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(54) Abstract Title
Fabrication of cooking appliances

(57) A cooking appliance is fabricated by assembling a bottom panel to two side panels (202, 203). A front
panel is secured to the bottom and side panels. Mounting cups (402) are attached to the oven cavity (401).
Oven cavity (401) is then fixed to side panels (202, 203) by means of the mounting cups (402) slotting into
support flanges (104). This method eliminates the need for the oven to be mounted into a chassis structure, as
exists in conventionally fabricated cooking appliances.
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Fabrication of Cooking Appliances

The present invention relates to a method of fabricating a cooking
appliance and a cooking appliance fabricated in accordance with the new
method.

A conventional approach to the fabrication of a cooking appliance is
llustrated in Figure A. A framework is constructed from components such as
elements A7, A2 and a front panel A3 is attached to said elements using
conventional metal joining techniques. The framework of elements A1, A2 etc
provides the main structural rigidity for the fabrication which is then enhanced
by the addition of panels. Thus, side panels A4 are attached to the sides of
the construction, a rear panel A5 is attached to the back of the construction,
a top panel A6 is attached to the top and a bottom panel A7 is attached to
the bottom of the construction. As previously stated, these panels enhance
the rigidity of the structure but their primary function is to improve the
aesthetic appearance of the appliarice and to provide a degree of protection
for internal components.

The front panel A3 presents a plurality of openings into which oven
cavities may be inserted. In the example shown in Figure A, the front panel
A3 includes an upper opening A7 and a lower opening A8, each configured
to receive a respective oven cavity thereby providing an enclosure for the
cooking of foodstuffs. Conventionally, the oven cavities are inserted within
openings A7, A8 after all of the panels, such as panels A4, A5 etc have been
attached to the main frame construction. It is therefore necessary to provide a
gap of sufficient size between the oven cavity housings and the surrounding
panels so that insulating materials, such as fibreglass or expanded foam,
may be located at a position to surround the oven cavities and thereby
minimise heat loss from these cavities when the oven or ovens are in use.

A problem with the type of cohstruction illustrated in Figure A is that a

relatively large number of components are required in order to achieve the
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required result. Attempts have been made to reduce the total component
count, and thereby reduce assembly times but this often results in introducing
new difficulties in terms of introducing the required level of insulation and in
terms of jeopardising the structural rigidity.

According to a first aspect of the present invention, there is provided a
method of fabricating a cooking appliance, comprising the steps of defining a
bottom panel and two side panels; fitting a front panel to said side panel;
inserting an oven cavity between said side panels; and securing said oven
cavity to said side panels.

Preferably, the bottom panel and the two side panels are defined by
cutting a metal sheet to define a metal blank of required size and folding said
blank to define said panels. The oven cavity may also be inserted between
said side panels from behind, thereby facilitating the introduction of additional
insulation.

Preferably, the oven cavity is secured to the front panel and insulating
means are fixed about said oven cavity prior to insertion from behind
between said panels.

According to a second aspect of the present invention, there is
provided a cooking appliance fabricated by defining a bottom panel and two
side panels, wherein a front panel is fitted to said side panels and an oven
cavity is inserted between said side panels, including securing means for
securing said oven cavity to said side panels.

The invention will now be described by way of example only with
reference to the following drawings.

Figure A illustrates a cooking oven fabricated in accordance with
known techniques;

Figure 1 shows a metal blank cut from a sheet of galvanised steel;

Figure 2 shows an assembly process for folding the metal blank

identified in Figure 1,
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Figure 3 shows the application of a front panel to the folded blank '
identified in Figure 2,

Figure 4 details the insertion of an oven cavity between the side
panels identified in Figure 2;

Figure 5 details an oven cavity mounting assembly of the type
identified in Figure 4;

Figure 6 details an assembly for mounting a front door to the front
panel identified in Figure 3; and

Figure 7 illustrated a complete cooking appliance assembly,
assembled in accordance with the procedures detailed in Figures 1 to 6.

A metal blank 101 is shown in Figure 1, cut from a sheet of galvanised
steel or aluminium coated steel typlcally 0.5 mm or 0.6 mm thick. The blank
has been cut by means of a computer controlled carbon dioxide laser, which
in turn may be programmed to cut blanks of differing shapes and sizes. In
addition to cutting an outline 102 of the blank, the laser is also responsible for
cutting a plurality of slots and ho]es 103, so as to provide a degree of
ventilation and to facilitate subsequént assembly.

After slots and holes 103 have been cut, a pressing operation is
performed upon the blank in order to define support flanges 104 along with
dimples 105 to provide an array of feet for resting the assembly upon an
appropriate floor when in use. :

During an assembly process, blank 101 is folded, as shown in Figure
2, to define a bottom panel 201, a first side panel 202 and a second side
panel 203, blank 101 is also folded to allow floor panel 201 to be raised
slightly above the floor level when éi,upported by feet 105, such that cooling
air may flow through ventilation holeé; 103.

A front edge 204 and a rear édge 205 of bottom panel 201 are folded
upwards to facilitate subsequent assembly. In addition, similar edges 206 of
the side panels are folded inwards,i again facilitating subsequent assembly

and enhancing the overall rigidity of the structure.
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After the bottom panel and side panels have been defined, as shown
in Figure 2, a front panel 301 is secured in place (by means of an array of
rivets) as illustrated in Figure 3. Front plate 301 includes an upper opening
302 and a lower opening 303, allowing upper and lower oven cavities to be
secured respectively. Each opening 302 and 303 requires a pair of co-
operating hinge mechanisms which, in this example, facilitate the opening of
doors about horizontal axes of rotation. For the fabrication of each hinging
mechanism, front plate 301 includes a hinge slot 304 configured to receive a
hinge arm 305. Each hinge arm 305 is retained in place by means of a spring
306, secured to a respective hole 307 in a side panel. At the end of each
hinge arm, there is provided a hinge pivot block 308, configured to hinge
about its respective hinge arm and to receive an appropriately fabricated door
assembly, as will be subsequently described with reference to Figure 6.

A rear view of the assembly shown in Figure 3 is detailed in Figure 4,
in which an oven cavity 401 is located between side panels 203 and 204.
This is facilitated by the present flexible nature of said side panels. The
mounting cups 402 are located in and slid into the support flanges 104, until
they are locked in place by the locking tooth 501, detailed in Figure 5.

The cooking appliance is fabricated by defining a bottom panel and
two side panels, fitting a front panel to said side panels, inserting an oven
cavity between said side panels and securing said oven cavity to said side
panels. The fabrication does not include the framework A1, A2 etc. of the
conventional method and so component count and assembly times are both
reduced.

The oven assembly 401 consists of the steel oven body 502 which is
clad in insulating material 503 with two mounting cups 402 attached.

Since the oven assembly is inserted between the side panels from
behind the insulating material may be thicker than that used in the
conventional method of fabrication, where thickness is limited by the size of

the openings in the front plate.



10

15

20

25

5

The mounting cups 402 are attached to the oven body 502 by a bolt 504 as
shown in Figure 5. Figure 5 also shows a support flange 104 on a side panel
202. The support flange 104 consists of two elements each of which is
approximately quadrant shaped and configured to provide a gap 505 to
accept the mounting cup flange 506.

Figure 6 shows the method of attaching a door 601 to the hinge pivot
block 308. The hinge pivot block 308 is shown fixed to the corresponding
hinge arm 305 which passes through the front plate 301. The edges of the
door consist of an extruded element 602 which has a cavity configured to
accept the hinge pivot block 308 and a slot configured to accept the hinge
arm 305. The door is therefore slid down over the hinge pivot blocks until
they are completely concealed. The door is then secured in place with a
locking key 604 which is inserted through a rectangular hole in the extruded
element 602 and into one of the two locking apertures 605 and 606 in the
hinge pivot block 308. The particular locking aperture which is used, either
605 or 606, depends on the chosen door configuration. The upper edge of
the locking key provides a stop to secure the position of the glass panel
within the door.

Back and top panels are then secured to the side panels. This
provides further rigidity to the whole structure.

The remaining assembly techniques resemble the conventional
methods.

Figure 7 shows a complete cooking appliance fitted into kitchen

furniture.
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Claims
1. A method of fabricating a cooking appliance, comprising the
steps of

defining a bottom panel and two side panels;
fitting a front panel to said side panels;
inserting an oven cavity between said side panels; and

securing said oven cavity to said side panels.

2. A method according to claim 1, wherein said bottom panel and
said two side panels are defined by cutting a metal sheet to define a metal

blank of required size and folding said blank to define said panels.

3. A method according to claim 1 or claim 2, wherein said oven

cavity is inserted between said side panels from behind.

4. A method according to any of claims 1 to 3, wherein said oven

cavity is also secured to said front panel.

5. A method according to any of claims 1 to 4, wherein insulating
means are fixed about said oven cavity prior to insertion from behind

between said side panels.

6. A method according to claim 1 or claim 2, wherein oven door
hinge mechanisms are assembled onto front and side panels before inserting

an oven cavity between said side panels

7. A cooking appliance fabricated by defining a bottom panel and
two side panels, wherein a front panel is fitted to said side panels and an

oven cavity is inserted between said side panels, including securing means
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for securing said oven cavity to said side panels.

8. A cooking appliance according to claim 7, wherein said bottom
panel and said two side panels are defined by cutting a metal sheet to define

a metal blank of required size and folding said blank to define said panels.

9. A cooking appliance according to claim 7 or claim 8, wherein

said oven cavity has been inserted between said panels from behind.

10. A cooking appliance according to any of claims 7 to 9, wherein

said oven cavity is also secured to said front panel.

11. A cooking appliance according to any of claims 7 to 4, wherein
insulating means have been fixed about said cavity prior to the insertion of

said cavity from behind between said side panels.

12. A cooking appliance according to claim 7 or claim 8, wherein
said oven door hinge mechanisms are assembled into front and side panels

before inserting an oven cavity between said side panels.

13. A method of fabricating a cooking appliance substantially as

herein described with reference to Figures 1 to 7.

14. A cooking appliance substantially as herein described with

reference to Figures 1to 7.
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