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The present invention relates particularly t0
panels, slabs or’ other large bodies of vitreous ma~
terial, or what may be termed opaque structural
glass, and their manufacture. Elements of this

5 kind are made by casting & molten batch contain-

ing, in addition to silica which forms the main.
constituent of glass, various ingredients to render-

the product opague and-cause it to have any de-

sired color.” The molten batch is deposited-upon -

-10: 5 casting table and rolled out into a sheet; - or;
the casting table may be the bottom of a mold, so
that the final shape is given by forcing & plunger-
like top member downwardly upon .the mass in
themold. - = - :

16-  Where the molten vitreous material is rolled it
is difficult-to secure & flat fire-fnished face on a
large sheet-or panel, ag there is always more Or
less tendency toward distortion.and ynevenness.
Fyrthermore, panels of this kind break. more

:20- easily than is desirable when subjected to blows
or .to- distorting -stresses while in.use; this.ob-

jeetionable characteristic . having - militated:

against: the ‘employment of this material in cer-

tain fields as, for example, jnteriors and exferiors.

.25 for buildings. . s )
_Viewed in its several aspects, the present inven-
tion may be said to have for its object to overcome
the objections above enumerated.: -
*In carrying out my invention I form the opaque
-80- vitreous panel in the usual way, casting it, how-
ever, upon & comparatively stiff metal reenfore-
ing structure, preferably, & sheet of expanded
metal of a shape similar to the well known forms
of expanded metal lath. The reenforcing struc-
-85 ture is thus embedded in the under side.of the
panel, close to and parallel with the under face.

The reenforcing structure contains sufficient

mass 5o that the effect of the same and the under-
lying casting table is to cool what may be termed
40 the bottom layer of the panel and cause it quickly
to .congeal. CGonsequently, when the sheet.or
panel is removed from the casting table. to the
annealing ovens, the bottom of the panel has

&5 h_ardened sufficiently to form a firm foundatifm
20 ¢or the overlying softer vitreous body and conse-
quently the top of the panel will retain its origi~
nal flat condition. Thereafter, if a panel is
broken in use, the parts will be held together by
5o the reenforcing structure. ( o
A, further advantage of my irmproved process

is that the placing of the reenforcing fabric close

o one face of the panel makes it possible to pro-
vide satisfactory means for anchoring a panel se-;

55 curely. to a wall without interfering with the best

recoghnized practice of
out depreciation of the

mék'ing panels and with-
quality of the panels. .

The various features:of novelty whereby my in-
vention is characterized will hereinafter be point~
ed out with’ particularity- in the claims; but, for
4 full understanding of my invention and of -its:
objects and advantages, reference may be had to
the following detailed description taken in con-
nection with the accompanying drawing, where-

in:—=

" Figures 1.and 2-are réspectively a side view
and a top view-of a fragment of a casting table,
fllustrating more or less ‘diagrammatically- the
carrying out of my improved method; Fig. 3isa
rear -view of a fragment of a completed panel, a

portion being shown in

section; Fig. 4 is a section

through the panel at right angles to one of the

broad faces, only 2 fra
shown; and Fig. 5 isa

gment of the panel being
diagrammatic illustration

of -a modified arrangement of rells cooperating.

with the casting table.

Referring o the drawing, 1 represénts an'rorrdi<

nary casting table and

table is adapted to be.

considerable  mass. " as,

9 g roll under which-the

65

70

moved. in the process of
rolling out-2 molten mass to form & sheet or. slab. 8
Tn accordance with my invention, I lay on the
table a sheet of metal reenforcing material 3. be-.
fore depositing the molten mass 4. I have found
that the best results are obtained by employing
a - comparatively stiff reenforcing sheet having

for example, expanded

metal-of the expanded metal lath type of com=
paratively - small mesh. In. the arrangement:
shown, the reenforcing structure is metal expand-
ed to form diamond mesh the broad faces of whose

strands lie at-an acute
sheet.. .. . e
. When the table with

angle to the plane of the

the overlying reenforcing

sheet is moved toward the right in Figs. T'and 2,
the molten vitreous material is flattened out and
pressed through the interstices. in the reenfore-
ing -material, producing & flat slab-or panel-5
having the reenforcing fabric_embedded in the

bottom thereof.."

Tn practice the top faces of the casting tables
are not smooth but are provided with numerous,
closely-spaced, tiny ridges extending from. one
end to the other. In effect, therefore, the molten
vifreous material .is pressed below the plane of

the ‘under side of the

sulting in. completely

expanded metal, as ib 1s

enused. to fill the valleys between the ridges; 1€~

embedding the expanded

metal within the body of the panel bub close to

and at a definite distance from a flat plane toueh-

ing the small ridges on

the back or under face of

€5
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the panel. These ridges are indicated at 6, but
they have been partly omitted from Fig. 3 for the
burpose of permitting the effect of the expanded
metal on the back or under Tace of the panel to be
more clearly seen. The strands, as will be ap-
barent from Fig, 4, are inclined lengthwise to the
plane of the sheet, so that some bortions of the
strands come closer to the surface of the sheet
than do others. This results, where the ordi-
nary standard casting table is used, in little de-
pressions 7 in the back or under face of the sheet,
along the near portions of the strands, because
the molten material has not been ahle to flow into

. the little valleys in the table at these points to

& greater depth than will serve to- cover the
strands.

The casting table may be magnetized so as to
insure that the expanded metal will be held down
In a flat condition, although I have found that
goed results without employing a magnetized
table can be obtained. .

Furthermore, the reenforcing fabric may be
made of rustless-iron or other non-rusting ma-
terial that will be strong enough and not de-
teriorate under the heat to which it is subjected
and that has the propsr coefiicient of expansion.
It is necessary that the reenforcing fabric be
clean. It is not in all cases essential that the
fabric be heated before being placed on the
table, although it may be heated to a high enough
temperature to burn off any oil or grease, and to
bre~-expand the fabric before it is'placed on the
table.

Thick panels are usually rolled in several lay-
ers. In such cases, in addition to the reen-
forcing near an outer face of the panel there
may be other reenforcing sheets placed between
the layers. In some cases, where built-up panels
are required: to have both faces polished, they
may be reenforced by simply placing the reen-
forcing fabric between the layers.

My improved panels are not only free from
distortion, but they are very strong and adapted
for uses that have not heretofore been open to
this type of material. A very important feature
is the facility with which the DPanels may be
anchored successfully to the ‘face of a wall,
through the reenforcing material; thus making
bossible the use of vitreous opal panels for fac-
ing the outside walls of tall buildings as well as
other high walls.. Specific means for so anchor-
ing panels are claimed in another application,
however.

. In Fig. 5 there is shown a modified arrange-
ment of rolls for rolling out the banels. .In ad-

dition to the roll 2 there is another roll 8 placed

in advance thereof. The molten batch is poured
upon the table between these rolls which have a
squeezing effect on the same before flattening
it upon the table; thereby working out gas bubbles
that might otherwise broduce defects in the fin-
ished product. There' may also be g third roll,
as indicated at 9, ahead of the roll 8. - This third
roll is adapted to rest on the fabric near the point
where it engages the molten vitreous material, so
as to-aid in causing the fabric to lie flat on the
table. The reenforcing fabric being laid on the
table to the right of the roll 9, the table is moved
toward the left, under the rolls, and the molten
vitreous material is boured between the rolls 2
and 8 at the proper time to position the advance
end of the reenforeing fabric at the desired point
with respect to the advance end of the sheet or
panel. g

‘While I have illustrated and described with

1,935,583

particularity only the best form of my invention
now known to me I do not desire to be limited to
the details thus illustrated angd described; but
iritend to cover all forms and arrangements which
come within the definitions of my invention eon-
stibuting the appended claims, :

I claim:— : : - )

1. The method of making a cast reenforced
vitreous panel, which consists in laying directly
on-top of g casting table g sheet of expanded
metal, and casting a panel of vitreous material
upon the top of said expanded metal,

2. The method of making a cast resnforced
vitreous panel, which consists in heating a sheet
of expanded metal; laying. the sheet directly on
the top of a casting table and, while the sheet
is still hot but much cocler than the inolten
vitreous material; casting a panel of vitreous ma-
terial upon: said sheet; : .

3. The method of broducing: a cast vitreous

. banel having an undistorted fire-finished - face,
which consists in casting a panel of vitreous ma--

terial upon a comparatively stiff sheet of -ex-
panded metal. : Lot
4. The method of broducing =z cast ' vitreous

panel having an undistorted fire-finished face;

which: consists in casting a. panel of vitreous
material upon g comparatively stiff sheet of:ex-
panded metal composed of bonded strands whose
wide faces make an acute angle with the plane
of ' the sheet. = :

5. The method of broducing a cast vitreous

panel having an undistorted fire-finished  face,

which consists in laying directly on. top of a-cast-
ing table 2 comparatively stiff fiat sheet of ex~
banded. metal the broad faces of whose strands

form an acute angle with the plane of the sheet;
and then casting a panel of vitreous material

upon said sheet. _ : s
6. The method of producing reenforced cast
vitreous panel having an undistorted fire-finished
face, which consists in casting a panel of vitreous
material upon a comparatively stiff sheet of ex-
panded metal sufficiently massive and cool enough
to cause the adjacent lower bortions of the molten
mass, while lying on. the casting table, to con-
geal quickly relatively to the upper part. of the
mass. : ‘ B
1. The method of broducing a ‘reenforced
vitreous panel which consists in laying on a mag-
netized casting table a mstal fabric. of magnetic
material and, while the fabric is held down on:
the table, casting thereon s panel of vitreous ma-
terial, ' )
8. A cast vitreous panel having a comparatively.
Stiff flat sheet of expanded metal embedded
therein and lying close to and parallel with the
face of the panel that lay upon the casting table
during the casting process. ' ) ;
9. A cast vitreous panel having embedded there~
In and positioned close and parallel to the face
that lay upon the casting table during the cast-
ing operation, s flat, comparatively stiff sheet,
of expanded metal and broad faces of whose
strands make an acute angle with said face. .
10. Anopaque vitreous panel having g compara~
tively stiff expanded metal sheet embedded in
the body thereof and Iying near and parallel to
one face of the panel. ’ o
11, ‘The method of producing a reenforced panel
of opague vitreous material which consists ‘in
laying a comparatively- stiff ‘sheet of expanded
metal directly upon a flat rigid base member,
covering the sheet with molten opal vitreous ma~
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-the molten material
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terial, and rolling the molten vitreous material
into the interstices in the sheet.
12. The method of producing & reenforced cast

_vitreous panel having an undistorted fire-finished

face, which consists in laying directly on top of
a flat casting table, a comparatively stiff sheet
of expanded metal sufficiently massive and cool
enough to cause the adjacent ~portions of a
molten mass of opaque structural glass material
to congeal quickly relatively to the upper part
of the molten mass, pouring upon the table a mass
of molten structural glass material and’ rolling
into a sheet or panel hav-
ing the expanded metal embedded in the body
thereof. .

'13. A cast and rolled -opaque structural glass

panel having embedded therein near the face

- the casting operation

3

of the panel that lay upon the casting table during

on and remote from the op-
posite face a comparatively stiff ‘sheet of ex-
panded metal. . .

14, A cast and rolled opaque structural glass
panel having embedded
the panel that lay upon
the casting operation and remote from the oppo-
site face a comparatively stiff sheet of expanded
metal of the diamond mesh type.
~ 15. A cast and rolled opaque structural glass
panel flat on the side that lay upon the casting
table during the casting operation, and a com-
paratively . stiff sheet of expanded metal em-
bedded in said panel near the aforesaid side and
remote from the opposite side. )

~ WALTER N. THURN.
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