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This invention relates to the manufacture 
of imitation of mother-of- earl. 
The object of the invention is to providea 

, method of producing a substance in imita 
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tion of mother-of-pearl in which the charac 
teristic diffused sheen effects .of genuine 
mother-of-pearl are obtained, for usein the 
manufacture of various articles of commerce. 

Other objects of the invention will appear 
more fully hereinafter. - 
The invention consists substantially in the 

mode of operation, all as will be hereinafter 
more fully set forth and ?nally pointed out 
in the appended claims. " 
In my Patent No. 1,539,084, granted May 

26, 1925, on application, Serial No.'570,730, 
- ?led June 24:, 1922, I have shown, described 
and claimed a method of manufacturing 
imitation mother-of-pearl where ?sh scale 
pigment is incorporated into a sii'itable plas 
tic composition and the solvent, or the excess 
thereof. contained in the composition is then 
removed and the mass formed into a cake or 
block which block is sliced into sheets and 
the sheets blanked out. molded, die-pressed 
or otherwise fabricated into various com 
mercial products. . 
The present invention relates generally to 

the same mode of operation as set forth and 
described in my said ‘patent, and more arti 
cularly the present invention dea'ls Wit 1 the 
treatment of the mass after the incorpora 
tion herein of the pigment and the removal 
of the excess solvent therefrom. 

I do not claim hereinithe product result. 
ing from the mode-of operation hereinafter 
pointedv out and claimed, as such product 
forms the subject matter of my application, 
Ser. No. 697,715. ?led Mar. 8, 1924. ‘ 
Referring to the accompanying drawing, 

Figure l is an end view, the plunger piston 
being in section, of an extruding apparatus 
in one form thereof employed in carrying‘ 
out my present inventio . 

Fig. 2 is a longitudinal central sectional 
view on the line 2-2, Fig. 1, looking in the 
direction of the arrows. ' ‘. 

Fig. 3 is a view in section on the line 3-3 
of Fig. 2, looking in the'direction'of the 
arrows. 

Fig. 4 is a view in inclined section on the 
line 4——4, Fig. '2, looking in the direction of 
the arrows. ‘ 

Fig. 5 is a view slightly in perspective of 

the material in the form in which .it is de 
livered from the extruding apparatus. 

Fig. 6 is a View of a sheet of the extruded 
material. 

Various attempts have been made‘hereto 
fore to ‘produce a diffused sheen effect in 
pyroxylin and other plastic compounds in 
imitation of mother-of-pearl, ‘and various 
pigments have been proposed for this pur 
pose. These efforts have been directed along 
two principal lines of operation. According 
to one line of operation the pigment em 
ployed is incorporated in the plastic mass by 
kneading or otherwise, either in a mixing 
machine or during the subsequent calender 
ing operation to which the plastic material 
is subjected, then the mass is subjected to 
heat and pressure to form the same into a 
solid block which, after cooling, is she‘eted 
into sheets of ‘the desired thickness. This 
method has not been found to give the de 
sired results in that it yields a product _hav-' 
ing an inferior luster due to the fact that the 
particles of pigment are indiscriminately 
positioned within the mass of the plastic 
material without due regard to the luster 
effects to be produced. ' " 

According to another proposed method the 
plastic mass is kneaded in a mixing machine 
'or by roller compression or otherwise With 
out the incorporation of a pigment within the 
mass. The mass is formed into _'a block or 
cake by compression and heat and then is cut 
intov thin sheets, one or both of the'surfaces 
of the individual sheets is rubbed‘ over with a 
pigment suspended in a liquid, or'else' the 
pigment is applied to the surface (one or 
both) of the sheet by ?owing the same there 
over in the form of a thin ?lm. ‘The sheets 
so treated are then stacked up ‘into a pile 
which is subjected to heat and pressure to 
form the same into a block or cake. This 
block or cake is again sheeted, and the sheets 
employed in the manufacture of various arti 
cles of commerce. I ' . > . 

While this operation yields a .product 
. which is superior in luster to that of the 
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?rst line of operation referred to, neverthe- ‘ 
less‘ such product is hard, brittle and ?aky 
and cracks or breaks with slight bending, 
the breaks occurring along the lines of junc 
tion of the individual sheets owing to the' 
fact that the particles of pigment orfthe ?lm 
applied vto the surface vor surfaces of ‘the’ 
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sheets have not been thoroughly incorporat-‘ 
ed in the entire mass, but act as insulating 
layers between adjacent sheets which pre 
vent homogeneous unitin of the surfaces of 
such adjacent sheets; 
son of its brittleness or friability, is difficult 
to work up into manufactured products. 

I propose, in accordance with my present 
invention, to provide a mode of operation 
which avoids the objections noted to both 
lines of proposed effort referred to, and in 
accordance with my present invention I pro 
pose to incorporate the pigment thoroughly 
into the plastic mass, while the latter is 
maintained in a soft condition by the action 
of an excess of solvent therein, and then 
after removal of the excess solvent of the 
plastic mass, to subject the mass to a cook 
ing action under heat and pressure, and then 
to force the cooked mass, which has been 
reduced by the heat and pressure to the 
desired plasticity or ?uidity through a hot 
die which exerts an ironing. polishing or 
calendering action upon the surfaces of the 

- mass extruded through the die and while 
reduced by the heat to a softened condition, 
which action causes the pigment particles to 
be disposed in the proper and the uniform 
trend of direction to give the best or highest - 
lustrous effects. >The polished sheets thus 
produced are then stacked into a pile, with 

_ out any ‘intervening layer of insulating pig 
ment or ?lm, and the stack or pile is again 
subjected to heat and pressure to form the 

- pile into a solid block or cake which is homo 
geneous throughout. This cake then is 
sheeted into sheets for use in the manufac 
ture of various commercial products. The 
luster effects, in close resemblance to genuine 
mother-of-pearl, are produced and a prod 
uct is yielded which is capable of being 
readily and easily worked up into various 
commercial articles. 
In carrying out my invention, and in se 

curing a superior luster effect, I ?rst produce 
the celluloid composition in the usual and 
ordinary way. This mass is then thorough 
ly kneaded into a dough with an excess vof 
solvent, all dirt and extraneous matter being 
?ltered off, resulting in the production of a 
plastic mass. Into this plastic mass is then 
thoroughly incorporated a ?sh scale pigment 
sus ensi'on in a solvent which is miscible 
wit the plastic mass, such as alcohol, ace 
tone, or the like. After adding the pigment 
in this manner to the mass, said mass is 
thoroughly kneaded in a mixing machine, 
or otherwise, to thoroughly incorporate the 
pigment in and uniformly distribute the 
same through the mass. The excess of sol 
vent-contained in the mass is then removed 
in any suitable manner. This may be con 
Veniently accomplished by kneading the 
mass on warm rolls or by working ‘the same 
back and forth in_a kneading apparatus of 

T is product, by reae ‘ 
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common construction, to permit the‘evapo 
ration of the solvent. The mass wlth the 
excess of solvent removed therefrom is then 
subjected to heat and pressure until the mass 
is su?iciently cooked and reduced to a more ' 
plastic or ?uidcondition. The mass is then 
extruded under increased pressure from the 
receptacle in which it is subjected to heat 
and pressure, and through a hot die which 
delivers the materialin the form of a thin 
body or sheet, accordin to the construction 
of the die, the surface 0? which body or sheet 
becoming ironed, polished or calendered 
during the extrusion operation, causing the 
facets or surfaces of the pigment particles 
which have previously been incorporated 
into the mass, to be dis osed in uniform 
direction in the ' extrude product. These 
sheets, or sheets formed from the thin body 
obtained as a result of the extruding opera 
tion, are then stacked into a pile and the pile 
is- again subjected to heat and pressure in 
order to cause the piled sheets to unite in the 
contacting surfaces thereof into a homo 
geneous mass, cake or block. This block is 
then sheeted into sheets of the desired thick 
ness for use in the manufacture of various 
articles of commerce. 
By the extruding operation and the result 

ant disposition of the faces or facets of the 
pigment in the proper trend of uniform‘ di 
rection I am enabled, in my ?nal product, 
to secure a very superior and beautiful lus 
trous effect which is impossible of attainment 
according to the methods and operations here 
tofore proposed. Moreover, by thoroughly 
incorporating the pigment material within 
and distributing the same throughout the 
mass, I am enabled to increase the amount of 
pigment to any desired degree of density 
to attain any desired lustrous effect. \Vhere 
the pigment is not incorporated Within the 
plastic macs but is merely ?owed on to the 
surface of sheets obtained from the plastic 
mass, any increase in the amount of pigment 
results in increasing the brittleness and fri 
ability of the resulting material, when sheet 
ed, because of the resulting increase in in 
sulation between the sheets of plastic mate 
rial which the increased quantity of pigment 
produces, thereby preventing the amalgama 
tion of the surfaces of the sheets when 
pressed into a block. 
From the foregoing description it will be 

observed that the important and vital step 
of my process resides in the extruding oper 
ation, as I thereby eliminate various opera 
tions heretofore believed to be required, and 
I am enabled to produce a product which is 
far superior in lustrous effect than has been 
possible to produce heretofore in the ?nished 
product. 
In the drawing I have shown one form of 

extruding apparatuswhich is suitable for 
use in carrying out my invention. My pres 
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ent invention, however, is not'limited or con 
?ned to the particular form-of extrudin 
apparatus shown and now to be' describe , 
but in the mode of operation, and; it is un 
derstood that the process maybe equal] 

apparatus and dies. - 
In the form shown I employ a container 

shown in this instance as a cylinder 6 one 
end 'of which is open, the other end havinv 
applied thereto a head or ca v7. Disposed 
Within the cylinder 6 is a lining 8 within 
which ?ts and works a iston 9 carried by 
a piston rod 10 adaptedP to be operated by 
hydraulic or other pressure. In‘ order to 
secure the desired heat to the action of which 

plastic mass placed within the cylinder‘ 
is to be subjected, the cylinder may be heat 

A'slmple arrangement is shown for vaccom~ 
a plishingthis purpose wherein a spiral groove 
11 is cut in the exterior surface .of the lining 

' 8 and through the continuous channelv thus 
provided, is ‘circulated a suitable heating 
medium. Forlinstance,'I found hot water‘ 
or steam sut?cient for this purpose, theheat 
ing medium bein admitted to the'channel 

, 11, through supp y pipe connection .12 com 

’ so 
municating with one end of the channel 11, 
.and discharged through the discharge pipe 

'_ 00nnection'13 communicating with the op 
_ posits. end- of the channel 11. 

35 

The sp’ral 
channel- 11 encircling the lining 8 man 
times from, end to end'of ‘said linging, a - I 
fords a most e?icient heating arrangement. 

' The end vof the cylinder to which the cap 
'plate 7 is applied is provided with an open~ 
ing 14 ofsmaller diameter than that of the 
c inder'i“ Disposed over the outer end of 
t is opening 14 is a plate 15 having a series 
of openings 16 therethrough. These open 
ings are shown, in the form of apparatus 
selected to illustrate one form of means for 
carrying out the process of' my invention, 

' . as being elongated and of comparatively nar 
row area. _ In practice I have found it satis 
factory to employ openings, the longer axes 
thereof being disposed in radial relation 

' with respect to the disk or .plate' 15 and of 
so a 

65 

' ‘ forated plate 15. 

i the opening 14 in the cylinder end. Formed f 
with, or suitably secured to the plate or 
disk- 15 is a'die plug 17 which, in the par 
ticular form shown, is of cylindrical shape 
having a tapered neck 18 adjacent the per 

The plate or disk 15 is 
clamped into a- recess 19,'countersunk. into 
the end of the cylinder, by the plate or head 
7. and said plate may be adjusted into the 
desired relation with respect to the opening 

' 14 in the cylinder end and an, opening 20 
through the cap or ,plate’7. An adjusting 
set screw‘ 21 ‘is shown for securing this ad~v 
justment. Threaded into the outer face of 
the cap or plate 7 is a cylinder member 22 

' having a lining 23 formed with a spiral an 

y as well as'the die plug 17.‘ The heating me vvell carried out in ,a variety of forms of - 

‘1s tapered so as to 

ad in any vsuitable or convenient manner 

nular groove 24, similar to the spiral groove 
11 in the sleeve 8, as above described, for 
the purpose of circulati a heatingmedium 
for heating the inner sur ace of the sleeve 23, 

dium‘may-be introduced to the channel 24 
and delivered therefrom through one or 
another of the pi es or connections 25, 26. ‘ 
The opening 20 t rough the cap or plate 7 
' a proach at its‘outer edge 
the cylindrical surfiice of the die plug 17. 
This die lug extends through the lining 23 
of cylin er 22, leaving a very narrow an-_ 
nular space 27 between the interior surface 
of sleeve 23 and the exterior surface of plug 
.17. The taper 18 of die plug 17 and the ad 
]acent tapering wall of the opening 20 in 
the cap or plate 7 results ‘in constricting the 
passage from the cylinder 8 through and in 
to the die space 27. v 

_ In accordance with my invention the plas 
tic. mass having a pigment, preferably a ?sh 
scale pigment, thoroughly incorporated 
within and distributed throughout the mass 
thereof, and after the removal from said 
mass. of the excess of solvent, contained 
therein, is introduced into the cylinder 
8. The (piston 9 is then inserted through the 
open en of the cylinder and pressure ap 
plied therethrough to the mass of plastic 
material contained in the cylinder. ‘At the‘v 

» same time a heating medium is caused to " 
In practice ‘ flowthrough the channel 11. 

have found it desirable to maintain the 
mass within the heated cylinder for a period 
of several hours, say from two to three 
hours, at a temperature of about 150° F. to 
180° F., and under a pressure offrom 1000 
lbs. to 1800 lbs. 
suits in thorough y 

ino'this period the die is maintained in a 
co d condition, and by keeping the die cold 
and by reason of the narrow openings 16 in 
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er square inch. This re- ‘ 

cooking the-massin the 105 
cylinder and rendering it very plastic. Dur 

the die plate 15 and the constriction formed 11" 
by the neck of the die plug cooperating with 
the inclined wall ofthe opening 20 in the 
cap or plate 7, a sufficient resistance is 
formed to prevent the extrusion of the mass 
rom the cylinder While being subjected to 

the heat and pressure in the cooking opera 
tion. After some two or three hours of the 
cooking operation, the die is heated by . 
causing a heating medium to circulate 
through the annular groove 24, to a tem 
perature somewhat higher than'that of the. 
cylinder 8, namely, from 170° F. to'200° F 
and the pressure exerted by the piston is 
increased gradually to say. 2500 to 4000 lbs. 
per square inch. The result is that the re 
sistance offered by the cold condition of the 
'die plug‘and its associated surfaces is over 
come and the plastic vmass is forced or ex 
truded between the exterior surface of the 
die plug and the interior surface of its 
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encompassing sleeve 23. In practice I have 
found a space of approximately ‘one 
twentieth of an inch in width is suitable for 
my urposes. The extruded material is 
force from the die into the form of a con 
tinuous thin hollow cylinder. This cylinder 
as it is extruded, is cut off at suitable lengths 
and the cylinder lengths are split open and 
rolled out to form a flat sheet. These sheets 
are then stacked into a pile and the stack 
or pile subjected in a press to heat and pres 
sure to form the same into a solid homo 
geneous block or mass.‘ 1 have found a 
pressure of from 700 to 1200 lbs. per square 
inch, and a temperature in the press of from 
180° F. to 200° F. su?icient for my purposes. 
The result of this heat and pressure is to 
cause the‘ stacked-up sheets to become united 
and amalgamated into a solid homogeneous 
mass or block. This block is then sheeted 
into sheets of the desired thickness for work 
ing up into various articlesiof manufacture. 

If desired, and in order'to secure ajfde 
sirable variety of lustrous effects and sheen, 
in building up 
pile, after being produced in" the die ap 
paratus, intermediate layers or sheets may 
be cut up into i-rregularl shaped sections 
or portions which are istributed indis 
criminately throughout or over'the area of 
the sheet below it in the stack or pile. 

It will be observed that during the ex 
truding operation the trend or ‘direction of 
the facets or faces of the pigment is- ren~ 
dered uniform in the resulting thin sheets, 
as indicated at 32, and I am thus "enabled 
to secure ‘an enhanced and superior luster 
effect in the ?nal product. - T, .; a 
The extent to which the unidirectional 

trend of the pigment particles in the ‘mass is 
imparted during the extruding voperation 
controls thelustrous or sheen-effects pro 
duced in, the ?nal product, and such iuni~ 
directional trend is controlled by the rate of 
extrusion, ‘the ‘degree _' to which the die is 
heated, the character of the die surfaces and 
the area of. the'spa'cethrough which the ex 
trusion takes ' place. ‘These factors, of 
course, control the degree of polishing, iron 

' " ing or calendering imparted to the surfaces 
of the thin product which is delivered from 
the die, and one or another of these factors 
may be varied as necessity or taste may 
dictate. , 

While I have described my invention as 
applied to the manufacture of imitation 
mother-of-pearl, it is to be understood that 
the same process is equally well adapted for 
use in the manufacture of other products by 
substituting other pigments or pigment ma 
terial‘for the ?sh scale pigment. Thus, by 
using a bronze powder pigment a product is 
produced that possesses a beautiful golden. 
luster which does not tarnish, and by using 
a silver powder or an aluminum powder, a 

the sheets into ‘a stack-or 
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beautiful silver luster‘ is ‘ reduced. vI am, I 
therefore, not to be limits or restricted in 
respect-‘to the pigment employed nor to the 
product obtained. ‘ 
Having now set forth the objects and na~ 

ture of my invention, what I claim as new 
and useful and of my own invention, and 
desire to secure by Letters Patent is: 

1. In the manufacture of imitation prod 
ucts, the process which consists in incors 
porating a pigment comprising particles 
having light re 
mass of plaster material, then forming the 
mass into a thin body and disposing and 
?xing the facets or surfaces of the individ- ‘ 
ual particles of the incorporated pigment 
therein in a unidirectional trend. 

2. In the manufacture of imitation prod 
ucts, the process‘ which consists in incor 
porating1 a pigment, ‘comprising particles 
having 'ght re?ecting faces or facets into a 
mass of plastic material, then forming the 
mass into a thin body and‘ disposing the 
facets or surfaces of the particles of the in 
corporated pigment therein in a unidirec 
tional'jtrend, then stacking a plurality of 
such thin bodies ‘the one upon another and 
forming the stacked bodies into a homoge 
neous mass. ‘ . ‘ a - 

3. In the manufacture of imitation prod 
ucts, the process whichconsists in incor 
porating a pigment comprising particles 
‘having light re?ecting-faces or facets into'a 
mass of plastic material, then forming the 
mass into a thinbody vand ‘disposing the 
surfaces of particles of the incor orated 
pigment therein in a unidirectiona vtrend, 
then stacking a plurality of such thin bodies 
the one upon another and forming the 
stacked bodies into a homogeneous mass, and 
then cutting the resulting mass into sheets. 

4. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating ?sh scale pigment compris 
ing particles having light reflecting faces or 
facets into and distributing the same 
throughout a mass of plastic material, then 
forming the mass into a thin body and dis 
posing and ?xing the facets or surfaces of 
particles of pigment incorporated therein 
into uniform direction. 

5. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating ?sh scale pi ment into and 
distributing the same throughout a mass of 
plastic material, then forming the mass into 
a thin b-ody‘and disposing the facets or sur 
faces of particles of pigment incorporated 
therein into uniform direction, land then 
forming a plurality gf sucli‘thin bodies under 
heat and pressure into a homogeneous mass. 

6. In the manufacture of imitation moth 
er-of-pearl, the process which consists in 
incorporating ?sh scale pigment into and 
distributing the same throughout a mass of 

ecting faces or facets into a 
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plastic material, then forming the mass into 
a thin body and disposing facets or surfaces 
ofithe particlesv of - igment incorporated 
therein into uniform‘dlirection, then forming 
a plurality of such thin bodies under heat 
and pressure into a ‘homogeneous mass, and 
then cutting the homogeneous mass into 
sheets. ' 

7. ‘In the manufacture of imitation prod 
ucts, the process which consists in incor 
porating a . pigment comprising particles 
having light re?ecting faces or facets into 
amass of plastic material and then forcing 
the mass through a die to dispose the facets 
or surfaces of particles of the 'incor orated 
pigment into substantially uniform llght re 
?ecting position. 

8. In the manufacture of imitation prod 
ucts, the process which consists in incor 
porating a, pigment comprising > particles 
having light re?ecting faces or facets into 
a mass of plastic material and then forcing 
the mass through a die under heat and pres 
sure _to form the same into a thin body by 
forcing the same through a restricted space 
and to dispose the facets or surfaces of pig 
ment particles into position to produce a. 
variegated light re?ecting effect. 

9. In the manufacture of imitation prod-~ 
ucts, the process which consists in incor~ 

a pigment comprising particles 
ecting faces or facets into a 

mass of plastic material and then forcing 
the same through a heated die to form the 
same into a thin sheet and to dispose the 
facets or surfaces of the pigment particles 
into substantially the same directional trend. 

10. In the manufacture of imitation prod 
ucts, the prcoess which consists in incor 
porating a pigment comprising particles 
having light re?ecting faces or facets in and 
distributing the same throughout a plastic 
mass, then subjecting the mass to heat and 

' pressure to. form the same into a homogene 
ous softened mass, then forcing the softened 
mass through a heated die having arestrict 
ed exit opening to form the same into a 
thin body, and to dispose the surfaces of the, 
incorporated pigment particles 8into a sub 
stantially uniform‘ directional trend, then 
stacking a plurality of‘ such thin bodies into 
a pile and subjecting the same again to heat 
and pressure to form the pile of thin bodies 
into a substantially homogeneous block or 
mass, and ?nally cuttlng the block or mass 
into thin sheets. ' 

11. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout a 
mass of plastic material, and subjecting the 
mass to heat and pressure and disposing and 
?xing the surfaces or facets of the. pigment 
particles in portions thereof into uniform 

_ 3 

directional trend while maintained in heated 
condition. ~ - 

12. In the manufacture of ‘imitation prod 
ucts, the process which consists in incor 
porating_ a pigment comprising particles 
havlng wht re?ecting faces or facets into 
and distri uting the same throughout a mass 
of plastic material, and disposing and ?x 
mg by heat and pressure the surfaces or 
facets of particles of pigment in uniform 
trend of direction in said mass. 

13. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout 
a mass of plastic material, and then formingr 
the mass under heat and pressure into a thin 
bod to dispose and ?x the facets or surfaces 
of t e particles of pigment contained in such 
thin body in unidirectional trend. 

14. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising‘ par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout 
a mass of plastic material, then subjecting 
such mass to heat and pressure, and ?nally 
forming the heated mass ‘under increased 
pressure and continued heat into a thin body 
to dispose and fix the facets or surfaces of 

'particles of pigment into‘ unidirectional 
trend. 

15. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising par~ 
ticles having light re?ecting faces or- facets 
into ‘and distributing the same throughout 
amass of plastic material, then forming the 
mass ‘under heat_and pressure into a thin 
body to dispose facets or surfaces of the par 

. ticles of pigment contained in such thin body 
into unidirectional trend, and then stacking 
a plurality of such thin bodies into a pile 
and subjecting the pile to heat and pressure 
to form the same into a. homogeneous block 
or cake, and ?nally sheeting the resulting 
cake or block into thin sheets. " 

16. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting'faces or facets 
into and distributing the same throughout 
a mass of plastic material, then subjecting ‘ 
such mass to heat and pressure, then form 
ing the heated mass under increased res~ 
sure and continued heat into a thin lOQC y to 
dispose the facets or surfaces of particles of 
pigment into unidirectional trend, and then 
stacking a plurality of such thin bodies into 
a pile and subjecting the same to pressure 
and heat to form the same intoga homogene 
ous block or cake, and ?nally sheeting the 
block or cake into thin sheets. 

17. In the manufacture of imitation of 
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mother-of-pearl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout 
a mass of plastic material, then forming the 
mass under heat and pressure into a thin 
body to dispose the surfaces or facets of the 
particles of pigment contained in such thin 
body into unidirectional trend, then forming 
such thin body into sheets andstacking the 
same in successive layers to form a pile, one 
or more of such layers composed of small 
fragments of a sheet indiscriminately placed 
to form the layer, and then subjecting the 
pile to pressure and heat to'form the same 
into a homogeneous block or cake, and ?nal 
ly sheeting the block or cake into compara 
tively thin sheets. ‘ 

18. In. the manufacture of imitation 
mOther-of-pearI, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout a 
mass of plastic material and forcing the 
mass under pressure through a heated die of 
restricted exit area to dispose the surfaces or 
facets of the pigment particles in the mass 
into the same general direction. 

19. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout 
a mass of plastic material and forcing the 
mass under pressure through a heated die 
of restricted exit area to form the same into 
a thin body with the facets or surfaces of’ the 
pigment particles contained therein dis 
posed in unidirectional trend, forming such 
body into a stack of super osed layers there-_ 
of, and subjecting the stac to heat and pres 
»sure to form the same into a homogeneous 
mass, and ?nally sheeting such mass into 
thin sheets. 

20. In j the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 

. into and distributing the same throughout 
amass of plastic material, then subjecting 
said mass to heat and pressure, then forc 
ing the compressed and heated mass through 
a heated die of restricted exit area to dis 
pose the surfaces or facets of the‘ pigment 
particles in the mass into substantially 
the same trend of direction. ' 

21. In the manufacture of imitation 
mot-her-of-p'earl, the process which consists 
in incorporating a pigment comprising par 
ticles having light re?ecting faces or facets 
into and distributing the same throughout 
a mass of plastic material, and then forcing 
.such mass under pressure and in a heated 
condition through a restricted area to cause 
‘the light re?ecting surfaces of the facets of 
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the particles of igment material contained 
therein to be (isposed in unidirectional 
trend. - 

22. In the manufacture of imitation prod 
ucts that step which consists in disposing 
and ?xing the surfaces or facets of particles 
of pigment contained in a plastic mass in 
substantially unidirectional trend. 

23. In the manufacture of imitation prod 
ucts, that step which consists in extrud 
ing through the restricted exit opening of 
a heated die a plastic mass having incor 
porated therein a pigment composed of par‘ 
ticles with light reflecting faces or facets. 

24. In the manufacture of imitation 
mother-of-pearl, that step which consists in 
extruding by pressure a heated plastic mass 
having a pigment with light re?ecting par 
ticles incorporated therein through an exit 
opening of restricted area of a heated die. 

25. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating into a mass of plastic ma. 
terial the pigment of ?sh scales, and then 
forming the mass under an ironing pressure 
into a thin body to dispose and ?x the pig 
ment particles in unidirectional trend. 

26. In the manufacture of imitation 
mother-of-pearl, the process which consists 
in incorporating into a mass of plastic ma 
terial the pigment of ?sh scales, and then 
forming the mass under heat and an iron 
ing pressure into a thin body to dispose and 
?x the pigment particles in unidirectional 
trend... - . a . 

27. ‘In the manufacture of imitation prod 
ucts, the process which consists in incor 
porating-‘with a mass of plastic material a 
pigment having particles with light re?ect 
ing facets or surfaces, and then subjecting 
the mass to a surface rubbing or ironing 
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action to dispose and maintain the facets “ 
or surfaces of the pigment particles in the 
same general direction. 

28. Process of, manufacture of substances 
having a nacreous appearance, and the like, 
consisting in placing in suspension in a 
transparent plastic’ substance a material 
composed of corpuscles forming minute re 
?ectors, in producing a systematic orienta 
tion of said‘ corpuscles, and in immobilizing 
the latter in this orientation by the solid 
i?cation of the substance. 

29. Process 'of manufacture of substance 
having a nacreous appearance, and the like, 
consisting in miXin the pearl essence with 
a solution of- a cellu ose substance in a suit 
able solvent,-in producing a systematic ori 
entation of the brilliant corpuscles of the 
pearl essence in suspension in the mixture 
and in producing a coagulation of the said 
cellulose substance, whereby the said cor 
puscles are immobilized in the given orien— 
tation. 

30. Process of manufacture of substances 
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having a nacreous appearance, and the like, 
consisting in placing in suspension in a 
transparent plastic substance a material 
composed of corpuscles forming minute re 
?ectors, in producing in the said substance 
a suitable current or ?ow whereby the said 
re?ecting corpuscles shall be oriented in a 
systematic manner, and in immobilizing the 
said corpuscles in this orientation by the 
solidi?cation of the substance. 

31.‘ Process of manufacture of substances 
having a nacreous appearance, and the like, 
consisting in placing in suspension in a 
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transparent plastic substance a material 
composed of corpuscles forming minute re 
?ectors‘ in producing in the said substance 
a suitable current or ?ow by forcing the said 
substance through an ori?ce whereby the 
said re?ecting corpuscles shall be system~ 
atically oriented, and in immobilizing the 
said corpuscles in this orientation by the 
solidification of the substance. 
In testimony whereof I have hereunto set 

my hand on this 25th day of October A. D., 
1923. 

EDWARD F. HIGGINS. 


