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(54) METHOD FOR PRODUCING A LIGHTWEIGHT TEXTURED SHOWER TRAY AND LIGHTWEIGHT 
TEXTURED SHOWER TRAY PRODUCED BY SAID METHOD

(57) The invention relates to a method for producing
a lightweight textured shower tray, said method compris-
ing: introducing fibreglass fabrics (2) into a textured
shower tray mould (3); laminating the fabrics (2) with a
resin; placing a sheet (4) of high-density expanded pol-
ystyrene in the form of a shower plate inside the mould
(3), on top of the laminated fabrics (2); and applying a

vacuum to the mould (3), the fiberglass fabrics (2) and
the sheet of high-density expanded polystyrene, in order
to imprint the texture of said mould (3) onto de fabrics (2)
and to stick said fabrics (2) to the sheet(4) of high-density
expanded polystyrene. The invention also relates to a
lightweight shower tray (1) produced according to said
method.
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Description

[0001] Method for producing a lightweight textured
shower tray and lightweight textured shower tray pro-
duced by said method

OBJECT OF THE INVENTION

[0002] The present invention generally belongs to the
field of construction, and more specifically to the produc-
tion of bathroom elements.
[0003] A first object of the invention is a production
method for obtaining a new lightweight textured shower
tray made of a very light material in comparison with con-
ventional shower trays.
[0004] A second object of the present invention is a
lightweight textured shower tray produced according to
the abovementioned method.

BACKGROUND OF THE INVENTION

[0005] In recent years, shower trays have become the
preferred option of the public well above traditional bath
tubes. In order to satisfy the demand increase, a myriad
of different shower tray models are currently present in
the market. Among these, some known existing shower
trays are provided with a texture having both a decorative
function and a practical function, since said texture de-
creases the chance of the user slipping while in the show-
er.
[0006] However, an important drawback of currently
known shower trays is their high weight. Indeed, currently
known shower trays are usually made of two materials:
a resin acting as binding element, and a marble load pro-
viding the required strength. However, both the weight
of the resin and the weigh of the marble load can be
around 30 kg, so the total weight of such a shower tray
is frequently over 60 kg. This high weight is disadvanta-
geous for handling and transporting the shower tray, spe-
cially for exportation, the price of the product for the final
client being significantly increased. Further, this high
weight is also disadvantageous for installation techni-
cians, since two people are required for installing such a
shower tray.

DESCRIPTION OF THE INVENTION

[0007] The inventor of the present invention realized
the possibility to produce shower trays from a much light-
er material, specifically high density expanded polysty-
rene, which had never been used for producing shower
trays; said material was thought not to be sufficiently re-
sistant to withstand the forces shower trays are usually
subject to during their life.
[0008] However, the inventor carried out charge tests
with shower trays produced from high density expanded
polystyrene and found out that a shower tray having a
thickness of about 3 cm of said material is sufficiently

resistant for supporting the users. Specifically, using this
material allows for a great reduction in the weight of the
shower tray of the invention, which can be about 4 kg.
This allows the shower tray more conveniently handled
and transported, thus lowering the price of the final prod-
uct, and also allows the installation of the shower tray to
be carried out by one person.
[0009] A first aspect of the present invention is directed
to the method for producing a high density expanded
polystyrene textured shower tray. This method mainly
comprises the following steps:

1) Introducing glass fiber fabrics inside a textured
shower tray mold.

2) Laminating the glass fiber fabrics with a special
resin.

3) Placing a high density expanded polystyrene plate
having a shower tray shape inside the mold, on the
laminated glass fiber fabrics.

4) Applying vacuum to the mold, the glass fiber fab-
rics and the high density expanded polystyrene plate
for imprinting the texture onto the glass fiber fabrics
and sticking said glass fiber fabrics onto the high
density expanded polystyrene plate.

[0010] Now, the steps of the method of the invention
are disclosed in detail:

1) Introducing glass fiber fabrics inside a textured
shower tray mold.
Preferably, these glass fiber fabrics are made using
cut and dispersed threads, and also a binder in pow-
der form and an emulsion. The result is a fabric hav-
ing a thickness and rigidity specially suited for the
present method, being water-resistant and suitable
for a quick stamping.
The textured shower tray mold can be obtained in
different ways, although in a preferred embodiment
of the invention the following method is used:

- First, a catalyzed resin is applied on a glass fiber
fabric placed on a part having the final texture
desired for the shower tray. The glass fiber fab-
ric, in a flexible condition, is placed on the part
and subsequently laminated using a roller im-
pregnated with resin for causing the fiber to
adopt the texture of the part. Then, the fabric is
allowed to dry, thus becoming hard.
Examples of textures for the part may be a slate
texture, wood texture, marble texture, etc., this
texture of the part used as a mold being adopted
by the glass fiber.
The catalyzed resin is a resin mixed with a cat-
alyzer for shortening the drying process thus al-
lowing for a faster hardening process.
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- Next, said glass fiber fabric, with the desired tex-
ture, is adhered on a shower tray pre-mold. The
adherence step is usually carried out by means
of the catalyzed resin itself.

- In a more preferred embodiment of the inven-
tion, a reinforcing structure is provided on the
back side of the glass fiber in order to increase
its strength. Each mold is used for producing a
plurality of shower trays, and therefore it must
be sufficiently resistant. The reinforcing struc-
ture can be conformed in several ways, although
it is preferably a structure comprising ribs.

2) Laminating the glass fiber fabrics with a resin
Once the glass fiber fabrics are inside the shower
tray mold having the desired texture, they are lami-
nated using a special resin. This resin is an insatu-
rated polyester resin, ortoftalic, rigid, having medium
reactivity and viscosity, such as for example
Resichim 752, dissolved in styrene and in a met-
acrylic monomer. Importantly, this resin must not be
abrasive for polystyrene.
In an alternative embodiment, it is additionally pos-
sible to place on the glass fiber fabrics an extruded
polypropylene net or mesh. This material withstands
up to 150 ºC and allows the passage of about 98
g/m2 of resin, thus being specially suitable for the
resin used in the present invention whose highest
temperature peak is around 85 ºC. The function of
the mesh is allowing for a greater resin circulation
inside the closed mold to which vacuum is applied,
thus allowing the resin to reach every air micro bub-
ble in the circuit.
3) Placing a high density expanded polystyrene plate
having a shower tray shape inside the mold, on the
laminated glass fiber fabrics.
The high density expanded polystyrene having a
shower tray shape are usually obtained from a cube
cut into sheets. Next, each sheet is provided with a
drain hole and a slope towards said drain hole. Raw
high density polystyrene sheets having a shower tray
shape, that is, without any texture, are thereby ob-
tained.
4) Applying vacuum to the mold, the glass fiber fab-
rics and the high density expanded polystyrene plate
for imprinting the texture on the glass fiber fabrics
and sticking said glass fiber fabrics on the high den-
sity expanded polystyrene plate.

[0011] The result is that the glass fiber fabrics adopt
the texture of the mold, and also firmly stick on the high
density expanded polyester plate with no air bubble, thus
rendering a lightweight shower tray completely finished
with the desired texture. This step of the method is novel
in comparison with equivalent methods known in the art.
[0012] In principle, the application of vacuum may be
carried out in any known manner in the art. However, in

a particularly preferred embodiment of the present inven-
tion, the application of vacuum comprises:

- Placing a rigid cover on the mold and the plate for
ensuring that, when the vacuum is applied, all the
surface is flush: with no deformities on the upper side
and no texture defects on its lower side.

- Placing a vacuum spiral tube along the mold perim-
eter for applying the vacuum charge simultaneously
along the whole shower tray perimeter, such that the
air extraction is also the same.

- Placing a vacuum bag around the whole mold for
applying the vacuum. Preferable, the vacuum bag is
a thermos-stabilized nylon film having a high elon-
gation and withstanding temperatures of up to 204
ºC, with a maximum elongation of 400% and a re-
sistance to tension of 55 MPa.

- Finally, applying vacuum to the bag by means of a
hose coupled to a vacuum machine.

[0013] A second aspect of the present invention is di-
rected to a lightweight textured shower tray produced
according to the method disclosed, made of high density
expanded polystyrene and having a thickness of about
3 cm.

BRIEF DESCRIPTION OF THE FIGURES

[0014]

Figs. 1a, 1b and 1c schematically show some steps
of the process for obtaining a mold having a slate
texture, specifically respectively a shower tray pre-
mold, the step of applying a glass fiber fabric on a
stone having a natural slate texture, and the mold
having a slate texture obtained.

Figs. 2a, 2b, 2c and 2d schematically show some
steps of the process for treating a raw high density
expanded polystyrene cube for obtaining high den-
sity expanded polystyrene plates, specifically re-
spectively a raw high density expanded polystyrene
cube, the cube once cut in sheets, a sheet already
provided with a drain hole, and a sheet once the drain
slopes are made.

Figs. 3a, 3b and 3c schematically show some steps
of a first example of a process for producing a shower
tray having a slate texture according to the invention,
specifically respectively the application of glass fiber
fabrics on a shower tray mold having a slate texture,
the application of a high density expanded polysty-
rene plate having a shower tray shape on the mold
having a slate texture, and the lightweight shower
tray having a slate texture obtained.

Figs. 4a, 4b, 4c, 4d, 4e y 4f schematically show some
steps of a second example of a process for producing
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a shower tray having a slate texture according to the
invention.

PREFERRED EMBODIMENT OF THE INVENTION

[0015] Now, an exemplary embodiment of the method
of the invention for producing a lightweight shower tray
(1) having a slate texture is disclosed. Note, however,
that this example is not limiting, and it would be possible
to use this method for producing a shower tray (1) having
other textures.

a) Production of the molds (3) having a slate texture

[0016] The molds (3) are produced from a pre-mold (7)
made of wood and having a shower tray shape. The pre-
mold (7) corresponds in this example to a shower tray
having a total thickness of only 3 cm and having slopes
with a deepness of 1.5 cm falling diagonally towards the
drain hole (10), thus allowing for a perfect evacuation of
water falling on the finished shower tray. The dimensions
intended for this pre-mold (7) comprise a 3 cm thickness
because it is not possible to make a thinner shower tray,
since that would be problematic from the point of view of
mechanical resistance. In this respect, note that due to
the evacuation slopes, in the drain hole zone the effective
thickness of the plate would be of about 1.5 cm. Fig. 1 a
shows a view of an example of pre-mold according to the
invention.
[0017] Once the pre-mold (7) having the slopes is
made, glass fiber fabrics (5) are laminated with catalyzed
resins on a block (6) of natural slate stone, as shown in
Fig. 1 b. The result is that the glass fiber (5) adopts the
slate texture.
[0018] Next, said glass fiber (5) having the slate texture
is sticked on the above disclosed wooden pre-mold (7),
thus rendering the final mold (3), as shown in Fig. 3a. A
structure in the back side of the glass fiber (5) in order
to provide resistance can also be added. This is carried
out by means of the provision of ribs for preventing the
mold (3) structure to collapse in subsequent steps, spe-
cially during the vacuum treatment, since each mold (3)
is made for producing up to 1000 shower trays (1). The
ribs ensure the mold (3) is durable, and the frame around
the mold (3) perimeter allow the operators to handle the
molds in a convenient way.

b) High density expanded polystyrene treatment

[0019] The high density expanded polystyrene is pro-
vided in the shape of solid cubes or parallelepipeds (8)
of about 5x5 meters, as shown in Fig. 2a. Once this cube
(8) is received in the factory, a cutting machine known
as a "precision cutting machine" or "squaring tool" is used
for obtaining plates (9) of high density expanded polysty-
rene having the necessary dimensions for the production
of the shower tray, that is, having a nucleus of 3 cm of
thickness allowing for the plate (9) to fit snugly in the mold

(3). Fig. 2b show the initial high density expanded poly-
styrene cube (8) cut into a plurality of plates (9), while
Fig. 2c shows in greater detail an individual plate (9)
where the drain hole (10) has been made. The length of
the plate (9) may remain undefined, since it depends on
the measures required by the client.
[0020] Next, the sheet (9) of Fig. 2c is taken to another
machine known as a "pantograph". This machine pro-
vides the bottom planes of the plate (9) with a calibrated
slope towards the drain hole (10) of 1.5 cm of deepness,
ensuring that water is always running and which adapts
to the dimensions provided to the mold (3). The slopes
run diagonally from the corners of the square or rectangle
shaped shower tray towards the drain hole. The result,
shown in Fig. 2d, is a raw plate (4) having a shower tray
shape but no texture.

c) Production of the shower tray (1)

[0021] Once the mold (3) and the made-to-measure
expanded polystyrene plate (4) are ready, the production
of the final shower tray (1) is carried out.
[0022] Figs. 3a-3c show a first example of the produc-
tion of a final shower tray (1). In this case, firstly two glass
fiber fabrics (2) longer than the shower plate dimension
are introduced in the mold (3), this allowing for subse-
quently finishing the sides (Fig. 3a). Next, the glass fiber
fabrics (2) are laminated with a resin, soaking them well
and leaving no wrinkles. Next, the high density expanded
polystyrene plate (4) shown in Fig. 2d is placed on the
fabrics (2) such that it starts soaking (Fig. 3b). Once the
plate (4) is inside the mold (3), the fabric (2) excess is
folded and placed on the upper part. Now, vacuum bags
are carefully placed such that air cannot escape. Finally,
a vacuum machine is used for the whole set of elements,
such that the glass fiber fabrics (2) stick to the plate (4)
without any air bubble due to the vacuum applied. The
result is a shower plate (1) formed by a high density ex-
panded polystyrene plate (4) where the bottom surface
is covered by the glass fiber having a slate texture (Fig.
3c).
[0023] Figs. 4a-4f show a second example of a method
for producing the shower tray (1) where, in addition to
the glass fiber fabrics (2), a distribution net or mesh (11)
for a better soaking of the plate (4) with the resin is ap-
plied, and further a cover (12) and a spiral tube (not
shown) is used for evening the pressure exerted by the
vacuum.
[0024] More specifically, firstly the extruded polypro-
pylene net or mesh (11) is applied on the glass fiber fab-
rics (2) once they are laminated with the resin (Fig. 4a).
Next, the high density expanded polystyrene plate (4) of
Fig. 2d is placed on the mesh (11) and the fabrics (2)
(Fig. 4b). Once the plate (4) is soaked with the resin, the
cover (12) is placed on the plate (4) and the mold (3) (Fig.
4). The cover (12) may be made of wood, aluminum, or
in general any rigid material capable of firmly sealing the
elements mentioned. Then, a spiral vacuum tube (not
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shown) is placed around the perimeter of the mold (3)
and, next, the mold (3) is introduced in a vacuum bag
(13), adhering the bag (13) by means of an adhesive
around the perimeter (3) of the mold (3) such that vacuum
can be applied (Fig. 4d). Subsequently, a fast coupling
hose is provided between the bag and a vacuum ma-
chine, and the latter is turned on. The pressure caused
by the vacuum causes the fabrics (2) to stick onto the
plate (4) with no air bubble, such rendering the final show-
er tray (1) having a slate texture.

Claims

1. Method for producing a lightweight textured shower
tray (1), characterized by comprising the following
steps:

- introducing glass fiber fabrics (2) inside a tex-
tured shower tray mold (3);
- laminating the glass fiber fabrics (2) with a res-
in;
- placing a high density expanded polystyrene
plate (4) with a shower plate shape inside the
mold (3), on the laminated glass fiber (2) fabrics;
y
- applying vacuum to the mold (3), the glass fiber
fabrics (2) and the high density expanded poly-
styrene plate (4) for imprinting the texture of said
mold (3) onto the glass fiber fabrics (2) and stick-
ing said glass fiber fabrics (2) onto the high den-
sity expanded polystyrene plate (4).

2. Method according to claim 1, where the textured
shower tray mold (3) is obtained by means of the
following steps:

- applying a catalyzed resin on a glass fiber fabric
(5) placed on a part (6) having the desired tex-
ture for causing the glass fiber fabric (5) to adopt
said texture; and
- sticking said textured glass fiber fabric (5) on
a shower tray pre-mold (7).

3. Method according to claim 2, further comprising ap-
plying a support structure to the back side of the glass
fiber fabric (5) for increasing its strength.

4. Method according to any of claims 2-3, where the
pre-mold (7) is made of wood.

5. Method according to any of the previous claims,
where the high density expanded polystyrene plate
(4) is obtained from a cube (8) of raw high density
expanded polystyrene by means of the following
step:

- cutting the high density expanded polystyrene

cube (8) in sheets (9); and
- making a drain hole (10) in each sheet (9) and
providing each sheet (9) with a slopte towards
said drain hole (10).

6. Method according to any of the previous claims,
where the glass fiber fabrics (2) comprise cut and
dispersed threads, a binder in powder form, and an
emulsion.

7. Method according to any of the previous claims,
where the resin used for laminating the glass fiber
fabrics (2) is an insaturated polyester resin.

8. Method according to any of the previous claims, fur-
ther comprising the intermediate step of placing on
the glass fiber fabrics (2) an extruded polypropylene
net or mesh (11) before placing the shower tray
shaped plate (4) inside the mold (3).

9. Method according to any of the previous claims,
where the vacuum application step in turn compris-
es:

- placing a rigid cover (12) on the mold (3) and
the plate (4);
- placing a vacuum spiral tube along que perim-
eter of the mold (3);
- placing a vacuum bag (13) around the mold
(3); and
- applying vacuum to the vacuum bag (13) by
means of a hose coupled to a vacuum machine.

10. Method according to claim 9, where the vacuum bag
is a thermo stabilized nylon film having a high elon-
gation characteristic and withstanding temperatures
of up to 204 ºC, having an maximum elongation of
400%, and having a resistance to tension of 55 MPa.

11. Lightweight textured shower tray (1) produced ac-
cording to any of the previous claims, characterized
in that is made of high density expanded polystyrene
having a thickness of 3 cm.
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