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Re: European Patent 0 020 829 

Applicant: Tate Architectural Products, Inc. 

At the request of Ir. J.H.F. de Vries, European Patent 

Attorney, Professional Representative of DRU B.V. in the opposi

tion proceedings in respect of European Patent 0 020 829, the 

undersigned, Dr. Ir. J.A.H. Ramaekers, lecturer at Eindhoven 

(wetenschappelijk hoofdmedewerker), University of Technology, 

Department of Mechanical Engineering, Division of Production 

Technology, has examined European patent specification 0 020 829 

in order to report on the novelty and the inventive step of the 

subject matter of the claims of this patent in his capacity of 

expert on cold die forming and related techniques. 
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1. Introductory remarks 

Although European patent 0 020 829 relates to a method 

for the production of load bearing construction panels it is ne

cessary to make some observations in respect of the product it

self in view of the relation between product and production me

thod. The successive claims will be discussed one by one. 

2. Discussion of the claims 

Claim 1: 

I have studied a documentation sheet on a steel panel / 

Mod 800 called Data Sheet P-80 Tate Access Floor Systems (herein

after called Data Sheet P-80). From the drawings and the perspec

tive view of the panel according to this Data Sheet P-80 it is 

clear that this panel consists of a flat top sheet and a stiffe

ning web, said stiffening web having a plurality of dome-shaped 

projections which are arranged in such a manner that no straight 

line can be drawn across the stiffening web that does not inter

sect one or more of said dome-shaped projections. 

In my opinion it is trivial that such a stiffening web 

can be produced by cold die forming by means of a female die part 

and a male die part wherein, of course, the arrangement of the 

dies of the female die part and the arrangement of the dome

shaped punches of the male die part corresponds to the arrange

ment of the dome-shaped projections of the stiffening web. 

In my opinion the subject matter of claim 1 is there

fore completely known from Data Sheet P-80. 

Moreover a stiffening web and a method for the produc-
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tion thereof are described in "Steife Blech- und Kunststoff Kon-

struktionen", KonstruktionsbUcher Band 30, Springer 1972 by 

G. Oehler and A. Weber, in particular (pages 39-47 and fig. 31, 

32, 33, 35, 38, 39). 

Producing such products through a mechanical forming 

method (forming or embossing stamping) is clearly described in 

"Die verschiedene Arten des Prigens", TZ f prakt. Metallbearbei-

tung, 69 (1975), Heft 10, pages 328-331, 70 (1976), Heft 5, pages 

161-164 and 70 (1976), Heft 7/8, pages 225-227 by H.L. Hilbert, 

in particular (fig. 24 and § 6.4 page 164), and H.L. Hilbert 

"Stanzereitechnik Carl Hanser Verlag" (1970), in particular pages 

18, 34, 35, 54, 55, 191 and 310. 

Claim 2: 

In Data Sheet P-80 it is noted that the stiffening web 

is provided with a deeper drawn perimeter section which minimizes 

edge deflection. It is obvious to form this perimeter section 

simultaneous with the formation of the domed projections as this 

will save tool costs and manufacturing costs. 

Moreover the subject matter of claim 2 is disclosed in 

the above-mentioned reference of H.J. Hilbert (§ 6.4 page 164). 

"z iehen" can be seen as deep drawing (1. e. material from 

the edge zone can flow) or stretching (the material is clamped in 

the edge zone). Deep drawing allows in principal a higher projec

tion, however this advantage is only obtained for the projections 

at the edge and not for the center of the plate. Because further 

deep drawing is accompanied with folding, a stretching plate pro

cessing without after-flowing of the edge material is obvious • 
• 
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Claim 3: 

I refer to my observations to claim 2. In this case 

deep drawing or form pressing (notching and bending) can be con

sidered for the corners. As deep drawing leads to folding form 

pressing is better from a technical point of view. 

Claim 4: 

This measure is an obviousness at plate stretching. 

Claim 5: 

From the forming technology (for ex. Hilbert page 227, 

Source Book on Forming of Steel Sheet ASM 1976 and "Mechanics of 

Sheet Metal Forming" Plenum Press 1978 by D.P Koistinen, N.M. 

Wang) it is known which requirements should be met by the mate

rial to be well stretchable. 

Claim 6: 

With a selected dome shape the calculation of the ave

rage stretch is a simple geometric matter. 

Claim 7: 

This subject matter can be concluded from the perspec

tive view of the panel shown in Data Sheet P-80. 

Moreover, in view of an optimum stiffness of the final 

product this is a trivial statement. 

Claim 8: 

The subject matter of this claim is described in the 
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above-mentioned reference by H.J. Hilbert (page 164). From 

the costs point of view it is obvious to use through-holes 

in the female die part. From a technical point of view there 

is no reason at all to use a more expensive "mother die part" 

in this case. 

Claim 9: 

It is noted that the development of projections with 

non-uniform height depends on the stiffness and construction of 

the press and the tool. It is obvious to make corrections when 

inaccurate product dimensions are obtained. To use shims for this 

purpose is obvious in view of the fact that the "trial and error" 

method is still usual at this type of products. 

Claim 10: 

The shape of the punches has some effect on the stretch 

distribution in the projections. With an Erichsen sheet metal 

test machine the optimum shape, in combination with material 

properties and lubrication can easily be found (see also 

Koistinen). But this will hardly be deciding it in this case. 

In view of common practice this subject matter is not novel. 

Claim 11: 

This stiffening web is clearly shown in Data Sheet 

P-80. 

Moreover, such a stiffening web is disclosed in the 

above-mentioned reference by G. Oehler, A. Weber (page 44). 
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Claims 12 and 13: 

In Data Sheet P-80 it is noted that the top and bottom 

section are joined together by resistance welding; 124 welds form 

a rigid structure. This information already indicates that the 

top sheet is welded to the domed projections and to the periphe

ral flange. 

Moreover, this is described in the above-mentioned 

reference by G. Oehler, A. Weber (page 44, 45). Further from a 

stiffness point of view this is obvious. 

Claim 14: 

In view of the fact that the top sheet is not formed it 

is logical to choose a plate with high strength characteristics. 

Claim 15: 

Data Sheet P-80 states that each panel is trimmed in 

a die to exact size and squareness within a tolerance of 

+ 0,127 mm. 

Positioning the product is necessary, of course. Each 

projection (or hole) lying at a known location of the product may 

be used for this purpose by cooperation with pilot pins or the 

like with suitable dimensions. This is a well known technique 

which is applied since a long time. 

Claim 16: 

Trimming the welded product in one press stroke is ne

cessary in view of the required accuracy and cost price. 
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3. Conclusion: 

Summarizing the above discussion of the claims I come 

to the conclusion that the main part of the subject matter of the 

claims is known from Data Sheet P-80 and the further references 

cited. The remaining part of the subject matter of the claims is 

known from and/or obvious in view of the practice. 

Eindhoven, November 14, 1984 

Dr. Ir. J.A.H. Ramaekers 

Enclosure: 
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