-1 - Plate-like element for supporting or bearing an object, and nethod
for production of the sanme 5 The present invention relates to a
pl at e- shaped or platelike el enent for supporting or carrying or bearing an
object, including a core of foaned plastic having a generally rectangul ar
shape, said core being, in particular 10 hol ohedrally, covered with a
pl astic sheet or filmof high-inpact matlerial at |east on its two surfaces,
wherein a connection of the plastic sheets or filnms covering the core on
its two surfaces is forned in the region of a peripheral side edge of the
core between a surface of the core and an 15 adj oi ni ng peri pheral border of
the core. The invention nore over relates to a nethod for producing a
g:c a]E géiggp@dagleﬁmwe Al RP ¥ R oG8y 1J19 R ARILGHL Jdiedi nga co_rﬁ
prastitc having a generatty Tectangular shape, said core being,
particul ar hol ohedral | y ned¢dver o2 @rwidule ta qul asft itdiestseate or fil m of
hi gh-i npact nmaterial at |least on its two surfaces, conprising the steps:
provi dihg two heated or softened plastic sheets or filns covering the
surface of Thee prerRrandimioseion relates AdTENSpDAScexnepddt be gilersi ons
of the surface of_the 25core; clanping or sealing the peripheral borders
of the sheét&SoutsfBBEhel@Br SUPRIMHEE | RF t KEXPIVASEi cOEheRITIRF t IF&
region of gppgckphenalisidecedge ob he foredgineern 3 auid ageahgBotLhe
core and an adj oi ni ng peri pheral border of the
generally rectangular shape, said core being, in particular

10 holohedrally, covered with a plastic sheet or film of high-
impact material at least on its two surfaces, wherein a
connection of the plastic sheets or films covering the core
on its two surfaces is formed in the region of a peripheral
gide edge of the core between a surface of the core and an

15 adjoining peripheral border of the core. The invention more
over relates to a method for producing a plate-shaped
element for supporting or carrying an object, including a
core of foamed plastic having a generally rectangular
shape, said core being, in particular holohedrally, covered

20 with a plastic sheet or film of high-impact material at
least on its two surfaces, comprising the steps:

- providing two heated or softened plastic sheets or
films covering the surface of the core and whose
dimensions exceed the dimensions of the surface of the

25 core;

- clamping or sealing the peripheral borders of the
sheets outside the core;

- connecting the plastic sheets in the region of a
peripheral side edge of the core between a surface of

30 the core and an adjoining peripheral border of the

core;

- optionally removing sheet portions projecting beyond

the connection site on the periphery of the core.



core; optionally renmoving sheet portions projecting beyond the connection

site on the periphery of the core. -2 A plate-shaped elenent in the form
of a pallet and a nmethod for meking the same are, for instance, known from
EP-B 1 500 599. Sim | ar enbodi mrents can, noreover, be taken from 5US-A

5,401, 456 or EP-A 0 520 508. Those known enbodi nents are ainmed to produce
pallets with cores nade of foamed plasti2zcs, in particular polystyrene,
wherein, in consideration of the poor strength properties 10 known of

f oamed pol ystyrene, a plastic sheet of high-inpact or inpact-resistant
material is each provided on at |east the surfaces in _order to provide the
el evat ed sfrpigth-phopert cdsmeaguiinedhef forpaliert PR ltfosekRofs thod
enbodi ments, the .connection_of plasti he ravi heprgspecti ve
sur f aces o%oirhé“aﬁﬁ]rﬁge-% ap&d"el ément f%lsgg%?g IC%’ag%%rr‘“g{]i%E%% ?ﬁ tghgt a
first sheetpor =8Jab &5niH¥ odwpedimahesa dhirr,stmemd avadapbed teEenhd wont our
of the pl ate-shaped or plate-like elenent to be coated, thus covering a
first surf&6ePob $i0de48fd 4t BPedst® RalX 59 the 20 edge or hal f of the

peri pheral border, wherein a second sheet or filmor slab is |ikew se
introduced into a respective nold, thus covering the other surface and al so
hal f of thehedge lsmwrhatnisodonaetsi emebetinesh thepsodheet Pajld cdff ettldd at

the level of half of the peripheral border 25 of lat e- Epéjte_qf enent .
For its pr&6QFES dd% ﬂgl EP&P&% r@[%tdl?%’ p%gpggggﬁ%\ﬁﬁia%h,ep?l par t%u'l ar,
i nvol ves t hg drawback, t Bahst herpesbhi @F nghof pobe sltaksigoh sheesriehi n

t he contour-adapted nolds each as far as to half of the (Plﬁri h%ral E:tL)C(:)t_[der,
and a TONn&esoven odn fositeds iRl Y ENE Bt y B Falst bl STt H ilbﬁg ddi% T onal

expendi tur g5, LS. EXILENEl ¥, CORRLLEALNG HrofUic! bOByi hBdaddi tdwmedsei s
usual |y not"fea e to adj ust and position the sheets covering the
surfaces ofcHehespkateeshaped celdementowi phonidae st dglpyated strength

properties required of a pallet. In those known

embodiments, the connection of plastic sheets provided on
15 the respective surfaces of the plate-shaped element 1is
generally accomplished in that a first sheet or slab is
introduced into a first mold adapted to the contour of the
plate-shaped or plate-like element to be coated, thus
covering a first surface or gside and at least half of the
20 edge or half of the peripheral border, wherein a second
sheet or film or slab is likewise introduced into a
respective mold, thus covering the other surface and also
half of the edge so that a connection between these sheets
is effected at the level of half of the peripheral border
25 of the plate-shaped element. For its production, a multi-
step method is proposed, which, in particular, involves the
drawback that the positioning of the slabs or sheets within
the contour-adapted molds each as far as to half of the
peripheral border, and a connection on this site, are only
30 feasible with high additional expenditures, thus extremely
complicating production. In addition, it is wusually not
feasible to adjust and position the sheets covering the

surfaces of the plate-shaped element within the molds in



- 3 - such a precise manner as to actually achieve a sufficient and
reliabl e coverage of the sheets or slabs at half the height of the

peri pheral border or surroundi ng border according to the prior art. In the
proposed, known nethods, 5 it is, noreover, nornmally inpossible to achieve
a weld of the two cover sheets in the mddle of the surrounding border with
the two sheets overl appi ng each other - which constitutes a weak point of

t hat known product and nethod. In addition, it is disadvantageous that

nol ds eachgadapted, J0- 10 thencont gur of ddiaiplif eashaped el enemt ctienbe
coated have to be used to enable the attachnment of the sheets or slabs to

t he pl at e- shdpetldladnent corerage cofe the cHzerieS i ATt a6 MtorP3hAp&RSF t he
el emrent to, be ¢oat 8?()\/\@%%(3,6{)%@ %e fol\%&[&eg or,2 mn@‘inghebgqldgxor

nechanicalhgﬁgport ye reover a plate-shaped or plate-Ilike
el enent asaacpaldiey andtaenpihod bat .predutiengrofpddes,kkndwre meitbwed above

can be taken, for exanple, from US 2005/02638&4 Al . %nghe present .
i nventifon &Fme S0 TRIRAER a PPATRLSKapBHCOSE 1pr-at &9 | K& 6T eheht Vof “t e

initially defi n@édoki({&,é@i l@cavi diRg dihe ahewa«dTeRE oned diawbacks.ng n
order to provide a plate-shaped el enent offering an accordingly high 25
strength abdrdesi stitdit yhby tsiapbecand oekirdboeimst RACSt epBST To EbISke

these Obje%%%bt%t%k%%eEfaﬁgﬁg]Séfgynéfoghgpeknown product and method.

In addition, it is disadvantageous that molds each adapted
10 to the contour of the plate-shaped element to be coated
have to be used to enable the attachment of the sheets or
slabs to the plate-shaped element or its core. A change in
the form or shape of the element to be coated would, thus,
also call for a change of the mold or mechanical support to

15 be employed.

Moreover a plate-shaped or plate-like element as a pallet
and a method for producing of the kind mentioned above can
be taken, for example, from US 2005/0263044 Al.
20
The present invention aims to provide a plate-shaped or
plate-like element of the initially defined kind while
avoiding the above-mentioned drawbacks, in order to provide
a plate-shaped element offering an accordingly high
25 strength and resistivity by simple and reliable method

steps.

To solve these objects, a plate-shaped element of the
initially defined kind is essentially characterized in that
30 the core is designed with a peripheral, recessed depression
in the region of the side edge of the connection between
the two plastic sheets covering the surfaces. Such a

peripheral, recessed depression provides an appropriate



initially defined kind is essentially characterized in that 30 the core is
designed with a peripheral, recessed depression in the region of the side
edge of the connection between the two plastic sheets covering the
surfaces. Such a peripheral, recessed depression provides an appropriate -
4 - reception site for the connection of the sheets so as to ensure a flush
appear ance of the plate-shaped el enent- wi thout curvatures or elevations, in
particular in the region of the connection, substantially irrespective of

the 5 conngetignba ba r ovidedin dhmdaain of Lhe Shearas, Be ko the

fact that a cohnection astic sheets or foils covering the core on
its two suehaces, Bn pansthcubppesheets ooffitlms gildfigisliagratt egement
|npact-re5|stgnt material, is formed in the region of 9%5855 he{altﬁkge

edge 10 belhEERUL sGrFYREUEFSt He' c&TE Varnd B 'adf" i nPAG"peri pheral or

surroundi ngegdge, ofrelirable nPesitticeni Rt it 200RNaGtHe@pddt itvike dfeaers or
depression is feasible, which can also be nmade at reduced expenditures and,
in partd cuFapneckigmy gt danareelfadl énmidferre Y speet8er ddrr &FI%r
cover! ng ! BRC1S Sy Aces anthdne, PEOLRDEL 8bn PBEICLCH 8 iRY Qtlded Iy
suitable sirzes so as to provide a reliable connectiofi even in the region of
the side edgeler didverepy edss aapravdochits debi sedfasesn iim eresdcitdwiRr

bet ween an adj oi ni ng core _surface having .a generally rectangul ar. e and
a border 28R6F%Seri Pher £ 156y de?gad?ﬁ%"ﬁﬁ%fe% saffe atlmapasct:%srteésn Sﬁ%T y

nor mal anglgceBY afr ovidifgnr Plidstine sheglordfomm igmagihgfaofsiole edge

hi gh-inpact material, in particular holohedrally, on the two surfaces and
on t he.adj behiwvrgrber dewr Brcpepitplidieal cWtt derd orNs GiGUndingg R deh
departing froma 25 surfac a pl at.e-sha el ene 4| | ded,, whi ch
i s hol ohedfal Fi/lrgﬁéjlnégl&? c?\%lge’i t%sealel%blslr e%ggsrﬁeéal;q%%g{rg \g?% itr}gp%ri%éher v, even
on its edgen The corest ion hepweenibdheipl dstisdtbikeetdrigroviaded lap the

respective surfaces can be effected by gl ujng, meldiqgwfr t he IiKg v erein
it is, 30 RBFGoRer X IREsichIERB Lttt @G n Parkd e 12t hetust otPHdl ds

adapt ed to_the .confowe ofzLhe,Pl ate- shanad elegeitegorert @ rcioaf ethe as
required in the prior art. . _
15 surfaces and the peripheral border can Dbe provided 1in
suitable sizes so as to provide a reliable connection even
in the region of the side edge or the depression, which is
defined as an intersection between an adjoining core
surface having a generally rectangular shape and a border
20 or peripheral border adjoining the same at a substantially
normal angle. By providing a plastic sheet of an impact-
proof or high-impact material, in particular holohedrally,
on the two surfaces and on the adjoining border or
peripheral border or surrounding side face departing from a
25 surface, a plate-shaped element will be provided, which 1is
holohedrally enclosed over its entire surface or entire
periphery, even on its edge. The connection between the
plastic sheets provided on the respective surfaces can be
effected by gluing, welding or the like, wherein 1t 1is,
30 moreover, feasible to renounce, in particular, the use of
molds adapted to the contour of the plate-shaped element

core to be coated, as required in the prior art.



- 5 - According to a preferred enbodinent, it is provided that the plastic
sheets are arranged and/or connected in an at |east partially overlapping
manner in the region of their connection, the preferably provided, at |east
partial 5 overlap ensuring an appropriate reinforcenent in the regi on of
the side edge in the connection area of the two plastic sheets. In this
respect, it may, for instance, be provi fed that a sheet is folded back into
itself and covered by the second sheet, wherein both sheets are

subsequent Ayc¥ehegd 1o togetbeersedasedbPisiice acsStikongrantiddstatant
edge. Areliable reception of the connection sites of the sheets covering

t he surfaceBeaRdashé cpetigiicr ATDorHERNIAI eRL/ REe FPFGAtEhg Tt 2 edst one
partial ov , i v .arger ct.h@ns. i qrd hi eve
S auf 1 rBar] P onnn S e R e T e b aesi on
or recess benngcptoppsedhaccordiagabdyt herbmidetli onatlt legstt hpertfieasi bl e
according to %Ee i nvention, by using 20 _a cor.e of foan%d.glgggi%eus%%lly
havi ng %a | SWFHhERBhER 8RG0S uaR §PRAGPRG2ECcOMPEFRECTEFYY oW SPPeAGERC ™ o
produce ancacegedisigly dRF Strathd| abmnshensd g-esest tne supponbishgcor
carrying an object by providing said plastic sheets of an i|npact-proof or
hi gh- i npacsheateri an, thker giaspas 25 Hdedtryi n§PY AN§RABEPPOPEI RFOYELFERGt h or
resistivity,uill be-ensured svan idhhbe; SONNECLLOR 3hgachyetba g9nneetion

site

second sheet, wherein both sheets are subsequently welded
10 together so as to produce a strong and resistant edge. A
reliable reception of the connection sites of the sheets
covering the surfaces and the peripheral border, which,
when providing at 1least one partial overlap, have
optionally larger cross sections in order to achieve a
15 sufficiently firm connection, is easily achievable in the
depression or recess Dbeing proposed according to the

invention.

It is, thus, feasible according to the invention, by using
20 a core of foamed plastic usually having a low weight and .
usually having a comparatively low strength, to produce an
accordingly resistant plate-shaped element for supporting
or carrying an object by providing said plastic sheets of
an impact-proof or high-impact material, wherein an
25 accordingly high supporting strength oxr resistivity will be
ensured even in the connection area by the connection site

being preferably designed to be reinforced and overlapping.

According to a further preferred embodiment, it is proposed
30 that the core is made of foamed polystyrene, EPE, EPP
and/or alloys or copolymers thereof so as to provide an

accordingly light-weight plate-shaped element.



bei ng preferably designed to be reinforced and overl appi ng. According to a
further preferred enbodinent, it is proposed 30 that the core is nade of

f oamed pol ystyrene, EPE, EPP and/or alloys or copolyners thereof so as to
provi de an accordingly |ight-weight plate-shaped element. - 6 - In order
to achieve the required strength or resistivity, it is, noreover, proposed
that the sheet is made of pol ystyrene; fotyethyl ene and/ or m xtures of

pol ystyrene and pol yethyl ene, as in correspondence with a further 5
preferred egbedihaent: Pfadhe-Pl at 8= Shapad rekenmiterafcorsh ngetostheity,
invention. In this context, it is proposed according to a further preferred
enbodi mentithatsa mMxfereesf pAGRISFEndid FolSy ethfeéne ifor "PRE shbet
cont ai ns i 30% y r eferr i ment
o proposcll Ty FEURYER a Fhaer R e R BT Rt e bagedtonT St i1 e and
but adi ene. ahéd graleyetloy behe eveaan iapprapricaiperathesi owilyét weenfthéheore and
the sheets as_well as enable the shq'g}tchi or 15 s eaﬁhi n]? of ol gedggre at
appr opPi at REEERPEFAt GPESAMMERGUEC TafF ety HEF T He dre Strliettr 85CPFofsd
proposed aggoffkngniondibyrt har cpkef ephedxenbedi Aenbrbpaketihacsbeatingas a
glass transition tenperature of from 100 to 160C. 20 In order to achieve
the desiretonaterfarthad sprefgrhcpr opebefasentt tiatnppeoPéictUpRovPded
that the sheet i1s a It =l N LC , - 8Xtr :sheet, of
pol ystyr en%og%%l# lrfe{llglfli%ﬂg %ﬁg‘%\é i lnéell?%l ?%%/% ;Hukgi asg%eyg.#%%%tlz%i e%e or
pol yet hyl emgxi@smi n €Or r espondetice pb1de 2oy beher t hemagizodi neme fefrreke

pl at e- shaped el enent according to the invention. Ikr11 O{der tgagghi&/eat he

r espedi veSPRIFEPEDFt Vi in@rOERSSGh 10 which & sheet is

copolymer based on styrene and butadiene.

In order to achieve an appropriate adhesion between the
core and the sheets as well as enable the sheathing or
15 sheathing of the core at appropriate temperatures without
affecting the core structure, it is proposed according to a
further preferred embodiment that the sheet has a glass

transition temperature of from 100 to 160°C.

20 In order to achieve the desired material and strength
properties, it is, moreover, provided that the sheet is a
multi-layer and, in particular, co-extruded sheet of
polystyrene and/or various polystyrene alloys such as,
e.g., butadiene or polyethylene, as in correspondence with

25 a further embodiment of the plate-shaped element according

to the invention.

In order to achieve the respective resistivity and strength
properties, it is, moreover, proposed that the sheet has a
30 thickness of from 0.3 to 4 mm, in particular 1 to 2.5 mm,
as in correspondence with a further preferred embodiment of
the plate-shaped element according to the invention. The

appropriate choice of both the material and the thickness



properties, it is, noreover, proposed that the sheet has a 30 thickness of
from0.3 to 4 mMm in particular 1 to 2.5 nm as in correspondence with a
further preferred enbodi ment of the plate-shaped el enent according to the
i nvention. The appropriate choice of both the material and the thickness -
7 - of the sheet will enable the desired resistivity properties of the

pl at e- shaped el enent to be adjusted accordingly, for instance, as a
function of the weight to be taken up or supported, of at |east one object
to be accommdal eshess AGCOT diRgh1® ené undhere@reéet sedlvenpodiopatties is,
nor eover, proposed that both the core and the sheet are nmade of

pol ystyrenef Hye ppbviali slgpred he barelgr balebpl adeushapedcePembnisy, for
accordingly increasingly r Letive 1l S or. Chi opid ogs can
be net, si%I&Set‘F’[HF‘ncee‘pe?1 inaenf%%lge:{éﬁ%gt ?}gn%}g%lggv'%glhgsttigce%%e%%?g rrapde of a
si ngl e matenppbread, nef ked acsst dongl ybfechbetsubfeatedninedasedl | y

| ower-cost recycling processes, and duties optionally prescribed in
connecPion with the production 15 and/or distribution or use of such

pl astic elﬁgg@]t_,éigée ascondi ng{ M Hadugaek forrfur esgbadenehenents. As,

al ready i ndi cated above, the pl ate-shaped el enent according to the present
i nvent i on tanedeepr ovindgdsw@ic htAat 20Pokdc okl nGIoy ehi Y r E5-stTRA]Y, SWherei n

it is proposed according to pr r [ ot 1 4l atezghaped
el enent ha%®%cdy) arﬁégit’r%é}érﬁﬁ?énggﬁ %?%fgﬁgst@%%oo& Kg. %ﬁ%h b%eaki ng

strengt hs ghhpuaf orelidhemanuf aatubedehgagcoriiangtas thg kbl erpbardcshifed
eleneg%s fggsgggggrtggg gécycling options can be met, since the

pertinent regulations allow plastic elements made of a
single material and marked accordingly to be subjected to
usually lower-cost recycling processes, and duties
optionally prescribed in connection with the production
15 and/or distribution or use of such plastic elements are

accordingly reduced for pure-grade elements.

As already indicated above, the plate-shaped element
according to the present invention can be provided with an
20 accordingly high resistivity, wherein it 1s proposed
according to a preferred embodiment that the plate-shaped
element has a dynamic load strength of at least 1000 Kkg.
Such breaking strengths allow for the manufacture of
accordingly durable plate-shaped elements for supporting or
25 receiving at least one object, e.9g. for transport purposes.
Load testing is, for instance, performed according to the
EN ISO 8611-1 standard while observing strength values to
be tested which are indicated therein. The maximum dynamic
load-bearing capacity usually amounts to 50% of the
30 measured dynamic breaking load such that a dynamic breaking

load of 2000 kg will (have to) be reached at a dynamic

load-bearing capacity of 1000 kg.



25 receiving at | east one object, e.g. for transport purposes. Load testing
is, for instance, perfornmed according to the EN I SO 8611-1 standard while
observing strength values to be tested which are indicated therein. The
maxi mum dynami ¢ | oad-bearing capacity usually amunts to 50% of the 30
measur ed dynam ¢ breaking | oad such that a dynam c breaking | oad of 2000 kg
wi Il (have to) be reached at a dynam e Boad-bearing capacity of 1000 kg.

-8 As already pointed out above, a pl ate-shaped el enent for supporting or

receiving gt lkeashda@nep®bjesd caR kerproVvi deglatea sheweasei ghdnentherein, in
this context, it is preferably proposed according to the invention that the
pl at e- shap®dPBOEF ERENPThESCALIHRATI BY éﬁaﬁFoﬁﬂﬁzogﬂﬁcﬁocéﬁ §eLpPrPyided
particul ar_ 25.¢g to. /L 1_a Low . yweig l esth LSi of
plate-shap%é %I%ﬁ%n §Z§B?roﬁ%??%Qﬁav?ﬁgtﬁg?g§§n§?%2hs?8n§% gﬁ?%%ﬁ%gmy
excessi vel yroposeadsangotrie noveral theeiightntionAcdortdi nget platetustihped
preferred enbodinent, it is, noreover, %ro osed according to t?ﬁjinvention
50@ 5 iy

that tRe pFafBERhageiF el®msifttdnpr ifes | ural i 5™ of “projecti'iry stpport

el enents, hLa-partigul as teet ,toomcprg(eyzp.f dten 15 sl aeegnsoecashiesmeke
avai l abl e a pallet-1ike plate-shaped el enent accordlna'to the invention by

provi di ng Buehisupporf elakentbapedf edemeByst REtoPIRdA Yt §2lod derger
pl at e- shap | nt hayi agcordingly |o Laht: j.n the formaf,a
pal | et itggggn ggn%hstg%gg?ggosgggﬁgs geﬁgplg%ggfgggﬁﬁ?ent y usgg pal |l ets

of wood, theigatlet according to the invention, or the plate-shaped el enent
according to the invention, enabling a reduced weight at identical strength
properti es. 25 For the proper support of an object optionally having an

increased yek@Pfinkt £$, BOr 6QWAIhePr Oyided tda@t anBbuhiakhty oficfeel,are
arranged in a substantially parallel nmanner, as in correspondence with a
further predeepedrenodbpestdofaddrerping etshapbd eleWeRtiaBcotithithg 406 t he

30 inventigfate:sgaﬁed. element comprises a plurality of projecting
support elements, in particular feet, on one of its

15 surfaces so as to make available a pallet-like plate-shaped
element according to the invention by providing such

support elements or feet. By the option to provide a plate-

shaped element having an accordingly low weight in the form

of a pallet, it 1is, for instance, possible to replace

20 currently used pallets of wood, the pallet according to the
invention, or the plate-shaped element according to the
invention, enabling a reduced weight at identical strength

properties.

25 For the proper support of an object optionally having an
increased weight, it is, moreover, provided that a
plurality of feet are arranged in a substantially parallel
manner, as in correspondence with a further preferred
embodiment of the plate-shaped element according to the

30 invention.

For a uniform support over a plate-shaped element surface

optionally having larger dimensions, it is, moreover,



preferably proposed that a plurality of feet extend substantially over a
total dinension and each substantially in parallel wth an edge of the
surface. 5 Wth conventional pallets it is known that, despite a plurality
of support elenents or feet, these are provided with a defined support
surface substantially even on their surface facing away fromthe reception
surface for an object to be transportedsor accomodat ed, such support 10
surfaces being required for the reliable positioning of such a pl ate-shaped
el ement or paklLety,9) a#%%%%s%@ti nald y aforgﬁfﬁgr@l/i@%an@f ekegent sxiand
different Tevels. For the arrangenent of a plate-shaped el enent accordi ng
to 15 the Fnbehthonaliy paeti eutatalndinentéem efdacpal substentdapldposed
according to a_preferred _enmbodi nent th t are designed with
recessed oRndB%EEEES Wé&%o §~8§%Fh8%r%F§c%§§%§%§y surfaces connected with
the surface. Such recessed or depressed regions, for instance, enable the
20 arrangenent of such a pl ate-shaped el enent gﬁth an ob%ec%idis %§eg

t her eorP onWAtBheFPRVRREROTES ORPHLEES t ¢ tkndvin EBRFPgUFEET on B4 d6 wi t h
carriers op;heans eral vaapsengedibieaoer espondancecubth bbe denvassed or
recessed regions of the plate-shaped el enent, whereby a hol ohedral 25 base
surface iswithua,dmfﬂnﬁﬁﬁﬁuppmmﬁr@@rf@¢etﬁébﬁt@péﬂagﬂﬁr&g@nopnsG€W1&

pl at e-shaped el ement, so that_shelf constructi .t Q0 ac di_ngly
sinplifiedsﬁﬁﬁﬁéein%?%égﬁngaWﬁ% §%§T@a ?Fit§68%g§&% agg ggg?sﬁgg%deﬁgenent
according tg4kbe | pyentd onraibgidicaas ol vatsahmadpuefosesoth usaigert
possible, it is, noreover, provided that a pIuraH%hﬁﬁﬁf feeE.are arr%pged

in rel® i velhyfpeependetngarrdduezehnd ool thins Lot nBPSE1928 Ik fown per

se, as in Cofiﬁe%gg)'}tdaeé‘ecﬁsﬁé @a%i@&%ﬁ@roprgggnggdoemodjmto@idmly
el e n

plate-shapé:'éfc according to the invention. 5 In order to achieve an
appropri at & ostreent/h panrtharresi Istnarittsy ial sbi fofendrt skpjpdkt- el enents or feet,
it is, noreover, preferably proposed that the feet are |ikew se covered or
sheat hed by a plastic sheet, and that the connection with the plastic sheet

covering the,cong is-prQybaestiort hepl@treghameof dlmnesideetyedingated on
the Sulr; acihioﬁveiltr}i%rz, eir?dg)a?]!tnilcnu a]:reeji[r'l the form of a pallet, it is
proposed according to a preferred embodiment that the feet
are designed with recessed oY depressed regions on their
facing-away surfaces connected with the surface. Such
recessed or depressed regions, for instance, enable the
20 arrangement of such a plate-shaped element with an object
disposed thereon on a shelf which, as opposed to known
configurations, will do with carriers or beams merely
arranged in correspondence with the depressed or recessed
regions of the plate-shaped element, whereby a holohedral
25 base surface is, thus, no longer required for the proper
storage of such a plate-shaped element, SO that shelt
constructions too can be accordingly simplified while
increasing the shelvability of such a plate-shaped element
according to the invention.
30
For as universal a purpose of use as possible, it 1is,
moreover, provided that a plurality of feet are arranged in

relatively perpendicular 1lines and columns in a manner



For the reliable arrangenent or nounting of an object to be arranged 15
provided in a preferred surface facing one depression or recess supported
so as to enable in particular, in a nmanner elenent, it is, noreover,
manner that the core, on its adapted to the object to be the positioning
of said object, largely secured against slipping 20 or sliding by at |east
one such depression or recess. Accordingto a further nodified enbodi nent,
it is preferably proposed according to the invention that the core is
formed W t knguWndbeg GEQOWES 10 RGRSTRdene2 iR bl Culrethd O Medegireidng
fixing elenments, thus readily enabling additional fixing elenments, for

i nst ance seMapddngpéd of Héla -f§héi§§dsgﬁ£%?ﬁg ol T s 2CCO TR i et INSF i xed
to the pla%ﬁvg aped el enent for securing the object to be arranged on, or
support ed , thé plate-shaped el enent. 30 Wen formng a pallet by
provi di ng addi ti onal support elenments O feet, it may preferably be

addi tional | , e
5 I% order to achieve an appropriate strength and resistivity

also of the support elements or feet, it is, moreover,

preferably proposed that the feet are likewise covered or
sheathed by a plastic sheet, and that the connection with
the plastic sheet covering the core is provided in the
10 region of the side edge located on the surface comprising

the adjoining feet.

For the reliable arrangement or mounting of an object to be
arranged on the plate-shaped element, it 1is, moreover,
15 provided in a preferred manner that the core, on its
surface facing away from the feet, is formed with at least
one depression or recess adapted to the object to be
supported so as to enable the positioning of said object,
in particular, in a manner largely secured against slipping

20 or sliding by at least one such depression or recess.

According to a further modified embodiment, it is
preferably proposed according to the invention that the
core 1is formed with guiding grooves OIr YecessSes, in
25 particular for receiving fixing elements, thus readily
enabling additional fixing elements, for instance strap-
shaped or belt-shaped fixing elements, to be directly fixed
to the plate-shaped element for securing the object to be
arranged on, or supported by, the plate-shaped element.
30
When forming a pallet by providing additional support
elements or feet, it may preferably be additionally

provided, for the reinforcement of subregions, that the



provi ded, for the reinforcenent of subregions, that the sheet(s) is/are
formed with different thickness(es) and/or several |ayers in subregions,
wherei n subregions, for instance, engaged by lifting elenments or forks of a
fork lift for transporting such a pallet are optionally designed 5 to be
accordingly reinforced in order to withstand optionally elevated forces in
sai d regions. To sol ve the objects ménti-oned in the beginning, a nethod
of the initially defined kind is, noreover, substantially 10 characterized
by: evacuathagrtdhe helhew Feaeed arimed defiwemt henpliasés € (sheebsdpyr
appl yi ng a vacuum source before connecting the plastic sheets or filnms. 15
It is, thusSVardbgetREPTFeadibl 8UPEEPEEVFde WPSTFAple SHBTESFPRBIe TOT

manuf act ur { Ag. REOCESEnatily 1P PEEPEhqARd RALE Al4ACkERRL ofr thecbeated or
softened plastic sheetg'to the surface”of the core being achi evabl e by

si npl y evatiftihgrtheahspbowisgasechoanpdlbetweea theiphastycdehegnedupon

20 application, of a vacupm source according to the jnvention, . ddi-tion,
t he apﬁrop??atgepoﬁqﬁQﬁﬁiﬁﬁiﬁ tﬁ%l%g%ﬁ%%ﬁioﬁna X9 pa? FgFgﬁﬂdthe

_ _ ( rea,“S'n particu
region of ¢peiappligatiehagbdatorces in said regions.

To solve the objects mentioned in the beginning, a method
of the initially defined kind is, wmoreover, substantially
10 characterized by:
- evacuating the hollow space formed between the plastic
sheets by applying a vacuum source before connecting

the plastic sheets or filwms.

15 It is, thus, altogether feasible to provide a simple and
reliable manufacturing process, with the proper and safe
attachment of the heated or softened plastic sheets to the
surface of the core being achievable by simply evacuating
the hollow space formed between the plastic sheets upon

20 application of a vacuum source according to the invention.
In addition, the appropriate positioning of the connection
area, in particular in the region of the application of at
least one vacuum source, allows for the achievement of a
reliable connection between the plastic sheets covering the

25 surfaces of the core and the adjoining peripheral border.
After having completed or formed the connection in the
region of the side edges, it is, moreover, feasible in a
simple manner to remove, e.g. cut or tear off, possibly
projecting or protruding plastic sheet material 1in the

30 region of the side edge. By, in particular, simultaneously
providing two heated or softened plastic sheets, the course
of procedure for producing a plate-shaped element according

to the invention can be accelerated accordingly. When



| east one vacuum source, allows for the achievenent of a reliable
connection between the plastic sheets covering the 25 surfaces of the core
and the adjoi ni ng peripheral border. After having conpleted or fornmed the
connection in the region of the side edges, it is, noreover, feasible in a
simpl e manner to renove, e.g. cut or tear off, possibly projecting or
protrudi ng plastic sheet material in-+the 30 region of the side edge. By, in
particul ar, sinmultaneously providing two heated or softened plastic sheets,
t he course f ucin =sh d el a bAg to
e R R e Ry
provi di ng sneceheat etk crvsoidtehed pEastiec isbeedts, spacevatuatednbefwehe

hol | ow space fornmed between the plastic.,sheets will be imediately .
feasi bl e, Wher &LASTAE & ??%n&PR&séxﬁflWﬁFﬁéaﬁggﬁtégﬁfﬁﬁgﬁﬁ cgﬁ?%ﬁ%nof t he
the additional use of molds adapted to the contour of the

5 core to be coated can be renounced, as already pointed out

above.

In order to ensure an accordingly simple and reliable
process control while achieving a proper connection between
10 the surfaces of the core to be coated and the sheets as
well as avoiding any adverse effect on the condition of the
core, it is, moreover, proposed in a preferred manner that
heating of the sheets is effected to a temperature ranging
between 90 and 190°C, in particular 100°C and 160°C.
15
For the proper attachment of the plastic sheets to the core
of the plate-shaped element to be covered, it is, moreover,
proposed that a differential pressure or vacuum of from 0.5
to 0.9 bar, in particular 0.7 to 0.8 bar, is applied, as in
20 correspondence with a further preferred embodiment of the

method according to the invention.

Bearing in mind the present softened or heated sheets and
the vacuum to be applied, it is feasible to realize 2
25 connection between the sheets and the core within an
accordingly short period of time, wherein it is proposed
according to a further preferred embodiment of the method
according to the invention that a vacuum 1is applied for a
period of less than 25 s, in particular 15 s. It is, thus,
30 apparent that the manufacture of plate-shaped elements or
pallets having accordingly high strengths or resistivities

is feasible with short cycle times.



5 core to be coated can be renounced, as already pointed out above. In
order to ensure an accordingly sinple and reliable process control while
achi eving a proper connection between 10 the surfaces of the core to be
coated and the sheets as well as avoiding any adverse effect on the
condition of the core, it is, noreover, proposed in a preferred manner that
heating of the sheets is effected to a %%emperature rangi ng between 90 and
190C, in particular 100C and 160C. 15 For the proper attachment of the

pl astic sheat srtiert he ecoraref ddeupl ader shapedehaoeot &5 besedbéeedn it
i's, noreover, proposed that a differentialdggessure or vacu%n1of fngn10.5
to 0.9 barthen PEFEEELEIER (2¥Sf0 OF 8 DHPHIY aphii%ed Ctas 5°R 209 SLtC

correspondgpeg wht hra furtherc prgterted enhodiorntcobat heurrthadiaceor di ng
to the invention. Bearing in mnd the present softened or heated sheets and

t he vacuumverb&hapgintéde ideripHeasidf etlte pearezehaBegoRhBBEERSN CPEEWeEN
the sheets_and the core w t.hin an accordingl perLpd.o I,B, ;wherein
it is ﬁ%opBgegeaEES?gﬁﬁg”tﬁ‘a Tur therpreter %%Qgé%d Phablacbabhlf. 1

_ er pre odiment of the nethod
accordi ng kpptihed Avent taputhat & vatdurshapagplticad dwormeaper bodaofeldess
than 25 s, 1n particular, 15 s. It is, thus, 30 appare

t tgat th .
manuf act ur @PeRtp|tate RGPS eREntECCPA IRRSY iﬁgeaé 8F5Fn§ﬁflﬁﬂgh

strengths gﬁaﬁgihgtggtééﬁiiﬁgfegﬁkgl%dﬂﬂﬁkEHEHﬂsPYEbﬁ thBeFormathidr In
order to ensuré as uni form an evacuation as possible in the connection area

or cl anpi ngfsigeerturalseal dngrsapeibet wége tdeedd asni Chsheetsien Bé the
connect ed, substanti al | ver _the entjre peri 8 e . platesshapgd
eleneﬁﬁ)coF8n§eF5188‘§ﬁ%aqﬁ%d?h??t?s,b%%? oég§5%8%gg%§gg fhat a vacuumis
applied vi antubiear of sbaheshapad dealdean nEensteor ahged sabowedipeely

periphery of the core between the sheets during clanping or sealing,. said
hol | ow neaksfoker t He oyt ieh oftBErti§W@f‘68é¥ﬁhppiﬁge%dge dreas i'n the

region of EQQrespondence with a further preferred embodiment of the
method according to the invention.
15
In the event of, in particular, large-area plastic sheets
and extended evacuation periods possibly involved, it is
additionally proposed, in order to achieve within
comparatively short times an accordingly reliable
20 attachment of the sheets to the core to be sheathed or
covered, that the sheets are additionally heated during
evacuating, as in correspondence with a further preferred

embodiment of the method according to the invention.

25 In the following, the invention will be explained in more
detail by way of exemplary embodiments schematically
illustrated in the accompanying drawing. Therein:

Fig. 1 is a schematic sectional view through a first
embodiment of a plate-shaped or plate-like element

30 according to the invention;

Figs. 2a to 2d depict different steps of the method

according to the invention for producing a plate-shaped

element according to the invention, the plate-shaped



10 connection of the sheets, being progressively renoved fromthe area of
connection between the two sheets imedi ately before termnating the
evacuation step, as in correspondence with a further preferred enbodi nent
of the method according to the invention. 15 In the event of, in
particular, |large-area plastic sheets and extended evacuati on peri ods
possi bly involved, it is additionally prioposed, in order to achieve within
conparatively short times an accordingly reliable 20 attachnment of the
sheets to ¢hementeitldubershedt hed Digeovesedp vhiatbdiey speetsdadewith

additional ly heated_during evacuating, as in correspondence with a further
preferred EWPRAT heft B the ket fiBH/ according to the invention. 25 In the

following, the gnyention w ldi A iexplaidedddt more,geral, by wayiate-
exenpl ary enbodi nents schenmatically illustrated inthe acconpanying

drawi ng. Télemeed: elemenfi gdutihg atbehepmbfedseeti ofial avirengthgoughda
first enbodi nent, of a plate-shaped or plate-1ike elenment 3 L to

t he ingent?%ﬂ?eCtlng HgSta ?@eﬁgsd ic%lHP?fgpgﬁflgﬁéﬁgpogggﬁégggghod
accordi ng tRet heridveyt i enef o%wt@dgﬁhpgda Il atenshapedel enent saeperdi ng
to the invention, the plate-shaped - 14 - elenment illustrated in Figs. 2a
to 2d bei NGRPHEVI FERTA t AT5aPPE6At ABHentieorPFgghery of fhe plaseyz

simplifledssePegmli CnlOP KbgWGOUcACRRAl 822 NgPeMseLENRAL during the
procedure o rrangi ng an gonnectlng plastic sheets or filnms covering or
sheat hi ng the cbig. of 4,he phat eershapedagbenentscala h sliot - shap@drkaédum

neans_arranged about the periphery of the plate:shaped el ement being
schemafi calrfiu‘?ﬁﬁ?Eé‘PEd;ogl dﬂ% oﬁ%ﬁ%o@nl &P%é& sEg e, 1 S 4 PartiEl
arranging and fixing two plastic sheets each during the
evacuation procedure are provided;
Fig. 5, in an illustration similar to that of Fig. 4,
illustrates the arrangement of the plastic sheets after the

15 removal of the vacuum device and, hence, completion of the
connection of the plastic sheets covering the core;

Figs. 6a and 6b are a perspective view on the upper
surface and a bottom view of a modified embodiment of a
plate-shaped element according to the invention;

20 Figs. 7, 8 and 9 are views similar to that of Fig. 6b,
of the bottom regions of further modified embodiments of
plate-shaped elements according to the invention having
different support element or foot configurations for
forming a plate-shaped element into a pallet; and

25 Fig. 10, in an illustration similar to that of Fig.
2b, depicts a modified embodiment of a method according to
the invention for producing a plate-shaped element of the

invention.

30 Fig. 1 schematically illustrates a plate-shaped or plate-
like element 1 comprised of a core 2 of foamed plastic, for
instance polystyrene, said core 2 being, in particular

holohedrally, covered with plastic sheets or films 6 and 7



10 illustration of the region where the vacuum neans for arrangi ng and
fixing two plastic sheets each during the evacuation procedure are

provi ded; Fig. 5 inan illustration simlar to that of Fig. 4,
illustrates the arrangenent of the plastic sheets after the 15 renoval of

t he vacuum devi ce and, hence, conpletion of the connection of the plastic
sheets covering the core; Figs.- 62 and 6b are a perspective view on

t he upper surface and a bottom view of a nodified enbodi rent of a

pl at e- shapesd-iel erenttaceendangd 03t kand nyentdesme Adkieds., 7an@ amd Stare
views simlar to that of Fig. 6b, of the bottomregions of further, nodified
enbodi nentREBIPHE AR &- BRAPRY EFeMSHEONSEEdr GRS (Y t%es?:ﬁgcéﬂ?#b?lg havifg

different syppoct (¢ epmnie @ fQotgopiigutat insedqam foF magiacplate; shaped
element into a pallet; and 25 Fig. 10, in an illustration simlar to_that
of Fig. 2bwheteplirt $ta irpdifpadernbbdPmerheofs i aidtticd Attt eFdi e Phe

i nventi_on for producing .a plate:shap | ement 0 he, d hventdpn;, 30REi 9. 1
schena?ica%*%'iﬁl%%F?ét%%eapgﬁggégsﬁgggiEbggplgt% %kgxgﬁgﬁg%fpll%onprised
of a core Zegfoficapednpkasti er fardd nsignce potwstyrene, ssafdceof eagdbei ng,
in particul ar hol ohedrally, covered with plastjc sheefs gr filnsﬁg and 7 -
15 - bot h BRei e RHaES POFNETS, OFesPEETWREIRI artd 6n 86 pet i fFiver 8l

bor der or i A,syrrounding side face 5 to achieve an
appropriatggé%€£ﬁ5$% %gggggéstyv?fy, wherein it is apparent fromthe
schematic illustration of 5 Fig. 1 that the plastic sheets 6, 7 are
connected in the region of an edge or. side edge. 8 be 1e_S cg 6 and
t he péPipHE?%IC%BFﬁgFlBP éuﬁaﬁﬁﬁﬁﬁﬁg%ﬂ(ﬁi%éﬁé@%?%ﬂoémgggnég Fo%a gngted by
9. 10 The gpaPesti eR9rpLO¥bdedpbRitheniagi ofi ehet baesitde cedgel 8, enakl es
the reliable positioning of the sheets 6 and 7, the arrangepent of .the
connect i onaOrapgenentegitorfist ¢PrRNSF e Rdge 18 4o BHELPT ngt atPEl Pabfe
ConneCtloneg§%MQ§naH@% péﬁ§5k§n§hg§t%€ﬁdazﬂ§p a8snhecsheat hhd hipe&or en2

conpl etel y:
plastic sheets 6, 7 so as to sheath the core 2 completely.

15

In the following Figures, the same reference numerals are
each retained for identical elements despite partially

varying designs.

50 It can thus be taken from the method steps illustrated in
Figs. 2a to 2d that a core again denoted by 2 is provided
with a plurality of support elements oOT feet generally

denoted by 10.

25 To form the sheathing to be produced by the plastic sheets
6 and 7, it is apparent from Fig. 2a that these sheets 6
and 7 are brought into the region of the core 2 to be
sheathed ag well as the support elements 10, wherein
clamping sites 11 are indicated on the outer edges of the

30 plastic sheets 6 and 7. In addition, it can be seen in the
region of the edge 9, which is recessed or comprises a
depression 12 in the configuration depicted in Figs. 2a to

2d, that a wvacuum from a vacuum source not illustrated 1in



In the follow ng Figures, the same reference nunerals are each retained for
I dentical elenents despite partially varying designs. 20 It can thus be
taken fromthe nethod steps illustrated in Figs. 2a to 2d that a core again
denoted by 2 is provided with a plurality of support elenents or feet
general |y denoted by 10. 25 To formthe sheathing to be produced by the

pl astic sheets 6 and 7, it is apparent ¥6om Fig. 2a that these sheets 6 and
7 are brought into the region of the core 2 to be sheathed as well as the

support el aeeatis 1Q ahsTBédd ebampiiRg :ddies Hliarelondégakednentkhasqut er
edges of the 30 plastic sheets 6 and 7. In addition, it can be seen in the
regi on of Phéc8dyald, behicedr lied neccdds PTSr IeSmrli $64 0% -depression 12 in the
configuration depicted in Figs. 2a to 2d, that a vacuum from a vacuum
source not illustrated in - 16 -

In Figs. 2a to 2d it is, moreover, indicated that the

5 plastic sheet 7 in subportions 14 is reinforced, comprising
an additional plastic sheet layer, said subportions 14 upon
completion of the sheathing by the plastic sheets 6 and 7
providing reinforced portions 14, which, when using the
plate-shaped element 1 as a pallet, are able to take up

10 elevated forces possibly occurring during the transport of
the pallet, and an object (not illustrated) to be arranged

thereon, by fork lifts or similar devices.

To connect the plastic sheets 6 and 7 with the core 2 and
15 to sheathe the support elements or feet 10, the plastic
sheets 6 and 7 are heated or softened by heating means (not
illustrated) and, in particular, provided simultaneously,
whereupon the clamping sites 11 are substantially brought
into mutual abutment so as to surround the slotted means 13
20 as indicated in Fig. 2b, whereupon the hollow space formed
between the sheets 6 and 7 and enclosing the core 2 to be
sheathed as well as the support elements or feet 10
arranged thereon is evacuated by applying an underpressure
or vacuum in the sense of arrow 15 in Figs. 2c and 2d such
25 that, with the progressing application of vacuum 15, an
attachment of sheets 6 and 7 to the core 2 and the support
elements 10 is effected. In Fig. 2c¢, an intermediate step
during the evacuation procedure is indicated, while Fig. 24
shows the completed, attached position of the plastic
30 sheets 6 and 7 to the core 2 and the support elements oOr

feet 10.



detail is applied to this region via slotted elenents 13, which will be
explained in nore detail below In Figs. 2a to 2d it is, noreover,
indicated that the 5 plastic sheet 7 in subportions 14 is reinforced,
conprising an additional plastic sheet |ayer, said subportions 14 upon
conpl etion of the sheathing by the plastic sheets 6 and 7 providing
reinforced portions 14, which, when usihg the plate-shaped elenent 1 as a
pallet, are able to take up 10 el evated forces possibly occurring during
the transpardondfrifie palhet isangparreoh] ettat ndie i ikasbEated)ist edsetad anged
thereon, by fork lifts or siml|ar devices. To connecé t he @Iﬁztic §¥Fets 6
and 7 withahehoreontand 25 £5eskReiehe the Ruppsiteel effBnt'§ “or Feet 10,

the plasti g\)n%l%%ttsedfi HULe’ AP hedt e O (RONIAENRG DY dgaiding: means (ot
illustrate an I'n particular, provided simultaneously, whereupon the
cl anpi ng sideas 1kt crve cubstant it iy qughted mo-aringt abfutfhtSRSPeES to
surround the slotted neans 13 20 as indicated in Fi ;e hereupon, the
hol | ow 3pace F6t nfed B&t it THEY e%ji 2&65 ane %né(; ag}%lzgsri ng t{e core 2 to
be sheat hed,as yaghl as theeSupPOFrt Bl enkiilsy omefreaty 18farrandedbyherleon is

evacuat ed by applying an underpressure or vacuumin the sense pof arrow 15
in Figs. 2@pmndedisucheRsanhandafaiessg progr 88SPHY &PpliEat oot °Vacuum

15, an a”acpn%ﬂ%n%g?ﬁgz%pgc%“ddgfEﬁe&h%fOEEeZ Sk thegsuppor ty eheaent s

10 i s ef fected. an internediate step during the evacuation
procedur e g ddthaRiteithg Whd ecdiqg.22d shows the conpl eted, attached
position of the plastic 30 sheets 6 and 7 to the core 2 and the support
el ement8 or feet 10. - 17 - FromFig. 2, it is apparent that the use of

nol ds adapt,ed,t ot hes cRBhauE cofi 1hheteatecd tedeerdioat eth Eisywell as the
i ndi cated feet 10, or of nechanical supports can be_conpletely ogvigggd for
the proper mppactment @iat he sheetghapredand™92nEhe attachhent 8f "the sheets

appl | cat | orf 01 G GHAb prEStF CBF VASiam £t ha it o1 or o the. noLLaw
space definggidy the shrets & ant 7oandaacconmbdabbagnt RPRIgeE 2in the
15 sense of arrows 15. The means 13, on the one hand, serve to
evacuate in the sense of arrows 15 and, on the other hand,
to support the core 2 during the coating procedure. Such an
evacuation substantially about the entire periphery in the
region of the peripheral border 5 of the core 2, thus,
20 ensures the reliable evacuation of the hollow space defined
between the plastic sheets 6 and 7, the clamping sites

indicated in Figs. 2a to 2d having been omitted from Fig. 3

for the sake of simplicity and clarity.

25 Fig. 4, on an enlarged scale, illustrates in detail the
positioning of a tubular or slotted means 13 in the region
directly below the side border 5 or depression 12, an
evacuation in the sense of arrow 15 being indicated as
well. Fig. 4 substantially depicts the state represented in

30 Fig. 2d&, according to which the sheets 6 and 7 are
substantially in abutment bcth on the core 2 and on the
illustrated subregion of the support element or foot 10. At

this stage, a retraction of the slot-shaped element 13 in



10 Fromthe schematic illustration according to Fig. 3, it is apparent that
sl ot-shaped neans 13 are arranged substantially about the entire periphery
of the core 2, by which an underpressure or vacuumis again applied in the
15 sense of arrows 15. The neans 13, on the one hand, serve to evacuate in
the sense of arrows 15 and, on the other hand, to support the core 2 during
t he coating procedure. Such an evacuatibh substantially about the entire
periphery in the region of the peripheral border 5 of the core 2, thus, 20
ensures t heheekkabkeogvaeual 0B ok g chakliowuspaceadef iinegabetiweenrt he

pl astic sheets 6 and 7, the clanping sites indicated in Figs. 2a to_2d

havi ng beefl6fit t 8d 32dm FUPSSHUSGIE he $48E ofN&RRpI T ci% %ana‘uéluérliltyy. 25
Fig. 4, on ar ged I i ust r-at i Ll the Si i, Qny f a

t ubul ar orog%g?? d %gaﬁg%%Bq?ﬁhfﬁg %gbigﬁed??%§%€§é%%?oﬁﬁfhgk§? eggggder 5
or depressirened2, 1an ievadwatiegiam dhetisensedef edgeont16hbeeng ofditdat ed as
well. Fig. 4 _substantially depicts the state represented in.30 Fig. 2d,
accordf%g P%rﬁﬁggﬁaﬁhéx) éﬁiégﬁ gﬁar?ggre;?uﬁgFé%t?%?¥§a?%e%bﬁgﬁ%%f Soth on
nhe core 2candeenibhi 6d |dtsddad@dpasuheegi ameofsidwe Suppoihdekerment ier f oot

10. At this stageh a retraction of the slot-shaped elenent 13 in |
detail in Fig. 5. The region of the overlapping connection

between the sheets 6 and 7 is again denoted by 9. After
having completed the connection 9 in this overlapping
10 region, the remaining residues of the sheets 6 and 7 are
separated as indicated by cutting means 17. From Fig. 5, it
is apparent that a sheet 6 is refolded or folded back into
itself while covering the second sheet 7, the two sheets 6
and 7 being subsequently welded together so as to form a
15 strong or reinforced edge after the separation of the

residuals of sheets 6 and 7.

The arrangement of the connection site 9 in the region of
the edge between the peripheral border 5 and the core
20 surface to be covered allows for the achievement of a
reliable connection between the sheets 6 and 7 so as to
ensure proper strength even in the region of the connection

9.

25 The following Figures are partially perspective views of
different, modified embodiments of plate-shaped elements

each again denoted by 1 and each in the form of a pallet.

From the embodiment according to Figs. 6a and 6b, it 1is
30 apparent that a plurality of support elements or feet again
denoted by 10 are arranged in rows and columns so as to
enable the handling of such a plate-shaped element or

pallet 1 with an object (not illustrated) to be



- 18 - the sense of arrow 16 is effected such that, in particular, sheet 6
and, subsequently, also sheet 7 will nutually overlap in the region of the
depression or peripheral recess 12 in the region of the side edge at the
end of the 5 peripheral border 5, whereby, in this overl apped state, a
connection is effected between the sheets as indicated in detail in Fig. 5.
The region of the overl appi ng connecti drP bet ween the sheets 6 and 7 is
agai n denoted by 9. After having conpleted the connection 9 in this

over | appi ngcdOmmeghosd tde temmspbRgetiestlduesonf e sheetsnéeandy7 are
separated as indicated by cutting neans 17. FromFig. 5, it is apparent
that a she®f2®<ps LebeRd&F ofC¥ol deltbadk it H%\éf?’frW% 6898%?@9& he

second shegl %;d hegtwo shegts G,and,f.bei ng.sybsequeptly weldedteget her

so as to fornlaS%S strfong or reinforced edge after the separation of the
resi dual s siiasbéeticeand1?. cthe tar raangenent fofindheagonngcenohhsi fee9 in

the region of the edge_ between_the geriﬁheral aoEder § gnd thgigggeogo
surface t *heSLBRBFEdaFFEREST oF  t AR BEAPETerERt "6 5 r EFPABF&*26RNSEL i on

between the.sbegts 6 and 7.89cAS tH-&NSUMRPr OpaELshEeNngt hhd@yaied n the
regi on of the connection 9. 25 The fol |l ow ng Fkﬂ;res are partial
per spect i veovFeaBoBfliapf fidpdmo, hriiened ewbddiSten?s 8P ﬁbé)te&tsh‘a%eée

el ement s q@g@ngggiqjgg ,d by 1,ard gg§hf%gkédgaﬁborghogb%eg%lhgﬁ.tﬁ@Oﬁ]the

enbodi ment acc ing to Fi‘'gs. 6a and is~30 apparent that a plurality
of supportptheaeahsped fettmagai nl demot gehbyetl) drtee arfeamged i llowdeand

colums so as to.enable the handling of su a plate-sh e r
pal | ett®1 w??%uﬁﬁdobﬁgéﬂnfﬁotSﬁF?E%Pgatég) ggebead%l%éopggggbn#%§§?§§ or
transportegd-tbgreen, rEeeskagt ance, by a stacker truck or fork lift. In the

illustration according to Fig. 6a, it is, noreover, indicated that the
pl at e-shaped elenent 1, on its surface facing away fromthe feet

Tn the embodiment represented in Fig. 7, modified support
elements 10 in the form of continuous support elements
15 extending substantially over a dimension of the plate-
shaped element 1 are illustrated, said support elements
having additional depressions or recesses 19 in their end
regions, as is apparent from Fig. 7. Such additional
depressions or recesses 19, for instance, enable such a
20 plate-shaped element 1 to be mounted on a shelf
construction merely comprising accordingly adapted carrier
or beam structures, without said shelf structure having to
be equipped with substantially full-area storage oOr

stacking surfaces.

In a similar manner, further embodiments of a plate-shaped
element 1 each formed by a pallet are illustrated in Figs.
8 and 9, wherein sgupport elements or feet 10 substantially
extending over a longitudinal extension are again provided,
30 which are again formed with depressions or recesses 12 in
adaptation to different bearing ccnstructions of shelves in
order to achieve an appropriate shelvability Dby the

respective depressions or recesses 19.



5 or support elenments 10, conprises additional depressions or recesses 18,
whi ch are, for instance, adapted to corresponding fixing elenents or feet
of an object to be nounted thereon, so that, by arranging an object on the
pl at e-shaped el enent 1 or pallet, the former will be 10 secured agai nst
shifting by the additionally provided reception recesses. In the enbodi nent
represented in Fig. 7, nodified supportZ@&lenents 10 in the form of
continuous support elenments 15 extending substantially over a di nmension of
the plate-shaped elenent 1 are illustrated, said support el ements having
addi tional depressions O recesses 19 in thejr end regions, as is_apparent
fromFig. 70 Sdehtd®ditiidnals dopt st enhsiBr thecEL6e8 1 TeN 6?3%??5%@@,
enable sucha4Q plat ershapad; e suent ohiade grusted op arshgkbyided
construction merely conprising accordingly adapted carrier or beam

st ruct ur espevivebauttisai suspetf sflementse draviagtt éObd requiippsdInpih ot

substantially full-area storage or stackjng, surfaces. 25 ln_a_sim

manner ,> f uFbRe S YEHIGEEHt SHIUT %P?ﬁafe-ghéggdggﬁ ﬁ%ﬁtgfogg%ﬁ F%’ﬁe&ﬁgy a
pal l et are;pllustrat g igsdd 980 Beandvd, whepeirkisupper bedltenericedoror eet
10 substantially extending over a. |ongitudinal extension are again

provi ded, 30rabi-chamest agdiiking meteaws h depr e§dik6RY 0PPIECESsedC19 B
adaptation,to di.ff.erent bearin ans t] hel ves in order to
achi eve anlgﬂﬁgéﬁﬁfgggcghgifh |%ﬁ%/%%#§%§(y¥%ﬂgn§'

e respective depressions or
recesses 19. - 20 - In addition, it is indicated in the enbodi nent

represented in Fig. 9 that, additjional guidjn r opves ar e, provi.de

bet week0 t h&rSUppore éFéHéﬁ#%io?m?%ﬁfmﬁgti%kﬁﬁégfggi%ﬁ §g95 t%@’sé%fd%%s of

the core Zagggjr%@jhtgut{ﬁg@gagr&ﬁ\éesag@ym liehokBst ancez he usspdmreadeceiae, in
t

particul ar -shaped or strap-shaped, fixing neans for fixing objects to
be i mobi | ieethsoreddren planetefaped 16 engaid TO2RForhdt HERIGIFiBY ehbodi nent

depicted in Fig.. 10, it i ar ent L enagai godenatedivh i &n
supported VI'&H nséﬁgaFH%Hg%%tegﬂﬁvk¥%% 2%?% n%gns 13 corrprisingg2
sl ot - shapegrfe iptid Alr pass agecwpeni mgsh€ csernsear f ngradvander pressure or

vacuunlén the sense of arrows 15.
The plastic sheets 6 and 7 provided for coating the core 2
in this embodiment are mounted and clamped in a suitable
holding means 19 and 20 or 21, respectively, in a manner
that the sheets 6 and 7 will be clamped and sealed in their
20 peripheral regions when closing the holding elements 19, 20
and 21. A hermetically sealed space 22 ig thus provided
between the sheets 6 and 7 and the holding means 19, which
is subsequently evacuated in the sense of arrow 15 by the
means 13 comprising tubular or slot-shaped openings, sO
25 that the sheets 6 and 7, which are, for instance, heated by
heating means integrated in the holding means 20 and 21 and
schematically indicated at 23, will be attached to the
contour of the core 2, and optionally feet 10, by the

application of a wvacuum, as is 1llustrated for the

30 embodiment of Fig. 2, for instance, in Figs. 2c and 2d.

If required, the means 13, which are also used to support

the core 2, may optionally comprise additional passage



15 The plastic sheets 6 and 7 provided for coating the core 2 in this
enbodi nent are nounted and clanped in a suitable holding neans 19 and 20 or
21, respectively, in a manner that the sheets 6 and 7 will be clanped and
sealed in their 20 peripheral regions when closing the holding elenents 19,
20 and 21. A hernetically seal ed space 22 is thus provided between the
sheets 6 and 7 and the hol di ng neans 121 which is subsequently evacuated in
the sense of arrow 15 by the means 13 conprising tubul ar or slot-shaped

openi ngs, &Peddngbat vibe wghee! sb ANk ol chvaceatfon ohsthacaplheat ed by
heating nmeans integrated in the holding neans 20 and 21 and schematically
i ndi cat ed 8pags, 2@i Bt eé chreCadtiddasd the oMUt of *Pfle’ coPecdfeqhgd:

optionally et .he pLi [ a i,s bhlustrated for
The S0 enbbdtment SFCE o 5o R P S R RO RS BTl a0

openi ngs, via which an additional evacuation of the holl ow space 22

stretched between the sheets 6 and 7 is effecte or. instance in,the sense
of broken- FRHE  art i@ 22 B Fh P9 EE %ﬁgugggggﬁgenrli?E§Stfg%bd%in

Fig. 10, aceppreetban#f shasts 6 and 7 iis effeedwed] i tntbieer egannobft he
support on the edge 25 of the core 2 so as to ensure an overall sheathing
of the corehg BypPRstsheeticscdag 25 PO ShRi ICQMSY 2a$9 A5t ke SRECEE Y

enbodi nent _and L ated,. in _particul at, (3 Ei@gsc4sandq5;7 the means
13 whi ch, ?H?%ﬁgﬁ thgﬁkégguggrtgf gP%F-ghgg 5 opgﬁ ngg, serve both to
evacuate the interior 22 and to support and position the core 2 between the

sheets 6 and 7_are renoved 15 after havinegﬁgtached t he sheets gdandEJ to
the outler EdRESAFLYF t RS cord 2 FBebeﬁﬁﬁﬁ% 0% o FRRCE"ESmection 6F° t he

sheets 6 angyfgisaebhectied dav-(ih& A9 om of i 4he edgaa2s, bynbukidiers 13
evacuation. It required, residual portions of the sheets 6 and 7 may be
renmoved af wbicbonhbrbigh, tihei20 tydrtliagulodr Sl tdisipress WEEEsEed 957 the

E{g?eggng gnbodi pent g, The, schepati ¢ side yiew,of ;aicore Zpgpsesented in
position the core 2 between the sheets 6 and 7 are removed
15 after having attached the sheets 6 and 7 to the outer
contour of the core 2}to be coated, so that a connection of
the sheets 6 and 7 is effected in the region of the edge 25
by further evacuation. If required, residual portions of
the sheets 6 and 7 may be removed after connection, in

20 particular welding, as discussed in the preceding

embodiments.

The schematic side view of a core 2 represented in Fig. 10
may constitute a side view of the plate-shaped element 1
25 illustrated in Figs. 7 to 9, with throughgoing or

longitudinally extending feet 10 being indicated.

In order to obtain a plate-shaped element having an
accordingly low weight, yet exhibiting the required
30 stiffness or strength, the core of the plate-shaped element
1 is, for instance, made of foamed polystyrene, EPE, EPP

and/or alloys or copolymers thereof.



may constitute a side view of the plate-shaped elenment 1 25 illustrated in
Figs. 7 to 9, wth throughgoing or longitudinally extending feet 10 being

indicated. In order to obtain a plate-shaped el enent having an accordingly
| ow wei ght, yet exhibiting the required 30 stiffness or strength, the core
of the plate-shaped elenent 1 is, for instance, made of foaned pol ystyrene,
EPE, EPP and/or alloys or copolyners theteof. - 22 - Wiile such a core 2

of foamed plastic, as a rule, has a relatively low strength or resistivity,
suf fici entwsilengtlahofa t berpl & esshdpededl| ertestt iar, patl et rhidwi,| |hde ensured

by providing_a sheet 6, 7 of an accordingly . inpact-praqof .or 5 high-inpact
material, WAFERRIWRLY beWcBhheBEEH PﬁeFSﬁgFEngEVngSgﬁglgéﬁﬁécfgggngk cedur e
illustrateds tQe %@%E@n%ﬁapkﬁ Rigerd & chihs: & functipa ehstibeastiengt hs
to be achieved, or loads t0 be taken up, sheets 6, 7 having, for instance,

t hi cknessesrofifengeen €h@eand 4 Tmeli AnlGqsaudigidal &BBREC 1PTRCR. 9Tmm
can_beused, Where towloads are 19, be taken up. conpaaldyelythla sheets

6, 7 VM%I, erve prinarily as pro I on means agai nst dirt,
whi | e sheefigrbng7 thavioagrdditciaressescodunt 1 easstiatmmini by flostiemseance,

provide the desired strength for 15 accommodati ng accordi ngly hi gher | oads.
Sheet nat etNalfsFor Thévshedt s A #oifMESE1OR, C?fortﬁﬁstsatﬁceé%' cl%aerbe

hi gh-i npact . o,ARACL' §%i-Stanto RYY VSV €NEy, POhyeLBYkene andhiek , mpdr es
of polystyrene and 20 pol yet hyl ene, wherein nulti-layer and, in particular,
co- ext rudedinsheats, of thdloystegsare anfl pbeyweh efe 2w 1314 f of | A8t andd be

dt hi t desired st t i £3. | t , d
a1 0 SppoPE bR BHARTS SBP Fodt 0 10" BR optronari § B0t alhed t hrelo” kndl the

sheets 6 agde7 @y eoaradekeh RY yStympatat tve igcahdnngheqir es gr adevill,
pl ate-shaped el ement 1 will be provided such that its reusabilit or..
recycl i ng &brl ilOptainge beSehhaneesd eandyor dupT @5t bl pg means agains

dirt, while sheets 6, 7 having thicknesses of at least 1 mm
will, for instance, provide the desired strength for

15 accommodating accordingly higher loads.

Sheet materials for the sheets or foils 6, 7, for instance,
include high-impact or impact-resistant polystyrene,
polyethylene and/or mixtures of polystyrene and
20 polyethylene, wherein multi-layer and, in particular, co-
extruded sheets of polystyrene and polyethylene will, for

instance, be used to achieve the desired strength

properties.

25 If both the core 2, and also support elements or feet 10 to
be optionally attached thereto, and the sheets 6 and 7 are
made of polystyrene, an accordingly pure-grade plate-shaped
element 1 will be provided such that its reusability or
recycling ability will be enhanced, and/or duties to be

30 paid will be reduced considering the fact that a pure-grade
and, hence, readily recyclable plate-shaped element 1 can

be provided.



30 paid will be reduced considering the fact that a pure-grade and, hence,
readily recycl abl e pl ate-shaped el enent 1 can be provided. - 23 - Wen
form ng the plate-shaped elenent 1 as a pallet including support elenents
or feet 10 adjoining the core , as indicated in Figs. 2a to 2d as well as
in Figs. 6a to 9 and 10, the dinensions of the substantially or generally 5
rectangul ar or oblong core 2 may range between a m ninum si ze of 400 x 600
x 50 mm and a maxi mum si ze of usually 1500 x 1500 x 200 nm Suitable

i nt er medi ajgesi ZesABNgbe tARdepauail-abhpeas alkbumeti on okst he reglileenent s
of at |east one object to be transported or supported h thgﬁlo 5

pl at e- shapedcehdapat sopppall elerents par L€l af 2818 dR¢t it6ff 6P thé | oads
to be taken u or,_the f.or 0 e ted, i pst apce;duriBg to 9
transporta??oﬁ?dﬁﬁ3ES afg{ﬁﬁ‘ éd:%1é%éﬁ%§i§%a£8%%v§§a§15 dgnsity of , in
particul ar and5 19/ L the7@igldnS@ras ¢b phevide dmracicor di ngry dergir-vgi ght
pall et or plate-shaped elenent 1 having a conparative i ght. r
i nstance, &§CEtERPHLEH ﬁBfkﬁB%ﬂngréﬁgﬁb%% Eﬁ%pgﬁﬂgﬁnb%éw%%gggﬁggng¥%f

instance, af woqd: 200As ald@ady sRoigt esnaut akovignuni ghzé npactusually
pol ystyrene, a co-extruded sheet material conprising an ugger Iaggr and a
1500 x 1500 x 200 mm. Suitable intermediate zes may be

made available as a function of the requirements of at

least one object to be transported or supported by the

10 plate-shaped element or pallet 1.

In particular as a function of the loads to be taken up, or
the forces to be expected, for instance, during
transportation, the plate-shaped element 1 may have a

15 density of, in particular, 25 g/L to 70 g/L so as to
provide an accordingly light-weight pallet or plate-shaped
element 1 having a comparatively low weight, for instance,
as compared to known transport supports Or pallets made,
for ingtance, of wood.

20
As already pointed out above, high-impact polystyrene, a
co-extruded sheet material comprising an upper layer and a
lower layer each made of a styrene-butadiene copolymer and
a high-impact polystyrene, a mixture of a styrene-butadiene

25 block copolymer with high-impact polystyrene and similar
sheet compositions may, for instance, be used for the

sheets 6, 7.

such a structure of the core 2 of polystyrene and such
30 sheets 6, 7 allow for the accommodation of loads of, for
instance, 1000 to 1800 kg of a dynamic load and 2000 to
6000 kg of a static load at a core size of the plate-shaped

element 1 of, for instance, 1200 x 1000 mm.



| ower | ayer each made of a styrene-butadi ene copol yner and a hi gh-i npact
pol ystyrene, a m xture of a styrene-butadi ene 25 bl ock copolyner with

hi gh-i npact pol ystyrene and simlar sheet conpositions nmay, for instance,
be used for the sheets 6, 7. Such a structure of the core 2 of polystyrene
and such 30 sheets 6, 7 allow for the accommodati on of |oads of, for

i nstance, 1000 to 1800 kg of a dynam- 44%ad and 2000 to 6000 kg of a static
| oad at a core size of the plate-shaped elenent 1 of, for instance, 1200 x
1000 mm - 24 - Wth smaller dinensions of the core 2, for instance, of
about 1000 x 750 mm static |oads of up to approxi mtely 3000 kg and

dynami ¢ | odilshofsmad ltey appnens hanel YwBOONE 0 BTEO0D k§O€an Betd%ken 8h. In

addi tion, such terial i natigns I r th chi evenent Qb rdyham c
br eaki ng |%88§t230§8 ) ggggmﬁng qﬁétgéé/aéger?tf gjfpaevacug) ionlpr ocegur es
possi bly requbrikig and dynamic loads of up to approximately 800 to

5 1000 kg can be taken up.

In addition, such material combinations allow for the

achievement of dynamic breaking loads of up to 3600 kg.

10 In the event of evacuation procedures possibly requiring
extended periods of time, as in accordance with the method
steps represented in Figs. 2 and 3, additional heating of
the plastic sheets 6 and 7 to be brought into abutment on
the core 2 and the optionally present support elements or

15 feet 10 may also be provided during the evacuation

procedure, as is, for instance, indicated by the heating

means of Fig. 10.



extended periods of tine, as in accordance with the nethod steps
represented in Figs. 2 and 3, additional heating of the plastic sheets 6
and 7 to be brought into abutment on the core 2 and the optionally present
support elenments or 15 feet 10 may al so be provided during the evacuation
procedure, as is, for instance, indicated by the heating neans of Fig. 10.
- 75 - Caims: 1. A plate-shaped el en&¥# -for supporting or carrying an
object, including a core (2) of foamed plastic having a 5 generally

rect angul arishape, said core (2) being, in particular holohedrally, covered
with a plastic sheet or film (6, 7) of high-inpact material at least on its
two surfaces (3, 4), wherein a connection (9) of the plastic sheets or
films (6, /) Govering. r ! t Wd ages (ZrAnd sahor med
in the red}bngEfﬁgé%%r%%%%ggl%gi éﬂgﬂggé%B, ) S%H{ eécore (2) S%tmeen a
surface (Hb#cof tihelodriamg( 23 awdean(2d] oifni frepmped | phesalicbdralegmq 53 of
the core (2), characterized in that the core.(,2) is _designed wth a.
periphéra]?g?%ﬁﬁgi%d H%ﬁ?%@%?gﬁr 1592PR" t 8218 1 &GF6n gkgthgeépéé edge (8,
25) of the,gpppecthpn HAbHeetraaer t heotuwpe@l astic sheetstit, sheeovering

t he surfaces. . ,
film (6, 7) of high-impact material at least on 1ts two

surfaces (3, 4), wherein a connection (9) of the plastic
sheets or films (6, 7) covering the core (2) on its two
10 surfaces (3, 4) is formed in the region of a peripheral
side edge (8, 25) of the core (2) between a surface (3, 4)
of the core (2) and an adjoining peripheral border (5) of
the core (2), characterized 1in that the core (2) 1is
designed with a peripheral, recessed depression (12) in the

15 region of the side edge (8, 25) of the connection (9)

between the two plastic sheets (6, 7) covering the

surfaces.

2. A plate-shaped element according to claim 1,
50 characterized in that the plastic sheets (6, 7) are

arranged and/or connected in an at 1least partially

overlapping manner in the region of their connection (9).

3. A plate-shaped element according to claim 1 or 2,
55  characterized in that the core (2) 1is made of foamed

polystyrene, EPE, EPP and/or alloys or copolymers thereof.

4. A plate-shaped element according to claim 1, 2 or 3,
characterized 1in that the sheet (6, 7) is made of
30 polystyrene, polyethylene and/or mixtures of polystyrene

and polyethylene.



2. A plate-shaped el ement according to claim1, 20 characterized in that
the plastic sheets (6, 7) are arranged and/or connected in an at | east
partially overl apping manner in the region of their connection (9). 3.
A pl ate-shaped el ement according to claim1 or 2, 25 characterized in that
the core (2) is made of foamed pol ystyrene, EPE, EPP and/or alloys or
copol yners thereof. 4. A plate-shaped %4d enent according to claim1, 2 or
3, characterized in that the sheet (6, 7) is nade of 30 polystyrene,

pol yet hyl ene armd/ oplmvdgtepeaf pellgskyrteneaandrpohyet hyd enelaim 264, S. A

pl at e-shaped el epent according to claim4, characterized in that a_m.xture
of poIysty?%ﬂﬁaﬁﬁﬁrbﬁﬁgetﬁﬁﬁe%@“?or Fhe "SHEEES(6,°%7) %%ﬂ¥%}%§e%¢na§P§un1of

30% of pO!p@iwtﬁ?@ené 6orAcRbakBeshaped ehepmBAtaapacordinAgil@nChbai B4 or 5,
characterized in that the sheet (6, 7) has a glass transition tenperature

of from 800t cpabperhydere. A pl at e- shaped el enent according to claim4, 5 or
6, characterized in that the sheet (6, 7) is a multi-layer and, in
partic&lar, co-extruded sheet of polystyrene and/or various polystyrene

al l oys such.asa @lhte iHasi@ne lemagnl yechyhrerieg 1508. cPaphate- shaped

el enent according to any one of clains 1 to 7, characterized in that the
sheet (6, 7yarastarirpeknéds &Rafrok6. 3506k nﬁﬁ'in7§arpﬁéulér 18652. 5 mm

transition temperature of from 80 to 160°C.

10 7. A plate-shaped element according to claim 4, 5 or 6,
characterized in that the sheet (6, 7) 1s a multi-layer
and, in particular, co-extruded sheet of polystyrene and/or
various polystyrene alloys such as, e.g., butadiene or
polyethylene.

15
8. A plate-shaped element according to any one of claims 1
to 7, characterized in that the sheet (6, 7) has a

thickness of from 0.3 to 4 mm, in particular 1 to 2.5 mm

20 9. A plate-shaped element according to any one of claims 1
to 8, characterized in that both the core (2) and the sheet

(6, 7) are made of polystyrene.

10. A plate-shaped element according to any one of claims 1
25 to ¢, characterized in that the plate-shaped element (1)

14

has a dynamic load strength of at least 1000 kg.

11. A plate-shaped element according to any one of claims 1
to 10, characterized in that the plate-shaped element (1)
30 has a density of from 12 g/L to 90 g/L, in particular 25

g/L to 70 g/L.



20 9. A plate-shaped el enment according to any one of clainms 1 to 8,
characterized in that both the core (2) and the sheet (6, 7) are made of

pol ystyrene. 10. A pl ate-shaped el enent according to any one of clains
1 25 to 9, characterized in that the plate-shaped el enent (1) has a dynam c
| oad strength of at |east 1000 kg. 11. A plate-shaped el enent according to
any one of claims 1 to 10, characterized im that the pl ate-shaped el ement
(1) 30 has a density of from12 g/L to 90 g/L, in particular 25 g/L to 70
g/L. - 2712. A2pléAcplahepshapadmehenentoadiogdingany any ofiecdédivkailns 1
to 11, characterized in that the, plate-shaped elenment (1) c rise
plurality bP prloj &dt&4RS \Shpoid égeﬁéﬁFst%fofﬁﬁ??iéhﬁé%%l%$g¥%% ,§%2 one
of its surfaeesisaslid. Adlatieshapes-& ameilg aseppeinget emehabm(12) ,
characterized in that a plurality of feet (10) are arranged in a

subst ant i ailhyppatathékrnéiaaér . OR0ONE, OA pLat ELSRAFES -el enent according to
claim or 13, characterized in that a plurality of feet (10) extend
substantially over a total dinmension and each substantially in parallel
with a border (3 oplabe-suapade (B,emBnt 15adSordippat e&~shapealiel eddnt

according to claim12, 13 or_ 14, characterized i.n th the feet (10) .are
desi gned WhATREEEE3EA0AdEPPES Se® 1 PEGildhY P%Qfegﬁ ﬁﬁéPraﬁchﬁﬁgg%gﬁ

surfaces conngeLedspLhibne,SPekaqq ithandlr16. A plate-shaped el ement

according to any one of clainms 12 to 15, characterized in that a plurality
of feet (10) are arranged in relatively perpendicular |ines and colums in

a nmanner kpnown per_se. 25 17.. A pl ate-shaped . di one
of ol mirs 191 0L 1813 ERaPREPER ST nAL PRSPt 16y are TP ke ae
covered or -gheathedibyrsa phasthgtsheetplitkliand bifat fehe cohhectd=dreri t h

the plastic sheet (6) covering the core (2) is providgﬂbin t he r.eqgi.on, of
the side edypstantis)lyoearad 230 Bt Hié“m ) rﬁ‘“gﬁ'%garfthlgdﬁy
adj oi ni ng E%65a9£ghel with a border (5) of the surface (3, 4).

15 15. A plate-shaped element according to claim 12, 13 or 14,
characterized in that the feet (10) are designed with
recessed or depressed regions (19) on their facing-away

surfaces connected with the surface (4) .

20 16. A plate-shaped element according to any one of claims
12 to 15, characterized in that a plurality of feet (10)
are arranged in relatively perpendicular lines and columns

in a manner known per se.

25 17. A plate-shaped element according to any one of claims
12 to 16, characterized in that the feet (10) are likewise
covered or sheathed by a plastic sheet (7), and that the
connection with the plastic sheet (6) covering the core (2)
is provided in the region of the side edge (8, 25) located

30 on the surface (4) comprising the adjoining feet (10) .

18. A plate-shaped element according to any one of claims

12 to 17, characterized in that the core (2), on its



- 28 - surface (3) facing away fromthe feet (10), is forned wth at | east
one depression or recess (18) adapted to the object to be supported. 5 19.
A pl at e-shaped el enent according to any one of clainms 1 to 18,
characterized in that the core (2) is fornmed with guiding grooves or
recesses (20), in particular for receiving fixing elements. 10 20. A

pl at e- shaped el enent according to any- @t of clains 1 to 19, characterized
in that the sheet(s) (6, 7) is/are forned with different thickness(es)

and/ or sevgnak,Layer$ irAc3ubr e@igns dok)ehelSrdds fLoef hod formprodtiehng a
pl at e- shaped el enent (1) for supporting or carrying an object, including a
core (2) o&tfoemst plast i dehaesagoa géﬁeﬂé#ﬁvﬁ?eéﬂghgu$%?P§%%pé¥3SEPS core
(2) being, in rticular._hal o rally, covered with a plastic sheet or film
(6, 7) of ﬂ%éﬁggn%acgenﬁngngggf 20 least on its two surfaces (3, 4),
conprising the steps: providing two heated or softened plastic sheets or
films (6, 7) covering the surface (3, 4) of the core (2 ag% m@pse

di mensifonsl@xcBell&he -aPABRS 6AETEF Tt RECSIFLRTe tP32TY) OBF e Coras(2) -

25- cl anpi ng qry seald Ng-tbe; pesi pherdlabormler ook tihe is formed with

guiding grooves or recesses (20), in particular for

receiving fixing elements.

10 20. A plate-shaped element according to any one of claims 1
to 19, characterized in that the sheet(s) (6, 7) is/are
formed with different thickness(es) and/or several layers
in subregions (14).

15 21. A method for producing a plate-shaped element (1) for
supporting or carrying an object, including a core (2) of
foamed plastic having a generally rectangular shape, said
core (2) being, in particular holohedrally, covered with a
plastic sheet or film (6, 7) of high-impact material at

20 least on its two surfaces (3, 4), comprising the steps:

- providing two heated or softened plastic sheets or
films (6, 7) covering the surface (3, 4) of the core
(2) and whose dimensions exceed the dimensions of the
surface (3, 4) of the core (2} ;

25 - clamping or sealing the peripheral borders of the

sheets (6, 7) outside the core (2);

- connecting the plastic sheets (6, 7) in the region of
a peripheral side edge (8, 25) of the core between a
surface (3, 4) of the core (2) and an adjoining

30 perivheral border (5) of the core (2);

- optionally removing sheet portions projecting beyond
the connection site (9) cn the periphery of the core;

characterized by the additional step:



sheets (6, 7) outside the core (2); connecting the plastic sheets (6, 7)
in the region of a peripheral side edge (8, 25) of the core between a
surface (3, 4) of the core (2) and an adjoi ni ng 30peri pheral border (5) of
the core (2); optionally renoving sheet portions projecting beyond the
connection site (9) on the periphery of the core; characterized by the
additional step: - 29 - evacuating theztholl ow space (22) fornmed between
the plastic sheets (6, 7) by applying a vacuum source before connecting the

pl astic sheets £6acéhtibg22heA RELhod ageerdi NP2t o felraiem s twhan acheri zed
in that heating of the sheets (6, 7) is effected to a tequrature rangi ng
bet ween 90C andP186Ei¢ci mhRRES cUifar 100 ANdPPEOENI10% 23 A Ybt KOG CS

according to clgj L oLnRlccshar agkerhzed knshhak sa (gacgym of fromO0.5 to
0.9 bar, in par?%ghﬁar %F? fo 038 bar? S épplsied.S 24. A net hod
according to claim21, 22 or 23, characterized 15 in that a vacuumis

lied f ' I h S S, . ti 2% t hod
ACeor abng £3 aly WS SraTRio] £g A uhk Hot SHTEAETR TR 8 T

di fferenti gkapragswre e Valceknx i $620 7appld esf sb@cd¢dibubar arempleata-tshaped
hol  ow nmeans (13) arranged about the periphery of the cqre (2% bet ween t he
sheets (6, TINIABLI Reeresmi A§°6r 3@l i199,° SSai HF hePrOWedds +948)¢ the
formation 9% partially overlapping edge areas in the region of the

connecti on 8) of the sheets (6, 7), 25 being progressively renpved from
the area of connection (9) between the two sheets (6, 7) imediately before

termnating_the evacuation step. 26, _A had corgdi e of

cl o ma 21 13- 28, MO AR B Th CHALTUAG Sheace COniRy arared

addi ti onal bysheat edhQiid R evasiad i H0to 0.9 bar, in particular 0.7 to
0.8 bar, is applied.

24. A method according to claim 21, 22 or 23, characterized
15 in that a vacuum is applied for a period of less than 25 s,

in particular 15 s.

25. A method according to any one of claims 21 to 24,
characterized in that a differential pressure oOr vacuum is
20 applied wvia tubular or slot-shaped hollow means (13)
arranged about the periphery of the core (2) between the
sheets (6, 7) during clamping or sealing, said hollow means
(13), for the formation of partially overlapping edge areas
in the region of the connection (9) of the sheets (6, 7),
25 being progressively removed from the area of connection (9)
between the two sheets (6, 7) immediately  before

terminating the evacuation step.

26. A method according to any one of claims 21 to 25,

30 characterized in that the sheets (6, 7) are additionally

heated during evacuating.



