in alignment with the adjacent bend-
ing line 8. The adjacent lip portions 10 and 1/
are separated by a diagonally extending cut 12

which terminates at the adjacent corner of the

tahle forming section {. Each end of the front
and rear flange sections 6 are also provided with

3 projecting lip portion 13 defined by the bending :

line {4 which terminates at the adjacent corner
of the adjacent apron section 2. Each of the
bending lines 14 extends at an angle of approxi-
mately 45° with respect to the adjacent bending
line 7. HEach end of each of the side flange sec-
tions 8 is also provided with a lip portion 15 de~
fined by a bending line 16 which terminates at
the adjacent corner of the adjacent side apron
section 4. Each of the bending lines 16 extends

at an angle of approximately 45° with respect to ¢

the adiacent bending line 9.
It will be appreciated that the bending lines
3and 7,5 and 8,5 and 3, 14 and 16 are the lines
long which the metal facing sheet, as shown in
Mg, 8, will be bent in a later forming operation.

A
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hese hending operations are performed only
yFrer the fibrous backing panel p has been bond-
ed to the rear surface of the metal facing sheet w.

Tha fibrous backing panel p as shown in Fig.
2 may be formed of laminated plywood, hard
press=d fiberboard, pressed composition board, or
like relatively strong fibrous shesting commonly
ured in the building industry. The fibrous back-
ing panel » is preferably approximately 1, inch

2

in thickness, although it will be appreciated that 7

40

€3

the fibrous backing panel may vary in thickness
from as low as % of an inch to 1% inch or more
in thickness. The fibrous backing panel is
initially approximately rectangular in shape as
shown in Fig. 9.

As an initial operation, the corners of the ply-
wood bhacking panel p are shaped and trimmed
off as generally illustrated in Fig. 10. This op-
eration can be performed upon an automatic
notching press whose cutting knives are so ar-
ranged as to accurately give the trimmed corner
edges the desired contour. When the corners of

“the fibrous backing panel have thus been trimmed

off as shown in Fig. 10, the backing panel defines
a table backing section 21, front and rear apron
backing sections 22 defined by generally parallel
extending grooving lines 23, and side apron back-
ing sections 24 defined by the generally parallel
extending grooving lines 25. A pair of flange
hacking sections 26 may also be provided for, each
defined by a grooving line 27 which extend gen-
erally parallel to the paired grooving lines 23.
A pair of side flange backing sections 28 may also
be provided for, each defined by a grooving line
29 which extends generally parallel to the paired
grooving lines 25.

Each end 32 of each of the front and rear apron
backing sections 22 is sliced, by the corner
notching operation previously described, on an
approximately 45° slant with respect to the metal
attaching face of the backing section 22, and
with the sloped end 39 substantially in alignment
with the adjacent grooving line 25. Each end 31
of the side apron backing sections 24 is also
sliced on an approximately 45° incline, with re-
spect to the metal attaching face of the backing
section 24, with the sloped end 3! approximately
in alisnment with the adjacent grooving line 23.
Each end 22 of the front and rear flange backing
sections 28 are cut-at an angle extending approxi-
mately 45° to the adiacent grooving line 27, and
terminate at the adjacent corner of the adjacent
apron backing section 22. Rach end face 32 of
each of the flange backing sections 2§ is, however,
gut to present a square cut end extending at a
right anele to the attaching face of the backing
section 25. Each end 33 of each of the side flange
backing sections 28 are cut at an angle of ap-
proximately 45° with respect to the adjacent
grooving line 28, the end face 23 terminating at
the adjacent corner of the adjacent side apron
backing section 24. FEach end face 33 is square
cut =0-as to extend at a right angle with respect
to the metal attaching face of the flange section
28.

As thus cut and formed, it will be appreciated
that the backing panel is flat as shown in Fig. 10,
and that the adiacent ends 30 and 31 of the side
apron backing sections 24 and the adjacent front
and rear apron backing sections 22, extend at an
angle of approximately 90° with respect to each
other and are sloped at an angle of 45° with re=
spect to the metal attaching face to the apron
backing sections. The ends 32 of the front and
rear flange backing sections 28 each extend at an
angle of 45° with respect to the sloped end 3! of
the adiacent side apron backing sections 24. The
ends 82 of the side flange backing sections 28 each
extend at an angle approximately 45° to the ad-
jacent end 33 of the adjacent front and rear
apron backing sections 22. Finally, the square cut
ends 32 of the front and rear flange backing sec-
tions 26, and the square cut end 383 of each sids
flange backing section 28 would also extend at an
angle of approximately 90° with respect to the
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metal attaching face of the adjacent flange back-
ing section.

It will be noted that the grooving lines 23 and
2%, 25 and 29 of the backing panel r at this stage
of manufacture, as shown in Fig, 10, may be only
mark lines intended to indicate the location where
the ¥ grooves will be cut in the rear face of the
fiorous backing panel. These V grooves may be
cub in the rear face of the backing panel before
it is adhesively bonded to the metal facing sheet
w, but preferably the grooves are fermed in the
rear face of the fibrous backing panel after the
backing nanel has been adhesively bonded to the
metal facing sheet w.

As shown in Fig. 11, the fibrous backing panel

is adhesively bonded by a layer of adhesive to
the unpolished underface of the metal facing
sheet w formed as illustrated in ®ig. 8. The
table backing section 21{ is shaped to neatly cover
the rear face of the metal table section | as
defined by the paraliel extending bending lines
3 and 5 thereof; the front and rear apron back-
ing sections 22 are designed to cover the rear
face of the front and rear apron sections 2 of
the metal sheet and neatly d=fined between the
bending lines 3, 7 and 5’ thereof; the side apron
backing sections 24 are designed to neatly cover
the rear face of the side apron sections & of the
metal sheet as defined by the bending lines 5, §
~and 8’ thereof; the front and rear flange back-
ing sections 26 are designed to cover the rear face
of the front and rear flange sections 8 of the
metal sheet as defined by the bending lines 7 and
t4 thereof; and the side flange backing sections
28 are designed to neatly cover the side fiange sec-
tions 8 of the metal sheet as defined by the bend-
ing lines 9 and {6 thereof. A ms<tal clad panel is
thus provided properly shaped for further proc-
essing operations. To facilitate accurate regis-
try of the backing panel with the metal facing
sheet, the lip portions (8, i3, i{ and {5 of the
metal facing sheet may be bent upwardly prior
to the application of the backing pans! thereto,
so that the lip portions will abut the adiacent
end faces of the backing panel, thus insuring ac-
curate registry of the bkacking panel until the
adhesive has attained a firm set.

At this stage of assembly, it will be assumed
that no V grooves have yet been formead in the
fibrous backing panel. The desired VY grooves
can be expeditiously cut into the rear face of
the plywood backing panel after the backing
panel has been adhesively and firmly bonded
to the metal facing sheet w. The grooving oper-
ations can be performed at & high rafe of produc-
tion on two automatic grooving machines, each
equipped with four grooving wheels properly
spaced to perform the desired grooving opera-
tions. Parallel extending v grooves 28’ are cut
in the backing panel by one pair of grooving
wheels, the parallel grooves 28’ being located
along the greooving lines 23 illustrated in dot and
dash lines in Pig. 16. The parallel V grooves 23’
are so located that the valley of each groove is
located directly over the proposed bending line
3 of the metal facing sheet. Parallel extending
grooves 27 are cut by the second pair of groov-
ing wheels along the proposed grooving lines 27,
as shown in dot and dash lines in Fig. 10, so as
to directly overlie the proposed bending hnes 1
of thes metal sheet

The second grooving machine is provided with
one pair of grooving wheels which cut the v
grooves 25’ along the proposed grooving lines 25
shown in dot and dash lines in Fig. 10. The
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valley of each V. groove 25" is. located: directly
over the adjacent proposed bending line 5 of the
metal sheet. The second pair of grooving: wheels;
cut the v grooves 29" along the grooving lines. 29.
as shown in dot and dash lines in Fig. 10. The
valley of the V grooves 29’ are located directly
over the adjacent proposed bending lines 9 of the
metal sheet.

These grooving operations can be performed:
with accuracy and precision by an automatic
grooving machine of the type disclosed in my
copending application, now Patent No. 2,505,788,
contributing to the low cost. production of metal
clad counter tops of high quality. It will be
noted that the inner inclined faces of the Vv
grooves 23’ are substantially in alignment with
the adjacent sloped ends 3{ of the side apron
backing sections 24, and the inclined inside faces
of the VvV grooves 25" are substantially in align-.
ment with the adjacent inclined end faces 30 of
the adjacent front and rear apron backing sec-
tions 22 as shown in: Fig. 11. The tapered ex-
tremities of the inclined ends 28§ of the front
and rear apron backing sections 22 are sub-
stantially in alignment with the adjacent bend-
ing line 5" of the adjacent metal lip portions: 29,
and the tapered extremities of the inclined: ends
31 of the side apron backing ssctions 24 are in
substantial alignment with the adjacent bend-
ing line 3’ of the adjacent metal lip portions IF.
Likewise, the square cut ends 32 of the front and
rear flange backing sections 26 are each sub-
stantially in alignment with adjacent bending
line {4 of the adjacent metal lip portion 13, and
the square cut end 33 of the side flange back-
ing sections 28 are each substantially in align-
ment with the bending line 16 of the adjacent
metal lip portion [5. 'These features will be
further apparent from an examination of the
structural details. shown in Figs. 8, 10 and 1t.

In the next operation as more particularly illus-
trated in Fig. 12, each metal lip portion 10 is
folded along its bending line 5’ sc as fo snugly
overlie the adjacent inclined end face 38 of the
front and rear avron backing sections 22: and
each metal lip portion Il is bent along its bend-
ing line 3’ so as to snugly overlie the adja-
cent sloped end 31 of the adjacent side apron
backing sections 24. Similarly, each metal lip
portion {3 is bent along its bending line {4 so
as to snugly coverlie the adjacent end 32 of the
adjacent front and rear flange backing sections
26; and each metal lip portion {5 is bent along
its bending line 1§ sc as to snugly overlie the
adjacent end 33 of the side flange backing sec~
tions 28. When this operation has been com-
pleted, the metal clad panel will appear as illus-
trated in PFig. 12, and the panel will be ready
for shaping into counter top form.

Immediately before the shaping cperation, it
may be desirable to apply a strip of honding ad-
hesive 9 within the V shaped grooves 23/, 21/, 35’
and 28, and to the end faces 32, 28, 2{ and 33 of
the backing panel. Thereupon the front and
rear apron sections b, and the side apron sections
¢ are bent to extend substantially at right angles
to the table section «a, as shown more particularly
in Figs. 13 to 16 inclusive. 'Ths front and rear
flange sections d and the side flange sections e
are also bent inwardly so as to extend substan-
tially at right angles to their assosiated apron
sections d and c¢. This operation can be per-
formed by hand or by a simple shaping jig or
fixture. As thus formed, the V grooves 23’ and
25 will close to form m1tered joints 23"’/ and 257,
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‘as shown more particularly in- Figs. 15 and 16,
with the bonding adhesive z sandwiched there-
between. Likewise, the cpen V grooves 27’ and
28’ as shown in Fig. 12 will be closed to form
mitered joints 27’* and 29"’ as shown in Figs. 18
and 18. Tt will be further noted that upon the
completion of the shaping operation, the adja-
cent metal lip portions {8 and {4 will ke brought
into face-to~-face contact as shown more particu-
larly in Fig. 5, and the adjacent metal lip por-
tions {3 and {5 will be brought into face-to-face
contact as shown in Fig. 6.

The front and rear apron sections b and the
side apron sections ¢ may be held in their proper
formed position by a clamping frame as illus-
trated in Figs. 17 to 19 inclusive. The clamping
frame may be associated with a suitable work
table upon which the partially formed counter
top construction is supported, the fable having
associated therewith a rear clamp bar 5§ which
may he fixed to the work table and an adjustable
front clamp bar 5 between which the front and
rear apron sections b are clamped. The adjust-
able clamping bar 5! may have associated there-
with a fixed har 52 preferably made of metal hav-
ing threaded apertures therein for the reception
of the threaded adjusting kolts 5% having suit-
able manipulating heads 84. The side apron sec-
tion ¢ may likewise be clamped between a fized
clamping bar 55 and an adjustable clamping bar
5§, the adjustable clamping bar 8% being ma-
nipulated by means of threaded bolts 5§ sup-
ported in the threaded apertures associated with
a fixed bar 57, the manipulating bolts §8 having
suitable manipulating heads 39. By the use of a
clamping frame as above generally described, it
is appreciated that the front and rear apron sec-
tions b and the side apron section ¢ may ke firmly
‘held in their intended fixed position substantially
at right angles to the table section a. '

A reinforcing and stiffening frame f is then
inserted under the inturned flange sections d and
., as shown more particularly in Figs. 17, 18 and
18. This is preferably accomplished by provid-
ing s pair of front and rear stifiening strips 3§,
which may be made of wood or like fibrous ma-
terial, each shaped to snugly fit within the U
shaped pocket defined by the adjacent apron sec-
tion b and flange section d. Each of the stiffen-
ing strips 38 preferably extend along the full in-
side face of the adjacent gpron backing section
£2. The stiffening strips 36 may be coated with
a bonding adhesive x which upon hardening will
adhesively secure the stiffening strip to the adja-
cent faces of the flange backing section 28, apron
backing section 22 and table backing section 21.
A pair of side stiffening strips 87, suitably shaped
and coated with adhesive x, are inserted to
snugly fit within the pocket defined by the side
flange sections e, and side apron sections ¢, as
shown more particularly in Figs, 15 and 16. The
side stiffening strips 37 extend between the ad-
jacent ends of the front and rear stiffening strips
35. The adjacent ends of the stifiening strips
may have a notched interlock and may ke further
secured together by nails or screws to provide a
relatively rigid reinforcing frame f.

‘Before the partially assembled counter top
construction is removed from the cla*npmg
frame as shown in Figs. 117, 18 and 19, it is de-
sirable to- secure the inturned flange sect’ons d
and e to the adjacent framing strips 2% and 37
as by screws or nails 39, which thus serve to hold
the flange sections d-and ¢ and the apron sec-
tions b and ¢ in proper assembled relationship
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until the bonding adhesive x has fully set. If no
bonding adhesive z is used, a sufficient number
of space screws or nails 3% are employed to main-
tain the assembly in assembled position after
removal thereof from the clamping frame.

To further stiffen and strengthen the construc-
tion, the space defined within the stiffening

‘frame f may be filled with a backing filler ¢ as

shown more particularly in Figs. 2 to 6 inclusive.
The backing filler ¢ may comprise a plurality
of boards 49 formed of wood or other fibrous
material which may extend either longitudinally
or transversely of the counter top construction.
The filler boards 46 may have a notched inter-
jock connection 38 with the stiffening strips 8§
and 37 shown more particularly in Figs. 3 and 4,
and the boards may be spaced apart at the time
of installation to permit normal expansion of
the boards, so that no undue stress is placed
on the bonding adhesive, backing panel, or the
metal facing sheet as a result of normal expan-
sion of the boards.

Since all the exposed faces of the metal sur-
facing sheet have been polished while the sheet
was in flat form as shown in Fig., 7, the only
remaining operation to give the counter top con-
struction its final finished appearance is to apply
a seam 45 of soldering or welding metal to the
vertical corners as shown in Figs. 1 and 5. The
molten soldering or welding metal will seep in
between the adjacent faces of the inturned lip
portions I8 and {1 of the metal sheet so as to
integrally bond the lip portions {8 and {{ to-
gether over a substantial surface area, pro-
viding a corner construction of great strength.
The exterior surface of the metal seam 45 may be
burnished and polished to provide a smooth and
rounded corner free of cracks or any visible lines
of juncture. A seam 48 of soldering or welding
metal may also be applied to the adjacent in-
turned lip portions 13 and 15 of the metal sheet
as shown in Figs. 2 and 6, the molten metal
readily seeping between the adjacent surfaces of
the lip portion 13 and {5 to integrally bond them

together into a joint of great strength. The ex-

posed surface of the metal seam &6 may be
polished or burnished to provide a smooth junc-
ture free of cracks or any visible lines of juncture.
It will thus be appreciated that the adjacent
ends of the side apron sections 4 and front and
rear apron sections 2 of the metal sheet are in-~
tegrally bonded together by an invisible mefallic
seam 45 which provides a construction of pleasing
appearance and great strength. The adjacent
ends of the side flange sections 8 and front ang
rear flange sections 6 are integrally bonded to-
gether by the metal seams 48 as shown in Figs.
2 and 6, further enhancing the appearance of the
construction and increasing the strength and
durability thereof.
© Counter tops may be made in accordance with
this invention of any desired width and length to
satisfy requirements. The apron sections b and
¢ may alsc be made of any desired heighth and
the inturned flange sections d and e may extend
inwardly for any desired distance. For example,
the table section a¢ may vary from one foot to
ten feet or more in length, and may vary in
width from one foot to five feet or more. The
apron sections d and e may vary from one inch

‘to ten or miore inches in heighth. This improved

counter top construction may be made to satisfy
any dimensional requirements.

By reason of the fibrous backing sections which
support the entire area of the metal table sec-
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tmn {, the front and rear metal apron sections 2,
and the metal side apron sections &, an improved
counter tcp construction is provided which is free
of metallic ring or sound when drummed upon.
The application of fibrous backing sections to the
sheet metal prior to bending formation thereof,
permits the use of a relatively light gauge metal
facing sheet which is prevented from wrinkling
or warping hy the backing sections adhesively
bonded thereto. By constructing the counter
top in the manner above described, the exposed
face of the metal sheet may be sanded and fin-
ished rapidly and economically in its flat con-
dition and before any forming operations are
executed thereon, thus avoiding the more difficult
and time consuming finishing operations normally
‘necessary ‘after the counter top has been con-
structed. By forming the facing surfaces of the
counter top from a single piece of sheet metal,
crevices and cracks in which foreign matter may
gather is substantiaily avoided. Extensive and
time consuming welding and soldering operations,
“heretofore necessary in the manufacture of metal
clad counter tops as heretofore constructed, are
also avoided.

Metal clad counter tops constructed as above
described are unusually light in weight, since
strength is achieved by the use of relatively light
Tfibrous backing sections and wood or fibrous filler
boards and strips. The counter top nevertheless
possesses unusual strength and rigidity and will
not warp or deform during manufacture, or dur-
ing shipment, or while in use. Counter tops may
be vmanufactured in accordance with this inven-
tion to snugly fit and seat upon any desired
supporting structure S. The inturned flange
sections d and e may be made of sufficient width
so that the inner ends thereof and the associated
securing screws or nails 39 are concealed by the
structure upon which the counter top is sup-
‘ported.

Counter tops may be manufactured in accord-

ance with the teachings of this invention on a
mass ‘production basis at greatly reduced cost as
compared with methods heretofore employed in
‘the ~construction of metal clad counter tops.
"These improved counter fops are lasting in use,
provide a construction of lasting utility, and
highly afttractive and appealing in appearance
and finish.
. ‘While certain novel features of the invention
have been disclosed herein, and are pointed out
in'the annexed claims, it will be understood that
various omissions, substitutions, and changes
may be made by those skilled in the art without
departing from the spirit of the invention.

‘What is claimed is:

1. An‘improved counter top construction hav-
ing a table top section, apron sections depending
from said table top section, and flange sections
extending inwardly from said apron sections, said
counter top being formed from a metal sheet
shaped to form the facing surfaces for said table
top section, apron sections and flange sections,
fibrous backing sections bonded to said metal fac-
ing sheet to provide backing support for the table
top section and apron sections of said metal
facing sheet, the adjacent ends of said apron
backing sections presenting mitered joints there-
between, said apron sections of the metal sheet
“having g lip portion at the ends thereof extend-
ing inwardly and in hugging contact with the
adjacent mitered end of the adjacent backing sec-
tion, the adjacent metal lip portions. being in
face<to-face contact, and a seam of bonding

10

15

20

25

30

35

40

45

60

85

‘60

as

7e

‘apron sections of said -metdl :f&

12

metal covering the exterior joint between said
inturned lip portions bonding said-lip pertzons
into integral union, the space-defined within said
apron sections being filled with fibrous filler pro-
viding ‘a counter top presenting finished metal
facing surfaces supported and reinforcéd by
fibrous material.

2. An improved counter fop construction hav-
ing a table top section, apron sections depénd-

ing from said table top section, and flange -see-

tions extehding inwardly from said apron sec-
tions, said counter top being formed from a -imetal
sheet forming the facing surfaces for said table
top 'section, apron sections and flange sections,
fibrous backing sections bonded to said metal
facing sheet to provide backing -support for the
table top section, apron Seéctions and flange see-
tions of said metal facing ‘sheet, the adjaceiit
ends of said apron backing sections and flange
backing sections presenting mitered joints théere-
between, said apron sections and flarige sections
of the metal sheet having a lip poftien at -the
ends thereof extending inwardly and in hiiggihg
contact with the adjacent miftered end of the
adjacent backing section, ‘the adjacent metal lip
portions being in face-to-face coiitact, the:space
defined within said apron sections ‘beihg ‘filled
with fibrous filler providing ‘s -countér top pie-
senting finished metal facing Surfaces stipported
and reinforced by fibrous material. )

3. An improved counter ‘top construction hav-

‘ing a table top section, -apron sections -depetid-
‘ing from said table top seéctioi, -dnd flange ‘sec-

tions extending inwardly ffoin :said gpron Sec-
tions, sdid counter top béing fornied ‘ffom g ‘one
piece metal sheet forming the ‘fdeing -stirfaces
for said table top seetioh; apron sections and
flange sections, and Hb¥ous bdcking sections
borided to said metal ‘facihig -sheet 16 provide
backing support for the tdble’top :section -and
shegt, ‘the
adjacent edges of said fibrous b g -Sections
presentinis mitered joinits -therébetwéen, ‘each
of the apron sections of the:metdal sheet Having
5 lip portion at each-énd ‘thérésf éxteniding ;
wardly and in hugging dontset-with‘the adjdcedt
mitered etid of the ddjgcerit baukmg section; the
adiacent metal lip portions héing in face-to-fade
contact.

4. An improved counter top-construction hav-
ing a table top ‘section, aprow séetions deperd-
ing from said table top section, and fldnge see-
tions "extending ‘inwardly from -sdid apron Sec-
tions, said counter fop being™formed: fToM ‘4. one
piece metal sheet formirgithe facing surfdces for

‘said table top section, apron sécticns dnd-faige

sections, fibrous backing sgctions bondsd to-said
fhetal facing sheét to provide backing support
for the table ‘top section, -apfen- sections: and
flange sections of said ‘metal -faditis sheet; fhe
adjacent edges of said fibrous bacl"ng ‘seetions
presenting close fitting mitered joints therébe-
tween, each of the apron-séétions’ and ﬁange Séc-
tions of the metal sheet” ha*vlng 7 lips p01‘u10ﬂ at
an end thereof extending’ 1nward1y and in hug-
ging contact with the adjacent mitered end: 6t
the adjacent backing section, the -ddjacert nistal
lip portions being in face-t «face contact; -and a
seam of bonding metal covéritte the exterior joiit
between said adjacent inturned lip portions: asso-
ciated with: sdid apron sectionsPoridine sHid ip
portions into integral union.

5. An- 1mproved counter top: constiietion: Hav-
ing o table top section; apron:sedtions: depending.
from-said’ table top-sectiofi;-and fAayige Sectibhs
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extending inwardly from said apron sections, said
counter top being formed from a one piece metal
sheet forming the facing surfaces for said table
top section, apron ssctions and flange sections,
fibrous backing sections bonded to said metal
facing sheet to provide backing support for the
table top section and apron sections of said metal
facing sheet, the adjacent ends of said apron
backing sections presenting mitered joints there-
between, each of the apron sections of the metal
sheet having a lip portion gt an end thereof ex-
tending inwardly and in hugging contact with
the adjacent mitered end of the adjacent back-
ing section, the adjacent metal lip portions being
in face-to-face contact, and a stiffening frame
formed from stiffening strips of fibrous material
seating within the pocket formed by the adjacent
apren sections and associated flange sections
providing a counter fop presenting finished metal
facing surfaces supported and reinforced by said
backing sections and stiffening frame.

6. An improved counter top construction hav-
ing a table top section, apron sections depending
from said table top section and flange sections
extending inwardly from said apron sections,
said counter top being formed from a one piece
metal sheet forming the facing surfaces for said
table top section, apron sections and flange sec~
tions, fibrous backing sections bonded to said
metal facing sheet to provide backing support for
the table top section and apron sections of said
metal facing sheet, the adjacent edges of said
fibrous backing sections presenting mitered joints
therebetween, each of the apron sections of the
metal sheet having a lip portion at each ond
thereof extending inwardly and in hugging con-
tact with the adjacent mitered end of the adja-
cent backing section, the adjacent metal lip por-
tions being in face-to-face contact, and a seam
of bonding metal covering the exterior joint be-
tween said inturned lip portions bonding said lip
portions into integral umnion, and a stiffening
frame formed from stiffening strips of fibrous
material seating within the pocket formed by the
adjacent apron sections and associated flange
sections providing a counter top presenting fin-
ished metal facing surfaces supported and rein-
forced by said backing sections and stiffening
frame.

7. An improved counter top construction hav-
ing a table top section, apron sections depending
from said table top section and flange sections
extending inwardly from said apron sections, said
counter top being formed from a one piece metal
sheet forming the facing surfaces for said table
top section, apron sections and flange sections,
fibrous backing sections bonded to said metal fac~-
ing sheet to provide backing support for the table
top section, apron sections and flange sections of
said metal facing sheet, the adjacent edges of
said fibrous backing sections presenting close fit-
ting mitered joints therebetween, each of the
apron sections and flange sections of the metal
sheet having a lip portion at the ends thereof
extending inwardly and in hugging contact with
the adjacent mitered end of the adjacent backing
section, the adjacent metal lip portions being in
face-to-face contact, and a seam of bonding
metal covering the exterior joint between the ad-
jacent inturned lip portions associated with said
apron sections bonding said lip portions into inte-
gral union, and s stiffening frame formed from
stiffening strips of fibrous material seating with-
in the pocket formed by the adjacent apron sec-
tions and associated flange sections providing a
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counter top presenting finished metal facing surs
faces supported and reinforced by said backing
sections and stiffening frame.

8. An improved counter top construction hav-
ing a table top section, apron sections depending
from said table top section, and flange sections
extending inwardly from said apron sections, said
counter top being formed from a one piece metal
sheet forming the facing surfaces for said table
top secticn, apron sections and flange sections,
fibrous backing sections bonded to said metal fac~
ing sheet to provide backing support for the table
top section and apron sections of said metal fac-
ing sheet, the adjacent edges of said fibrous back-
ing sections presenting close fitting mitered joints
therebetween, each of the apron sections of the
metal sheet having a lip portion at each end
thereof extending inwardly and in hugging con-
tact with the adjacent mitered end of the adja-
cent backing section, the adjacent metal lip por-
tions being in face-to-face contact, and a seam
of bonding metal covering the exterior joint be-
tween said inturned lip portions bonding said lip
portions into integral union, a stiffening frame
formed from stiffening strips of fibrous material
seating within the pocket formed by the adjacent
apron sections and associated flange sections, the
space defined within said stiffening frame being
filled with fibrous filler providing a counter top
presenting finished metal facing surfaces sup-.
ported and reinforced by said backing sections,
stiffening frame and fibrous filler.

9. An improved counter top construction hav-
ing a table top section, apron sections depending
from said table top section and flange sections
extending inwardly from said apron sections, said
counter top being formed from a one piece metal
sheet forming the facing surfaces for said table
top section, apron sections and flange sections,
fibrous backing sections bonded to said metal fac-
ing sheet to provide backing support for the table
top section, apron sections and flange sections of
said metal facing sheet, the adjacent edges of
said fibrous backing sections presenting mitered
joints therebetween, each of the apron sections
and flange sections of the metal sheet having a
lip portion at the ends thereof extending in-
wardly and in hugging contact with the adjacent
mitered end of the adjacent backing section, the
adjacent metal lip portions being in face-to-face
contact, and a seam of bonding metal covering
the exterior joint between the adjacent inturned
lip portions associated with said apron sections
bonding said lip portions into integral union, a
stiffening frame formed from stiffening strips ot
fibrous material seating within the pocket formed
by the adjacent apron sections and associated
flange sections, the space defined within said
stiffening frame being filled with fibrous filler
providing a counter top presenting finished metal
facing surfaces supported and reinforced by said
backing sections, stiffening frame and fibrous

- filler. :

70

10. An improved counter top construction hav-~
ing a table top section, apron sections depending
from said table top section, and flange sections
extending inwardly from said apron sections, said
counter top being formed from a one piece metal
sheet shaped to form the facing surfaces of said
table top section, apron sections and flange sec-
tions, fibrous backing sections bonded to said
metal facing sheet to provide backing support for
the table top section and apron sections of said
metal facing sheet, the adjacent ends of said
apron backing sections presenting mitered joints
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therebetween, each of said .apron sections of the
metal -sheet having 2 lip portion at each -end
thereof extending inwardly and in overlying hug-
-ging contact with the-adjacent mitered end of the
-adjacent apron backing section, the adjacent
metal lip portions being in face-to-face contact
and a-seam of bonding metal covering the -exte-
rior joint between said inturned lip portions
bonding saidlip portions-into integral union.

11. Animproved counter top construction hav-
ing a table top section, apron sections depend-
ing from said table top section, and flange sec-
tions extending -inwardly from said apron sec-
tions, said ‘counter top being formed from-a one
piece metal sheet 'shaped.to form the-facingsur-
faces-of said table top section, 'apron-sections-and
flange sections, fibrous backing sections bonded
to said.metal facing sheet-to provide backing sup-
port:for the table top section, apron-sections:and
flange sections -of -said -metal facing -sheet, -the
adjacent ends of said-apron backing sections-and
flange backing sections.presenting mitered -joints
therebetween, each of the apron -sections :and
flange ‘sections-of the metal sheet having -a -lip
portion at each end thereof extending ‘inwardly
-and :in overlying -contact ‘with the adjacent mi-
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tered end of the -adjacent -backing -seetion, the
‘adjacent metal lip portions heing in face-to-face
contact, -and- a -seam of bonding metal eovering
the exterior joint between said-inturned lip por-
tions bonding -said lip- portions into integral -
union. . . ]
GLENN H. NORQUIST.
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