


:10 

15. 

20 

Patented Nov. 14, 1933 

UNITED STATES 

1935,583 

PATENT OFFICE 
- 1,935,583 

REENFORCED VITRE OUs PANEL AND 
METHOD OF MAKING THE SAME 

Walter N. Thurn, Chicago, Ill., assignor to The 
Vitrolite Company, a corporation of West Vir 
giniai 

Application January 27, 1930. Serial No. 428,694 
15 Claims. (CI. 49-86) 

The present invention relates particularly to 
panels, slabs or other large bodies of vitreous ma 
terial, or what may be termed opaque structural 
glass, and their manufacture. Elements of this 
kind are made by casting a molten batch contain 
ing, in addition to silica which forms the main. 
constituent of glass, various ingredients to render. 
the product opaque and cause it to have any de 
Sired color. The molten batch is deposited upon 
a casting table and rolled out into a sheet; or, 
the casting table may be the bottom of a moid, so 
that the final shape is given by forcing a plunger 
like top member downwardly upon the mass in 
the mold. . . . . . . 
Where the molten vitreous material is rolled it 

is difficult- to Secure a fiat fire-finished face on a 
large sheet or panel, as there is always more or 
less tendency toward distortion and unevenness. 
Furthermore, panels of this kind break, more 
easily than is desirable when subjected to blows 
Or to distorting stresses while in use; this ob 
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jectionable characteristic 

for buildings. 
Wiewed in its Several aspects, the present inven 

tion may be said to have for its object to overcom 
the objections above enumerated. . . . : 
In carrying out my invention I form the opaque 

Vitreous panel in the usual Way, 'casting it, how 
ever, upon a Comparatively stiff metal reenforc 
ing Structure, preferably, a sheet of expanded 
metal of a shape similar to the well known forms 
of expanded metal lath. The reenforcing struc 
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 So that the effect of the same and the under 
lying casting table is to cool what may be termed 
the bottom layer of the panel and cause it quickly 
to congeal. Consequently, when the sheet or 
panel is removed from the casting table to the 
annealing ovens, the bottom of the panel has 
hardened sufficiently to form a firm foundation 
for 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 
the reenforcing structure. , 
A further advantage of my improved process 

is that the placing of the reenforcing fabric close 
to one face of the panel makes it possible to pro 
Vide Satisfactory means for anchoring a panel se-, 
curely to a wall without interfering with the best 

having militated 
against the employment of this material in cer 
tain fields as, for example, interiors and exteriors. 

recognized practice of making panels and With 
out depreciation of the 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 
a 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 respectively a side view 
and a top view of a fragment of a casting table, 
illustrating more or less diagrammatically the 
carrying out of my improved method; Fig. 3 is a 
rear view of a fragment of a coinpleted 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 a fragment of the panel being 
shown; and Fig. 5 is a diagrammatic illustration 
of a modified arrangement of rolls cooperating. 
With the casting table. . . Referring to the drawing, 1 represents an ordi 
nary casting table and 2 a roll under which the 
table is adapted to be moved in the process of 
rolling out a molten mass to form a sheet or slab. 
In 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 
considerable mass as, for example, expanded 
metal of the expanded metal lath type of Com 
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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 angle to the plane of the . 
Sheet. . . . . . - : When the table with the overlying reenforcing 
sheet is moved toward the right in Figs. 1 and 2, 
the molten vitreOUS material is flattened out and 
pressed through the interstices, in the reenforc 
ing material, producing a flat slab or panel 5 
having the reenforcing fabric embedded in the 
bottom thereof... . . . . . . . . . . . ... . . . In 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 
vitreous material is pressed below the plane of 
the under side of the expanded metal, as it is 
caused to fill the valleys between the ridges; re Sulting in completely embedding the expanded 
metal within the body of the panel but close to 
and at a definite distance from a flat plane touch 
ing the Small ridges on the back or underface of 
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terial, and rolling the molten vitreous material 
into the interstices in the sheet. 

12. The method of producing a 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 
the molten material 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 
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3 
of the panel that lay upon the casting table during 
the casting operation 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 therein near the face of 

80 

the panel that lay upon the casting table during 
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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