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Description

[0001] The invention relates on the one hand to a meth-
od for manufacturing a chest for an ironing device, heat-
able with steam or liquid, for example oil. On the other
hand, the invention relates to a chest heatable with steam
or liquid for an ironing device. Furthermore, the invention
relates to an ironing device provided with such a chest.
[0002] Up until now, various ways have been known
for manufacturing chests heatable with steam or liquid.
[0003] For example, GB 873 881 discloses a chest
which can be heated by means of a liquid, preferably
saturated steam, and which is manufactured by placing
a semicylindrical inner plate and an outer plate which is
locally deformed at various locations on top of one an-
other and attaching them to one another in such a manner
that a multicellular space is provided between the two
plates, in which all cells are permanently connected to
one another. The outer plate, which was pre-formed in
such a manner that it is provided with rows of protrusions
(= punched plate), is bent and is attached to the inner
plate in such a manner that the protrusions come into
contact with this inner plate and that the two plates are
securely connected to one another by welding through
the craters which have been formed by said protrusions
in the outer plate. Furthermore, the longitudinal sides of
the outer plate are bent inwards and are welded to the
corresponding part of the inner plate with which it comes
into contact. In this case, the deformed outer plate is half
as thick as the semicylindrical inner plate.
[0004] However, the drawback of this method is that
punching the thinnest outer plate is a complex processing
step.
[0005] A further method for manufacturing chests heat-
able with steam or liquid comprises pre-bending a plate
having a thickness between 15 and 20 mm, and welding
angle-shaped metal platelets having a thickness of 10
mm onto this plate and onto one another.
[0006] However, the drawback of this method is that it
is very labour intensive. In addition, it results in each case
in a chest where the volume between the metal platelets
and the plate is relatively large. The space which is
formed by welding metal platelets onto said plate and
onto one another thus has to be divided into at least 2
chambers which are completely separated from one an-
other since the volume formed by said metal platelets
must not, according to standards, be greater than 25 li-
tres. In addition, strong welds have to be produced, which
results in deformation of the chest and requires intense
finishing, such as straightening and milling of the chest.
[0007] EP 0 573 402 A1 describes a method for man-
ufacturing chests heatable with liquid. In this case, flex-
ible stainless steel plates are welded to one another by
laser welding with the aid of a weld seam along their
periphery and with the aid of a series of weld points dis-
tributed over their surface. After welding, hollow spaces
are formed between said weld points by introducing a
pressurized liquid between the plates which are connect-

ed to one another by weld points.
[0008] A drawback of this method is that this method
is not suitable for manufacturing chests for an ironing
device which can be heated using pressurized steam,
with this pressure normally being between 6 and 13 bars.
The weld seams may fail under the effect of the steam.
The flexible stainless steel plates are also subject to
strong corrosion. In addition, impure steam causes pitting
corrosion.
[0009] EP 1 120 488 A2 therefore describes such a
method for manufacturing chests heatable with steam or
liquid in which the weld points are made stronger. How-
ever, this solution does not entirely solve said problem.
In practice, chests which are manufactured according to
this method and are heated with steam have a limited
operational life.
[0010] In WO 2010/037401 A1 a similar method and
chest as in EP 0 573 402 A1 and EP 1 120 488 A2 are
described.
[0011] It is therefore an object of the invention to pro-
vide a simple, cost-effective and time-saving method for
manufacturing a chest for an ironing device, heatable
with steam or liquid. In addition, said method has to result
in a chest in which the latter no longer has to be straight-
ened or milled after welding, and only has to be polished.
Finally, it should produce a chest with fewer separate
chambers.
[0012] This object of the invention is achieved by pro-
viding a method for manufacturing a chest for an ironing
device, heatable with steam or liquid, in which the chest
is composed of two opposite plates having a different
thickness, in which the method comprises the following
steps:

- welding said two plates to one another, resulting in
weld points;

- forming hollow spaces between said weld points by
introducing a pressurized liquid between the plates
which are connected to one another by said weld
points;

in which the plates are pre-bent before they are welded
to one another, in which the weld points are formed au-
tomatically by means of a semi-automatic welding ma-
chine, in which the two plates are selected such that,
when the hollow spaces are formed, the plate with the
smallest thickness (= thinnest plate) is deformable and
the plate with the greatest thickness (= thickest plate)
remains substantially undeformed, in which the plate with
the smallest thickness has a thickness of at least 2 mm,
in which only this plate with the smallest thickness is pro-
vided with 75 to 110 perforations per square metre and
in which said two plates are welded to one another along
the periphery of the perforations.
[0013] In this manner, a less labour-intensive, cost-ef-
fective and simple method is obtained for manufacturing
a chest heatable with steam or liquid. In addition, a chest
which has been manufactured in this way requires less
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space and the thickest plate over which the cloth passes
during ironing is virtually completely straight (= flat), as
a result of which further processing steps in the form of
straightening or milling are superfluous, and the chest
only has to be polished. Furthermore, due to the smaller
volume per unit area of the chest, the chest requires less
compartments.
[0014] By providing the smallest plate with a thickness
of at least 2 mm, both plates are subject to less corrosion
and pitting corrosion. Providing 75 to 110 perforations
per square metre results in a stronger weld joint, with the
forces which occur when liquid or steam flows through
the chest being distributed across the various weld points
and thus preventing cracks in the weld seams.
By using a semi-automatic welding machine (by MIG or
MAG welding), the chest can be manufactured in a cost-
effective way. In addition, such a semi-automatic welding
machine makes it possible to produce more solid weld
points in an automatic manner.
[0015] In a preferred method according to the inven-
tion, said liquid, which is provided between the plates
which are connected to one another by the weld points
in order to deform the hollow spaces, is water.
The use of water has the advantage that it is a clean
liquid and, in addition, it is readily available and safe to
use.
[0016] Furthermore, when welding along the periphery
of the perforations, at least a part of this periphery is
preferably welded twice in order to produce a particularly
strong weld joint. More specifically, this periphery can
then preferably be double-welded through an angle of 6°
and, in this case, the weld seam can diverge slightly.
[0017] It is a further object of this invention to provide
a chest heatable with steam or liquid which can be man-
ufactured in a simple, cost-effective and time-saving
manner, with the thickest plate of the chest over which
the cloth is passed during ironing being, in addition, as
straight as possible after the manufacturing of the chest
and the chest taking up as little volume as possible.
[0018] This object of the invention is achieved by pro-
viding a chest heatable with steam or liquid for an ironing
device, which is composed of two opposite plates of a
different thickness, which are welded to one another by
means of weld points, in which hollow spaces are formed
between the plates which are connected to one another
by weld points, in which the plate with the smallest thick-
ness has a thickness of at least 2 mm and is provided
with 75 to 110 perforations per square metre, in which
the plates are welded to one another at the locations
where these perforations are provided and along the pe-
riphery of these perforations and in which the chest is
manufactured by means of a method according to the
invention as described above.
[0019] In a preferred embodiment of a chest according
to the invention, the ratio between the thicknesses of the
plates is between 1:2.5 and 1:5.
[0020] The plate with the smallest thickness (= thinnest
plate) has a thickness of at least 2 mm. In this case, the

thickness of the thinnest plate has to be such that it cannot
corrode. In addition, it has to be deformable so that it is
possible to form hollow spaces between the weld points.
Preferably, this plate with the smallest thickness has a
thickness of between 2.5 mm and 5 mm.
[0021] The plate with the greatest thickness (= thickest
plate) preferably, but without being limited thereto, has
a thickness of at least 5 mm and at most 20 mm. The
thickness of this thickest plate has to be such that it hardly
deforms during the introduction of a pressurized liquid
between the plates and the weld points and to this end
therefore has to have a certain thickness. Preferably,
however, this is not made excessively thick, so that the
chest remains flexible and can always bear against an
ironing roller, even when the coating of this ironing roller
wears down. Making this excessively thick obviously
makes such a chest less advantageous from an econom-
ic point of view, due to the high consumption of material.
[0022] The perforations are preferably round perfora-
tions and preferably have a diameter of between 15 mm
and 35 mm. These perforations are furthermore prefer-
ably arranged in a diamond shape with respect to one
another, in such a manner that these perforations follow
lines which extend at an angle to the edges of the plate
with the smallest thickness.
[0023] Preferably, the plates are made from steel, so
that these are subject to less corrosion and pitting cor-
rosion when steam flows through them.
[0024] Finally, it is an object of the invention to provide
an ironing device which is provided with a chest which
has the above-described advantages.
[0025] This object is achieved by providing an ironing
device which is provided with a chest heatable with steam
or liquid according to the invention as described above.
[0026] The present invention is now explained in more
detail with reference to the following detailed description
of a preferred embodiment of a chest heatable with steam
or liquid which is manufactured by means of a method
according to the invention. The aim of this description is
only to give an illustrative example and to indicate further
advantages and details of this invention, and can there-
fore by no means be interpreted as a limitation of the
area of application of the invention or of the patent rights
sought in the claims.
[0027] In this detailed description, reference numerals
are used to refer to the attached drawings, in which:

- figure 1a shows a perspective top view of an embod-
iment of a chest heatable with steam or liquid which
is manufactured by means of a method according to
the invention;

- figure 1b shows a detail of A as indicated in figure 1 a;
- figure 2 shows a detail of the embodiment of a chest

heatable with steam or liquid in bottom view;
- figure 3 diagrammatically shows how a weld point of

a chest heatable with steam or liquid according to
the invention can be realized.
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[0028] As is illustrated in figure 1a, the chest (1) heat-
able with liquid, or preferably (saturated) steam, is com-
posed of two plates (2, 3) of different thickness, referred
to below as the thickest and the thinnest plate (2, 3),
which are situated opposite one another and which are
connected to one another by means of weld points (4)
distributed across their surface. The ratio between the
thicknesses of the plates (2, 3) in this case is preferably
between 1:2.5 and 1:5.
[0029] Between these weld points (4), hollow spaces
(5) are provided which are formed between the two plates
by deforming the thinnest plate (3) and in which steam
or another liquid, such as oil, can be provided in order to
heat the chest (1). In this case, the distance between the
weld points (4) depends on a number of factors such as
the diameter of the chest (1), the desired height of the
hollow spaces (5) and the spatial positioning of the weld
points (4) with respect to one another. These weld points
(4) may, for example, be arranged in the shape of a dia-
mond, a square, a rectangle, etc. with respect to one
another and may optionally be arranged along lines,
these lines extending either at right angles or at an angle
to the edges (3 a) of the plate with the smallest thickness
(3). In this case, the thickest plate (2) is designed to be
as flat as possible.
[0030] As is illustrated in figure 1a, the thinnest plate
(3) is welded onto the thickest plate (2) along its edges
(3 a).
[0031] When the chest (1) is installed in an ironing de-
vice (not illustrated in the figures), the thickest plate (2)
is then the top plate along the top of which the cloth pass-
es during ironing. In the installed position, the thinnest
plate (3) is situated at the bottom.
[0032] Manufacturing such a chest (1) takes place in
the manner described below.
[0033] First, the thinnest plate (3) is provided with per-
forations distributed across the entire surface thereof.
These perforations can, as already described above, be
made in the thinnest plate (3) in different configurations
(spatial positioning). Subsequently, the plates (2, 3) are
pre-bent.
[0034] Thereafter, the two plates (2, 3) are welded to
one another at the locations where the perforations are
present, resulting in the formation of weld points (4).
These weld points (4) are as illustrated in figure 3, pro-
vided by welding the thinnest plate (3) to the thickest
plate (2) along the periphery of the corresponding perfo-
rations. Here, a part of this periphery is preferably double-
welded at an angle (a) of 6°. In this way, the thinnest
plate (3) is welded to the thickest plate (2) in a very secure
manner. Welding these plates (2, 3) to one another is
carried out automatically by means of a semi-automatic
welding machine (= robot).
[0035] After the two plates (2, 3) have been welded to
one another, a liquid, preferably water, which is pressu-
rized, is introduced between these plates (2, 3) which are
connected to one another by said weld points (4), the
pressure of the liquid being such that hollow spaces (5)

are formed between the plates (2, 3) and the weld points
(4) by deforming the thinnest plate (3) (see detail A in
figure 1b). It is therefore important that the weld points
(4) and consequently also the perforations in the thinnest
plate (3) are provided at such a distance apart that, at a
certain pressure of the liquid, only the thinnest plate (3)
and not the thickest plate (2) will deform when the pres-
surized liquid is introduced between the plates (2, 3)
which are connected to one another by said weld points
(4). In other words, the thickest plate (2) remains as flat
as possible and only the thinnest plate (3) is curved.
[0036] When the contact angle between the ironing
roller (not illustrated in the figures) and the chest (1) (=
ironing path) is greater than 180°, the thickest plate (2)
of the chest (1) can be constructed from two or more
parts which pivot with respect to one another (not illus-
trated in the figures).

Example

[0037] A thinnest plate (3), made from steel, with a
bending radius of 260 mm and a thickness of 4 mm which
is provided with perforations across its surface, and a
thickest plate (2), made from steel, with a bending radius
of 250 mm and a thickness of 10 mm [ratio thinnest plate
(3) / thickest plate (2) of 1:2.5] are welded to one another
at the perforations by means of a semi-automatic welding
machine, resulting in weld points (4). Every 4 perforations
/ weld points (4) form a diamond, and are arranged at a
distance of 90 mm apart. The perforations have a diam-
eter of 25 mm and are welded along their entire periphery,
with an overlap through an angle (a) of 6°, in which the
weld seam diverges slightly. (as is illustrated in figure 3).
[0038] The thinnest plate (3) is furthermore welded on-
to the thickest plate (2) along its edges (3a) (as is illus-
trated in figure 1a). In this case, a rim having a width of
50 mm is left between the edge of the corresponding
edges of the thinnest and the thickest plate (2, 3).
[0039] Between the thickest and the thinnest plate (2,
3) and the weld points (4), water which has been pres-
surized to a pressure of 100 bar is introduced in such a
manner that the thinnest plate (3) is deformed and that
hollow spaces (5) with a maximum height of 3 mm are
formed in the process between the weld points (4), and
the thickest plate (2) remains essentially flat.

Claims

1. Method for manufacturing a chest (1) for an ironing
device, heatable with steam or liquid, in which the
chest (1) is composed of two opposite plates (2, 3)
having a different thickness, which comprises the
following steps:

- welding said two plates (2, 3) to one another,
resulting in weld points (4);
- forming hollow spaces (5) between said weld
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points (4) by introducing a pressurized liquid be-
tween the plates (2, 3) which are connected to
one another by said weld points (4);

in which the two plates (2, 3) are selected such that,
when the hollow spaces are formed, the plate with
the smallest thickness (3) is deformable and the plate
with the greatest thickness (2) remains substantially
undeformed; in which only the plate with the smallest
thickness (3) is provided with perforations; and in
which said two plates (2, 3) are welded to one an-
other along the periphery of the perforations
characterized in that the plates (2, 3) are pre-bent
before they are welded to one another, in that the
weld points (4) are formed automatically by means
of a semi-automatic welding machine, in that the
plate with the smallest thickness (3) has a thickness
of at least 2 mm, in that only this plate with the small-
est thickness (3) is provided with 75 to 110 perfora-
tions per square metre.

2. Method according to Claim 1, characterized in that
said liquid, which is provided between the plates (2,
3) which are connected to one another by the weld
points (4) in order to deform the hollow spaces (5),
is water.

3. Method according to one of the preceding claims,
characterized in that when welding along the pe-
riphery of the perforations, at least a part of this pe-
riphery is welded twice.

4. Method according to Claim 3, characterized in that
this periphery is double-welded through an angle of
6°.

Patentansprüche

1. Verfahren zur Herstellung einer Mulde (1) für eine
Bügelvorrichtung, die mit Dampf oder einer Flüssig-
keit erwärmbar ist, wobei die Mulde (1) aus zwei ein-
ander gegenüberliegenden Platten (2, 3) mit unter-
schiedlicher Dicke gebildet ist, mit den folgenden
Schritten:

- Verschweißen der beiden Platten (2, 3), was
zu Schweißpunkten (4) führt;
- Bilden von Hohlräumen (5) zwischen den
Schweißpunkten (4) durch Einleiten einer druck-
beaufschlagten Flüssigkeit zwischen die durch
die Schweißpunkte (4) miteinander verbunde-
nen Platten (2, 3) ;

wobei die beiden Platten (2, 3) so ausgewählt sind,
dass beim Bilden der Hohlräume die Platte mit der
geringsten Dicke (3) verformbar ist und die Platte mit
der größten Dicke (2) im Wesentlichen unverformt

bleibt; wobei nur die Platte mit der geringsten Dicke
(3) mit Perforationen versehen ist; und wobei die bei-
den Platten (2, 3) entlang dem Umfang der Perfora-
tionen miteinander verschweißt sind,
dadurch gekennzeichnet, dass die Platten (2, 3)
vorgebogen werden, bevor sie miteinander ver-
schweißt werden, dass die Schweißpunkte (4) mit-
tels einer halbautomatischen Schweißmaschine au-
tomatisch gebildet werden, dass die Platte mit der
geringsten Dicke (3) eine Dicke von mindestens 2
mm aufweist, dass nur diese Platte mit der gerings-
ten Dicke (3) mit 75 bis 110 Perforationen pro Qua-
dratmeter versehen ist.

2. Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass die Flüssigkeit, die zwischen die
durch die Schweißpunkte (4) miteinander verbunde-
nen Platten (2, 3) zur Verformung der Hohlräume (5)
zugeführt wird, Wasser ist.

3. Verfahren nach einem der vorhergehenden Ansprü-
che, dadurch gekennzeichnet, dass beim Schwei-
ßen entlang dem Umfang der Perforationen mindes-
tens ein Teil dieses Umfangs doppelt verschweißt
ist.

4. Verfahren nach Anspruch 3, dadurch gekenn-
zeichnet, dass dieser Umfang in einem Winkel von
6° doppelt verschweißt ist.

Revendications

1. Procédé de fabrication d’une cuvette(1) pour un dis-
positif de repassage, pouvant être chauffée au
moyen de vapeur ou d’un liquide, dans lequel la cu-
vette(1) est composée de deux plaques opposées
(2, 3) présentant une épaisseur différente, le procé-
dé comprenant les étapes suivantes :

- souder lesdites deux plaques (2, 3) l’une à
l’autre, des points de soudure (4) étant ainsi
formés ;
- former des espaces creux (5) entre lesdits
points de soudure (4) en introduisant un liquide
sous pression entre les plaques (2, 3) qui sont
raccordées l’une à l’autre par lesdits points de
soudure (4) ;

dans lequel les deux plaques (2, 3) sont sélection-
nées de telle sorte que, lorsque les espaces creux
sont formés, la plaque présentant l’épaisseur la plus
faible (3) soit déformable et la plaque présentant
l’épaisseur la plus importante (2) reste essentielle-
ment non déformée ; dans lequel seule la plaque
présentant l’épaisseur la plus faible (3) est dotée de
perforations ; et dans lequel lesdites deux plaques
(2, 3) sont soudées l’une à l’autre le long de la péri-
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phérie des perforations ;
caractérisé en ce que les plaques (2, 3) sont pré-
cintrées avant d’être soudées l’une à l’autre, en ce
que les points de soudure (4) sont formés automa-
tiquement au moyen d’une machine à souder semi-
automatique, en ce que la plaque présentant l’épais-
seur la plus faible (3) présente une épaisseur d’au
moins 2 mm, en ce que seule cette plaque présen-
tant l’épaisseur la plus faible (3) est dotée de 75 à
110 perforations par mètre carré.

2. Procédé selon la revendication 1, caractérisé en ce
que ledit liquide, qui est placé entre les plaques (2,
3) qui sont raccordées l’une à l’autre par les points
de soudure (4) afin de déformer les espaces creux
(5), est de l’eau.

3. Procédé selon l’une des revendications précéden-
tes, caractérisé en ce que, lors de la soudure le
long de la périphérie des perforations, au moins une
partie de cette périphérie est soudée deux fois.

4. Procédé selon la revendication 3, caractérisé en ce
que cette périphérie est soudée deux fois sur un
angle de 6°.
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