WO 02/ 092342 PCT/ FI1 02/ 00394 1 Method for manufacturing a sandw ch buil di ng
el enent The present invention relates to a nmethod for manufacturing a
sandwi ch wbulogi3nzy el enent, said buil ding el ement conpri siPeg/Fa02008%, and
surface layers on 5 its two opposite nmain surfaces, said core being
conposed of |amellae of mneral wool, which are | engthwi se relative to the
bui l ding el enrent and have their fibers substantially perpendicular to the
surface | ayers, said nethod conprising bonding the surface |layers to the
core by fixing the same with the aid of an adhesive to the opposite main

surfaces of t core. 10 Lt .i n ' f the present invention to
provi de an i WE&@\%&%WLE%(M&?&G S%E’gﬁ’ﬁ%'d%‘ﬁ‘rlqﬂﬁg A i on of sandwi ch
bui l di ng el enents, said nmethod enabling the continuous-action manufacture

of building el ements, yet enabling at the sanme tine the production of
m nor series, The@resehkinventiomcelates tofa micthypddor manuwaguning alsaRewich. | n or der

he et hod coRpBE BTy $718 5UIES s e Eonisila,a SPRE EPAREE Bgra, OF
surface | ayer gsifo Ebéité‘ﬁ\aﬁf SIHfALRS] s chbRHING coMpbs&E6f lafitHad of Ran&ral

sequentially, such that the downstreamend of a preceding section is in
abut ment wi t hwoeb wihieh arsalengtiavied relativel todihe hyildingtelenent ang haaitheirdliers om

20 and the sect, ons. heing then t rari . t L.shi hg

cont i nuous sevigRialy petpandidiaSaReRultate EFER, Sh BErRESMATRH Then

bonded to thepgRiiAg ithe surf@ddla§ersitaahe cBfe by fixiAgthe kamenkielted 8igl of an

continuous string of sandw ch buil di n& el enments, said string of building
ac

el enent s havi agh¢sivecto tbeopposite main sudacesaf tbe€ofd strings of surface | ayer
mat eri al Qcat ed essentially in alignnment with 25 each other, followed by
cutting t continuous string of elenents at the junctions of surface

llayer materi alsis ghojétd of iNE Présent Rehoh td PRVERIae thpRived erdnufacuing
surface |layer nmaterial are
method for the fabrication of sandwich building elements, said method enabling
the continuous-action manufacture of building elements, yet enabling at the
same time the production of minor series, even the manufacture of single

15  building elements. In order to fulfil this objective, the inventive method is
characterized in that the method comprises supplying the material for the first
and second surface layers in sections of a desired length, said sections being set
sequentially, such that the downstream end of a preceding section is in
abutment with the upstream end of a following section or spaced therefrom,

20 and the sections being then temporarily coupled for establishing continuous
strings of surface layer material, said strings being then bonded to the opposite
main surfaces of the core for producing a continuous string of sandwich building
elements, said string of building elements having junctions for the first and
second strings of surface layer material located essentially in alignment with

25  each other, followed by cutting the continuous string of elements at the

junctions of surface layer materials.

In the inventive method, the sequential sections of surface layer material are

preferably taped to each other in such a way that the ends of sequential



preferably taped to each other in such a way that the ends of sequential WO
02/ 092342 PCT/ FI 02/ 00394 2 sections, which are facing each other, remain
at a di stwopae/0p23a each other, the cutting action being thagiemobised
essentially to the core only. The inventive nethod enabl es the
continuous-action running of lamellar 5 products, as well|l as end-contoured
el ements. Noteworthy lanellar products include e.g. chipboards, fibreboard
el enents, and plaster boards. The inventign will now be described in nore
detail with reference to the acconpanying draw ngs, in which: 10 figs.
is-ic illustr d

of the i nventél%tgﬁ ﬁ%l gs. @’ﬁf&%g%ﬁ&@ﬁtﬁ%@?ﬁ@%@nﬁﬁ ggﬁﬁ&@?ﬁ%ﬁ%ale?‘glﬁhnég?ﬂégmm
obt ai nabl e widuttirg adtiorniedihg dhud applied essentiallyrip thé gore3orjiows schematical |y
one inplementation step in a nethod of the invention, and 20 figs. 4a-4d
illustrate schematically a few alternative enbodi nents for a building

el enent gﬁﬁ?ag{ Fig. la

i |1 ustrat es scC égng(tal:‘calfl (?% I%gog@tc:égﬁﬁ&wae@h%@@n‘@mbmé“asurface

| ayer mat & i ghrodacieea wall by ead-conpowrdd elenoentk.i N@:ewmdthyhameﬂm prgdactsA f or
providing 25 a juynctiop 5 between sequential e nts The bonding is
preferably ef'ﬂ@ﬂéaéé-%ﬁﬂ'ﬁiﬁﬁr‘?‘%\ﬂ?‘%ﬁmﬁ’g ﬁ&{“qrﬁ%aé}qcr}g rbeRSnt i al el enents,
whi ch are facing each other, mamintain a gap therebetvveen which is
preferably consistent wth the thickness of a cutting irrpl enent, e.g. the
bl ade of a cuTle imgeston willsealy be dessiilbackipuaote detall wWithgreferepcé to theepar at i ng
the building el enents. IdnaWI e depi ctﬁd enbodi nent, WO 02/ 092342

PCT/ FI 02/ 00392Ecompanying ngs, in"whic
10
figs. 1a-1c illustrate schematically a few steps to be implemented in a method
of the invention,
figs. 2a-2b illustrate schematically one building element obtainable with a
15 method of the invention,

fig. 3 shows schematically one implementation step in a method of the

invention, and

20 figs. 4a-4d illustrate schematically a few alternative embodiments for a building

element, which are implementabie with a method of the invention.

Fig. 1a illustrates schematically the disposition of sections 10, 11 of surface
layer material sequentially on a production line and the taping at A for providing
25  ajunction 5 between sequential elements. The bonding is preferably effected by
taping, such that the ends of sequential elements, which are facing each other,
maintain a gap therebetween, which is preferably consistent with the thickness
of a cutting implement, e.g. the blade of a cutting saw, used in a subsequent
cutting step for separating the building elements. In the depicted embodiment,



the sections 10 and 11 of surface |ayer material are unequal in |ength.
Said sections may also differ fromeach other in terns of materi al

col our, wwaotoR/09238hi ckness, and ot her properties. Natural |l YCTtHM@/®8guent i al
sections can be perfectly identical to each other. The sections of surface
| ayer material bonded 5 together constitute a string of surface |ayer
material 12. It is also conceivable that tenporary bonding be effected
e.g. by neans of various filmjoints, neghanical fasteners, or plastic

sol dering. The strings of surface |ayer material applied to the opposite

mai n surf acesulsecitht bl 19 of |SEIARE fayRf fdiéitdl '@ LR IARA IeHdth Ysdig om each

ot her, and the surface ayer materia or the opposite ma aces of
each bui | di ngsestion®enayaiso differ frdemeadabtheo irterisfdf enatetial, Icolousavidtiyt her .

Fig. Ibillustrates a core of mneral, woo withr rd.toits

const it uti on. thigkpess; and ptigerProgrEiest awa‘%r?ﬁﬁﬁf F%ﬁluesr&%f PHHONF CGN O i ner al
wool , the fib | Le 7 ibhd SHE R4l i

per pendi cul ar‘?@f%ﬁ? ﬁ%t@élri%o‘é%ﬁe&\r%ﬂ;gﬁ TH%B%&E'?@'JI s (I n@i'gﬁrpﬁaﬁ'?g@w |egul arly
to the pl e whetrmpeopstitiiteca stringl dfasurfacedayesmsatarial 15t 4t isralbd yoriceivableat ed

from conventignal m nera ol  panel wherein the fibres_|ie.in a plane
subst anti al | yg@BI%mP%r@W éﬂ%”%bﬁtﬁr}ﬁﬁe%@nE’?Gn%"‘hr\sfoié@g'%? f'lrﬂéo'B nel . The
panel is then l; | -PS '- i4dth which is consistent with the
core thi cknes@%o adé%ﬁ?ﬁ%%féﬁg’ %rl @rgr%ﬂrlldiﬁl&%@ewecﬂrmnuf actured. In the next step,
the strips are turned through 90 and joined laterally to each other for a

i | | t of | |1 t t . whi i | ed behi th
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establ i shin tinuous constrtutio the core 2, own in fig.
i b, wherein tlageratpteriats for taeeppaesitesmain sunfacds of ezaheblilding plement caa besa, 9a

exarpi 6. the BeBITALR PoANGE 1 SsBHBRSCl oseo one way of fabri cati ng
such a core. WD 02/092342 PCT/ FI 02/ 00394
Fig. 1b illustrates a core of mineral wool 2 with regard to its constitution. The
15 core 2 consists of lamellar sections 7-9 of mineral wool, the fibre planes of
which lie in a finished building element perpendicularly to the surface layer
materials (in fig. 1b perpendicularly to the plane of paper). The lamellar
sections are preferably fabricated from conventional mineral wool panel,
wherein the fibres lie in a plane substantially co-directional with the main
20 surfaces of the panel. The panel is then cut into strips, having a width which is
consistent with the core thickness of a building element to be manufactured. In
the next step, the strips are turned through 90° and joined laterally to each
other for a mineral wool mat of lamellar structure, which is coupled behind the
preceding mat, such that the lamellae of each mat are displaced in the
25 lengthwise direction thereof relative to the adjacent lamella for establishing a
continuous constitution for the core 2, as shown in fig. 1b, wherein the adjacent
lamellar sections 7-9 have butt joints 7a, 8a, 9a for lamellar sections, which are
staggered relative to each other. For example, the publication US 5,313,758

discloses one way of fabricating such a core.



4 Fig. is shows, by way of an exanple, one way of |am nating the core 2
with the strings 12 of surface |ayer material for producing a continuous
string 13wofo2/omsiut di ng el ements. An applicator 6 is used frer/Rag@Epoyi4ng an
adhesive or sone 5 other bonding agent to the inner face of the surface

| ayer material 12 com ng against the core 2, whereafter the strings 12 of
surface layer material are <carried by neans of roller conveyors 18a and
18c against the main surfaces of the corg 2 to be delivered on a roller
conveyor 18b to a | am nating mechanism (not shown) and subjected to an
appropriate conpression |load P between press 10 elenments 19 included in the
| am nating nmechanism After the adhesive layer is set, the string 13 of

bui I di ng el enEigt $c ssows)tbybyayrefias em‘ammepIoaéevﬂofdénmatmgtﬂnag:orejawwttetlm for
separate building elenments 1 at the surface |ayer material junctjo

5,
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the cutti g agthiepbohding@gestito ke mnelpfdceelﬂtlmmburfaae layer material 12wdming ape
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reference to e |nven 'on"i'S su ayer materi appl i ed

to one of thethmcnesttbft@c@@hvemw@m aemller conveyormi8hu® arkneinatihg owchasisinng of
uniform integral materi al e.g. plastic-coated sheet 834 uncoi l ed off a
8‘ @a P

coil, and onl ch’BOWU) ﬁ%éUIPJQQ@d t@eﬁrbampp%tﬁmoawr?%?'% B%té'\fqeé' R

surface Si t: C 25

whi ch can éﬁé gf‘frﬁloﬁgeﬁ 'h(%ﬁ?(lagrrﬂque &%9 girﬁcggléléﬁ ?ﬁﬂe er an |c I%g%els
coupled t errp@étathd strihg 18asfrbuaitimer eléments is aot by umass of @i bigde THwS a duting
cutting of bUI|dI n% el enents, perforne cted. at the

junction 5 of dg\Hee é@fbiﬁpafqtﬁpu}'@mﬁéierﬁ@'&ttsl]O?Fst?‘f(fuwie %y%é‘?ﬂte'a JHREHY t he
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sections (the lower part of fig. 1c is shown in a scale slightly enlarged relative to
15 the upper part for clarifying the junction gap), whereby the cutting action is
essentially applied only to the core 2 and a tape that ties the sequential surface
layer section to each other. This extends the blade service life substantially, and

also reduces the power demand required by the cutting action.

20 Another conceivable implementation in reference to the invention is such that
the surface layer material applied to one of the main surfaces comprises a
continuous material consisting of uniform, integral material, e.g. plastic-coated
sheet steel uncoiled off a coil, and only the surface layer material applied to the
opposite main surface consists of said sections 10, 11 of surface layer materials,

25  which can be identical to or different from each other and which are coupled
temporarily to each other for a continuous string. Thus, the cutting of building
elements, performed e.g. by sawing, is effected at the junction 5 of the
temporarily joined sections 10, 11 present on one of the main surfaces,
whereby the surface layer material, consisting of an integral material and



WO 02/ 092342 PCT/ FI 02/00394 5 present on the opposite main surface, wll
be cut at a corresponding location. This solution is applicable, e.g. when
it is deswpablee3tn enpl oy various facade naterials whil ePChgIo2003Nnal
surface remai ns unchanged. 5 Fig. 2a and 2b depicts schematically in
slightly nore detail a building element 1, having a core 2 which has each
of its opposite main surfaces provided wwth surface layers 3 and 4, the

| engt hwi se edges thereof being in the pregent enbodi nent provided with

t ongue- and- groove formations. 10 Fi g 3 illustrates schematically an
| npl enent at i %Hted ' G Iwill BRLcEE fh EREBpoRATy fodatih. | ed
pl astic-coate g eetﬁtsﬂtéejb%sﬁﬁe agﬁrm%t éaV\tlalet mat eri al |l2 uncoi | ed of f

coil 20 and dﬁlmweluednmam)hcdnle; exg aidhendeis2desirabledatenpigy vemd%ﬁaead@terl al
sections 23 of a desired Ien ch are.s ied o a profiling
mechani sm 22 M8E#% ‘g?énélaﬁﬂ‘é# {ﬁmaﬁéltﬁﬁh iles, e.g. 15

t ongue- and- gr ooves for the | engt hwi se edges. The profi | i ng mechani sm can

al so be used for nmaking various groove patterns on the surface of sheet
material, 5 e.fg. 2a add @brdepickeschematicaleimslightly monewdaiaib 8 buildingaaleentol, t he
proflllng of anel s i Qncei vabl e desired al so over the short sides

t her eof (end ?@}é"%ﬁscf"’e S(WCP‘ “2] bas eagh Qfafilol?qf@'t@d'ﬂﬁpfuggc%snammg&pdﬂgh with
separate end g| ¥R Qéb%]b §654ih8 i® fils8pt The
profiling mscﬁjanl S’]mégeéé?,aﬁpf‘zrvtﬂ gwfzsgr ﬁgh%?o fi ! g‘s&@?onsnﬁa onto
an assenbl y émbedifmant providetgwith éonguesandgpaover fiokmatiensor ecedi ng sect i ons,

as showmn in fig. la, preferably by taping. Tight taping extending across
the width of a 25 surface |layer naterial is the nost preferred joining

e Torup A8 IBEBS Smafell St g on gl gaahaygrer Lo
junction and mbterEbyomprisasid prdfited, rpﬂaaﬂtmmoatachsl‘cﬂebstelehl'lrhﬁ smoethesieat s to be
fabricated and Perla? is urX:o}[Igd 8 uasgo“ fﬁaang deF vere o a cu%tmg d&vice 21 for cutting

surface material sections 23 of a desired length, which are supplied to a

profiling mechanism 22 for providing the same with desired profiles, e.g.

15 tongue-and-grooves for the lengthwise edges. The profiling mechanism can also

be used for making various groove patterns on the surface of sheet material,

e.g. in decorative and/or reinforcing purposes. In addition, the profiling of -

panels is conceivable as desired also over the short sides thereof (end regions),

or alternatively the supply of end regions with separate end elements in view of

20  producing cassette elements.

The profiling mechanism 23 is followed by carrying profiled sections 23a onto an
assembly line for joining the same temporarily to preceding sections, as shown
in fig. 1a, preferably by taping. Tight taping extending across the width of a

25  surface layer material is the most preferred joining technique, since thereby the
adhesive or other bonding agent applied to the core 2 in the process of
lamination is not able to seep out of the junction and thereby to soil the
mechanism and/or building elements to be fabricated and possibly to cause

mechanical malfunctions.



WO 02/ 092342 PCT/FI 02/00394 6 Figs. 4a-4d illustrate a few enbodi nents for
bui l ding el enments fabricable by mneans of a nethod of the invention,

wherei n tWe eo9B42 conprises at |east two dissimlar |anmeCiraa2/3d94n fig.
4a, one skirt lamella 20 is nade of a mneral wool material which is
stronger and/or better in terns of its refractory qualities than other

| anel |l ae of the core. The lanella nmenber 20 is further formed with
channels 28, e.g. for electric cables. I fig. 4b, in addition to a skirt
| anel la 21, a centrally located 10 lanella 22 is also constructed froma
m neral wool material stronger than the I|anellae 25 and, furthernore, the
skirt lanella 21 has integrated therewith a ventilation duct 30 and the

| amel | a nmenbeffig.Xardd illustraty afead e’n‘rtmdmiamﬂs far buikding elements thbticable tynd

channel s 28 for eletrlc C fi skirt .l anel | h

i nt egr at ed th@@@ﬂﬁ P %P%@Péﬁ%mﬁ@mf“?f? m%aépr%a cpmpf@g%ﬁ%fegsl?@vo

bui | di ng frangg E!"geconceal ment inside a wall structure. The skirt
lanella 23 is rra e o a naterial stronger than the other |anellae 25. Fig.

4d depict$ an enbodinent wherein an outernost lamella 24 is forned with a
provision 32, h houses ca Ie chan Is 28 an further

provi ded wit hI"h c angskipt | of aEnipene Wﬁoﬁﬁ@frg‘ll&’ Bilation
duct 29 and CW %ga%r%tﬂcep ?érﬁ%t Flfs I%%k igﬁﬂiés'tﬂaﬁwtﬂer Ilaﬁhe‘l&?of

enbodi nent of t he sur ace layer consi sts of a building
board whi ch ithetdorekEre lahstla coemberc20 is)furttl'ieef@mmldwmimnhanms PBge.g. flar-4c, in

R R o R A e s
o ol Pk bSy Sl cephos e fhisiiindpaney FRrfieiharpl) oo cor
agai nst the slanfellae 26amdd fifrthermmre,dbhe skirt)tepeetanil pas ipbagrstedShiedewith a
ventilation duct 30 and the lamella member 22 has integrated therewith a
ventilation duct 29 and channels 28 for electric cables. In fig. 4c, a skirt lamella
23 has integrated therewith a provision 31 for accommodating for example
15  building frame members in concealment inside a wall structure. The skirt lamella
23 is made of a material stronger than the other lamellae 25. Fig. 4d depicts an
embodiment, wherein an outermost lamella 24 is formed with a provision 32,
which houses cable channels 28, and the core is further provided with a
centrally located lamella member 22 having a ventilation duct 29 and channels
20 28 for electric cables. Additionally, in the embodiment of fig. 4d, the surface
layer material consists of a building board which is thicker when compared to
the embodiments of figs. 4a-4c, in which the surface layer material comprises
preferably plastic-coated sheet steel. Surface layer materials 26 and 27 may
comprise e.g. a board including rock material, fibreboard, or plaster board.
25
The lamellae can also have integrated therewith a fastener or bracket element
coming against the surface board for various engagement purposes. Said
fastener or bracket element adheres securely to the internal face of a surface

board in the process of bonding lamellae to surface boards.



fastener or bracket el enment adheres securely to the internal face of a
surface board in the process of bonding | anellae to surface boards. WO
02/ 092342WwB@TH0%A302/ 00394 7 Cains 1. A nethod for nanuf CTm2093%
sandwi ch building elenent (1), said building elenent conprising a core
(2), and surface layers (3, 4) onits two opposite 5 main surfaces, said
core (2) being conposed of lanellae (7, 8, 9) of mneral wool, which are
| engt hwi se relative to the building elenmert and in which the fibre planes
are substantially perpendicular to the surface layers, said nethod
conpri si ng boag the surface layers to the core by fixing the same with
the aid of an adhesive to the opposite nmain surfaces of the core,
characterized in 10 that the method conprises supplying the material for

| ength, sai d bekfieghad rr%%%ffé'sta Bauedhirt boidng ement (L hoaRLATHIEam end
of a precedi nge %ﬁ%h |§1n$n'3 gig‘éﬂﬁ SWrfRe Eﬁ%%mcseﬂ% B8ppésiteo! | owi ng

section or space sectlion e| ng t hen terrpor aril Yy
coupl ed (A fmau&alrﬁéﬁes,ss’falmgonec(at) ibeingusonosedraf tarselfae2)7, & 93 of fiioeral ayer

The core’ (2. Wbl WHB R Igna e TN L0 4% BHidipa SIeTaant A BN SRS G ng
el ements, saifh tdl%gﬁlé}, &k sepéthﬁt@@ce I‘Pgﬁakﬁlals'?c\/tﬂw?dlfﬁé@tw@f saﬁé}né‘tﬁédthe

first and second 'strings of sur ayer nmateria ‘essentially in
al i gnment wi ttomjadding bbeding tied sorfece Hayemtbtthego(emy fmﬁgctbelsamoutth the i ng

et hod a5 setafGRER dhesvaith RS opReRteBin strcen of g i peclaratenzogn

e ot BT RS o R S Rt Apafe e 0

set forth i n smfaoeﬂa\ydfrmrpsmleds i10,cliofmy dedirddengthj gaid seetiansadieing set
sequentially, such that the downstream end of a preceding section is in
abutment with the upstream end of a following section or spaced therefrom,
and the sections being then temporarily coupled (A) for establishing continuous

15  strings (12) of surface layer material, said strings being then bonded to the

opposite nﬁain surfaces of the core (2) for producing a continuous string (13) of
sandwich building elements, said string of building elements having junctions
(5) for the first and second strings of surface layer material located essentially
in alignment with each other, followed by cutting (B) the continuous string (13)

20  of elements at the junctions (5) of surface layer materials.

2. A method as set forth in claim 1, characterized in that the sections of
surface layer material are temporarily bonded to each other by taping, by
means of a film material or with mechanical fasteners.

25
3. A method as set forth in any of the preceding claims, characterized in that
the method comprises using sections of surface layer material, which are not

identical in terms of their material and/or colour and/or dimensioning and which



t he nethod conprises using sections of surface |ayer material, which are
not identical in terns of their material and/or col our and/or di nensioning
and whi chwo020223@92342 PCT/ FI1 02/ 00394 8 are bonded t enpoPamiHIez/00sget her
for producing the continuous string (12) of surface layer material. 4. A
met hod as set forth in any of the preceding clains, characterized in that

5 at | east sone of the sections of surface |ayer nmaterial are made of
profiled sheet netal, the sheet netal matgerial being first cut (21) to a
desired length (23), fed to a profiling nechanism (22) for profiling, and

del i ver ed, afér%rbon?feﬁ‘;c%@wﬁhrilyp tﬁer'f?@ﬁg&&f&ir@gﬂthﬁgcgﬂtiﬁ@&ssﬁﬁﬁ?t(?ZP‘B'her

sections of surface nat erl al . as set forth i1n any of
t he precedi ngswfaenayerahatesslt eri zed in that the | engthwi se ends of a
section of surface layer material are provided with profiled end sections
prior to coupling the section tenporarily with other sections. 15 6. A

met hod as setyf | t: r i L ABi i in hat
t he buil di ng Aé'lIse?rrlh%-e(;“tr?f.!t‘l b?fﬁgﬁta@t.ht'ﬂeaéﬁ’pﬁﬁtgﬁ gcuﬁlgdcggﬁmasggrﬁ ?ﬁ%‘,@h clgrrtg(a)ised of
mat eri al s Hi fdteleasttsoimenof thaeckeciorseof suefaceé.layermeatieddl are nade boprtdfildch any of

the preceding clains, characterized jn. that he co 2) |s. e usin
at |east two $hgebmelal, the)shegy metatk wa tat| E’FB‘H]ftgércW% (é?hfé}?a.dﬁswgﬂ?g\gﬂi/ t hei ?
refractory, s : . | ©5: ; f h in any
of the pr ecedqéﬁ’n‘gdgo%s‘?l%@ngé gﬁcgr.ﬁgyd&?% f@*h%@ﬁﬂg%@;{a ?’%ggf\édér?gtér anel | a has
i nt egr at ed t hewoéling, hortio @limerfel beheimgrihe cade BPthedseclione vheufdcerlayer

manuf acturing a sandw ch building element (1), said building elenent
conprising a '@@F’é"ad'Z), and surface layers (3, 4) on its two opposite

10
5. A method as set forth in any of the preceding claims, characterized in that
the lengthwise ends of a section of suiface layer material are provided with
profiled end sections prior to coupling the section temporarily with other
sections.

15
6. A method as set forth in any of the preceding claims, characterized in that
the building element (1) has its opposite surface layers (3, 4) composed of

materials different from each other.

20 7. A method as set forth in any of the preceding claims, characterized in that
the core (2) is made by using at least two lamellae (20-25) different from each

other in terms of their refractory, strength or other properties.

8. A method as set forth in any of the preceding claims, characterized in that
25 at least one lamella has integrated therewith a channel element (28, 29).

9. A method for manufacturing a sandwich building element (1), said building
element comprising a core (2), and surface layers (3, 4) on its two opposite
main surfaces, said core (2) being composed of lamellae (7, 8, 9) of mineral



mai n surfaces, said core (2) being conposed of lanellae (7, 8, 9) of

m neral WO 02/ 092342 PCT/FI 02/00394 9 wool, which are |lengthwi se relative
to the buwbdiige3et ement and in which the fibre planes ar@CImmim@msddi al |y
per pendi cular to the surface |ayers, said nethod conprising bonding the
surface layers to the core by fixing the sane with the aid of an adhesive
to the opposite main surfaces of the core, characterized in 5 that the

met hod conprises supplying the material f@or at |east one surface layer in
sections (10, 11) of a desired length, said sections being set

sequentially, WO?}'“W?‘L%E@’F ééaﬁh@%\éﬂ%iartﬁ?@%@'ba ld@%léle%éﬁ'd?ﬁi iBSMiEPd s 1N

abutnment with t | om ng ction or spaced therefrom
and the sect iftbre plérdsraretshbstanaiygperpendicelanio dud QUMaCEdweafstsa[d mﬂhmﬁb a

t t 2) of 1 f t th
bonded o oncQmOfiaD harding dus Fuatae iBySiiia Becare B PXPAcHe SHOSIALT Bidte. mi n
surface of t NG GRrR ddhksiia'th it OW%EQ%&HCEQP?H@&&@Sﬂ%\@cﬂérliéﬂ'nﬁ‘g of

surface | ayer rrat erial consisting o sections of surface layer material of
a desired 3 eniab the mathdd eomprigeisrsupplyingLitheaneterial far atrdeast ook swddes Byen

honobgeneous nmat er | al r ucj n, 15 cont us t rin 1 f sandwi ch
bui | di ng el erﬂﬁrﬁeé"t'o'%sa&g) égif’fjﬁlﬁi@ﬁ@e&eﬁﬂ% 9 C!L%S igps E'ingd;l%ﬁé @'ieé'ﬁ@HY's bei ng
cut (B) at | 'tﬂaﬂr(éaomrtre%ﬁi End bof b Hetddify EéARA is IPYSlitniERt iltAihePr esent
on the at |east one malin surfa
upstream end of a followmg section or spaced therefrom, and the sections
being then temporarily coupled (A) for establishing a continuous string (12) of
10  surface layer material, said string being then bonded to one of the main
surfaces of the core (2), the opposite-side main surface of the core (2) having
bonded therewith a corresponding string of surface layer material consisting of
sections of surface layer material of a desired length or with a continuous
surface layer material made of a homogeneous material for producing a
15 continuous string (13) of sandwich building elements, said continuous string
(13) of building elements being cut (B) at junctions (5) for said string of surface

layer material present on the at least one main surface.



