Nov. 10, 1931. E. E. FISHER 1,831,237
METHOD OF MAKING REENFORCED BODIES HAVING
PROJECTING ANCHORING ELEMENTS
Filed Feb. 26, 1930

,,,,,

Jo |
Tre/eretor
P Hert £ Fvshon

27k



Patented Nov. 10, 1931

UNITED STATES

1,831,237

PATENT OFFICE

ELBERT E. FISHER OF ST, LOUIS, MISSOURI ASSIGI\TOR TO. THE VITROLITE COMPANY
A CORPORATION OF WEST VIRGINIA: ~

METHOD OF MAKING REENFORCED BODIES HAVING I’ROJECTING ANCHORING
S IELEMENTS )

Applieation filed February 26, 1930 Serial No 431 392 “

. The present invention has for its object

to produce in a simple’ manner'panels and.

other bodies of opaque vitreous material, re-
enforced with metal and provided with pro-
truding anchoring wires or other elements of
any desued length.

In carrying out my invention I press a
mass of molten vitreous material upon a
metal reenforcmcr structure having the an-
chormv elements projecting from a. face
thereol?
a mold whose mold cavity determmes the
shape of the finished product and which is
adapted to accommodate the anchoring ele-
ments in such a manter that they Wlll pro-
ject from the finished body. By employing
a’'mold any desired shape and surface con-
figuration may be obtained, so that I am able
to make not only flat panels but many other
useful devices that will be strong and capa-
ble of being firmly anchored to a support.

The various features of novelty wheéreby

my invention is characterized will hereinaf-

ter be pointed out with particularity in the

o5 claimg; but, for a full understanding of my

invention ancl ‘of its'objects and advantaores,
reference may be had to the following de-
tailed description taken in connection with
the accompanying drawings, wherein :— -

.30 Figure 1.is a perspective view of a frag-

" ment of a flat panel made according to the
present invention; Fig. 2'is a vertical section
through a mold having therein the metal re-
enforcing and anchoring structure prepara-

35 tory to pourlna in the molten vitreous ma-

terial; Fig. 8 is a section on line 83—3 of Fig.
2 1llustrat1ng the final step in the molding op-
eratlon ‘Fig. 4 is a view similar-to Fig. 1,
showmo a smaller fragment and the sheath:

40 ing of v1treous materlal that may be formed

in the molding process upon the individual
anchors; Fig. 5 is a sectional view, showing

a; modlﬁed form of mold and means for de-'

forming a metal reenforcing fabric in.the
45 latter to produce an anchoring element there-

while the reenforcing structure is in’

on; and Fig. 6 is a view s1m11ar to Fig. 5,
show1ntr the anchor forming means at the
end of its downward stroke.

Referring to Figs.2and 8 of the drawmgs,'

1 represents a mold having a 'mold cavity 2
open at-the top. Opening downwardly from
thé bottom of the mold cavity are deep aux-
iliary cavities 3 of comparatively small cross-
sectional area. - Having the mold, the first
step in forming the molded product 1s to lay

into ‘the mold, so that it will rest at the bot-

tom:'of “the - cav1ty, the metal reenforcing
structure having anchor elements depending
into-the aux1llary cavities. In the arrange—
ment shown, the reenforcing structure is

simple sheet 1of expanded metal ; the anchors
being wires' 5-bent; -into U shape and each
ez\tendmg down ‘into one of ‘the - ‘auxiliary
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cavities and having one of the strands of the -

reenforcing structure lying in the closed end.

© A mass of ‘molten vitreous material ‘is then

deposlted in the mold ‘cavity; the broken

line A in Fig. 2 indicating roughly the top .

of the mass When it is first deposited. The
top of the mold, in-the form of a plunger or
platen slidably ﬁttmcr into the mold cavity, is
then forced down'upon the molten mass'so as
to press the vitreous material through the

interstices in the reenforcmo structure and’

to a-greater or lesser extent into the small
aux1l1ary ‘cavities. The under face of the
plunger or platen is shaped to give the de-
sired contour to the upper face of the molded
product. When this product is to be a simple
flat panel, as shown, the under face of the
plunger or platen will be flat. In Fig. 31
have illustrated the condition which exists at
the moment the plunger:or platen, indicated
at 6, has reached the lower end of its stroke,
havmo pressed the vitreous material through
the openings in the reenforcing structure and
given to the vitreous material the shape of

65

70

75

80

86

a flat panel 7. After the molded body has

cooled sufficiently to permlt it to be removed
from the mold, the mold is 1nverted and the
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casting drops out, and the anchors, with their
more or less complete sheathings 8 of vitre-
ous material project upwardly from the
panel, as indicated in Fig. 4. The vitreous
material that may be on the projecting an-
chors in the form of sheathings may readily
be removed by tapping with a hammer or
other hard object, leaving the anchors in the
condition shown in Fig. 1.

Tt will be seen that the auxiliary cavities in
the mold may be made of any desired depth,

so that the finished panel or other object may

have thereon wires:or other anchor elements
projecting several inches therefrom.’

In Figs. 5 and 6 T have jllustrated a modi-
fication 1 which the mold 8 has a cavity 9
similar to the cavity 2, but has short aux-

iliary cavities 10 extending down from the .

bottom of the man cavity. A press or plung-

er device 11 is adapted to move down into

the mold cavity, and it has on its under side
a projection 12 corresponding to each aux-
iliary cavity in the mold. When the member
11 is forced down into the mold cavity while

“the latter contains a metal reenforcing fabric

138, the projections 12 deform the fabric, as
indicated in Fig. 6, to produce open-work
bosses or projections 14 thereon. ~After the
reenforcing fabric has been deformed to pro-
duce thereon the bosses or projections that
will serve as anchors, the process of forming
the completed product is carried out in the
same manner as in the case.of the mold shown
in Figs. 2 and 8. :

- While Thave illustrated and described with
particularity the best mode now known to
me for carrying out my invention, I do not

desire to be limited to the details thus illus-

trated and-described; but intend to cover the
invention in a broader sense, as will be evi-
dent from the definitions of my invention
constituting the appended claims.
.-Ieclaim:— : ‘

1. The method of forming a reenforced
vitreous body having anchoring elements pro-
jecting from a face, which consists in pro-
ducing a flat open-work sheet of metal having
anchoring elements projecting from one side,
applying a mass of molten vitreous material,
and molding the mass into the desired shape
about the metal to embed the same and leave

the anchoring elements protruding from the

vitreous material.

2. The method of forming a reenforced
vitreous body having anchoring elements pro-
jecting from a face, which comprises the pro-
duction of an assembly consisting of a flat
horizontal open-work metal reenforcing sheet
having anchoring elements depending there-
from and a support underlying the sheet and
hdving openings to receive said anchoring
elements; pouring molten vitreous material
upon the sheet,-and pressing the molten mass
down through the interstices in the sheet.
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- 3. The method of producing a reenforced
vitreous body having anchoring elements pro-
jecting from a face, which comprises laying
in the bottom of a mold, having small cavities
extending. downward from the bottom of the
mold cavity, a flat open-work reenforcing
sheet of metal provided with anchoring: ele-
ments depending into said small cavities,
pouring a molten batch of vitreous material
into the mold, and pressing the mass down
t}ﬁrough the interstices in the reenforcing
sheet. "~
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4. The method of producing a reenforced -

vitreous body having anchoring elements pro-
jecting from a face, which consists in provid-
ing a mold having deep cavities of small cross-
sectional area extending downward from the
bottom of the mold cavity, associating with
the mold a reenforcing sheet of open-work
metal laid in the bottom of the mold and hav-
ing long anchor elements depending into said
deep cavities, pouring molten vitreous ma-
terial into the mold, and pressing the molten

mass through the opening in the re,enfb,rcin%_
90

sheet and into conformity with the mol
cavity.. - o
5. The method of producing a reenforced
vitreous body having individual anchoring
elements distributed over the length and
breadth and projecting from one face of such
body, which consists 1n providing a mould

having a flat bottom and deep cavities of

small cross sectional area extending down-

ward from the bottom of the mould cavity
and distributed across the length and breadth-

of the mould, laying on the bottom of the
mould a sheet of expanded metal having long
anchor elements depending into said deep
cavities, pouring vitreous material into the
mould, and pressing the molten metal
through the openings in the sheet of expand-
ed metal into conformity with the mould
cavity and into said deep cavities. ° ,

6. The method of forming a reenforced
vitreous: body having anchoring elemerits
plrojecting’from a face which consists in pro-
ducing a flat sheet of expanded metal having
numerous ' individual anchoring elements
projecting from one side and distributed
across the length and breadth thereof, lay-
ing said sheet upon a flat support having
small deep cavities into which said anchoring
elements project while said sheet is lying
flat on the support, pouring a batch of vit-
reous raterial upon said sheet, and pressing
said molten metal down through the inter-
stices in said sheet and at least part way into
said cavities. o

7. The method of forming a reenforced:
vitreous body having anchoring elements
projecting from a face which consists in pro-
ducing a flat sheet of expanded metal having
numerous individual anchoring elements
projecting from one side and distributed.
across the length and breadth thereof, lay-
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ing said sheet upon a flat support having
small deep cavities into which said anchoring
elements project while said sheet is lying flat
on the support, pouring a batch of vitreous
material upon said sheet, pressing said
molten metal down through the interstices

in said sheet and at least part way into said

cavities, and removing the cast body from the
support and breaking away the vitreous ma-
terial surrounding the anchoring elements.

In testimony whereof, I sign this specifica-

tion.
ELBERT E. FISHER.
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