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The present invention relates generally to ornamental 
sheet material and to methods of making the same. 

It is an object'of the present invention to simplify the 
art of ornamenting sheet material and articles and to re— 
duce the cost of manufacture of such ornamented sheet 
material and articles. Pursuant to this object of the 
present invention, plastic sheet material is ornamented 
by having ornamental elements secured thereto by a se 
during operation in which a minimum amount of the 
material of the ornamental element is required for the 
securing operation so as to greatly reduce the manufac 
turing cost thereof. 

- Another object of the present invention is the provision 
of a method of making an ornamented plastic sheet as 
sembly by mechanically securing ornaments to plastic 
sheet material by the application of heat externa'llyof 
said material. ' 

' Another object is the provision of a method of making 
an ornamented plastic sheet assembly by securing a pin 
ralityv of ornaments to plastic sheet material wherein the 
securement of one of the ornaments to plastic sheet ma 
terial is utilized to secure other ornaments thereto. 

- Another object is the provision of a generally improved 
method of the above character which can be practiced by 
the utilization of generally conventional apparatus. 

'- The above and other objects, features and advantages 
of the present invention will be more fully understood 
from the following description considered in connection 
with the accompanying illustrative drawings. ’ ' 

.-: Inthe drawings which illustrate the’ best modes now 
contemplated by us for carrying‘ out our invention: 

-> Fig. l is a side view of a wallet formed of ornamented 
sheet material embodying the present invention; 

. Fig. 2-is a view'similar to Fig.- 1 and illustrates a 
modi?cation in the securement of the ornament to the 
sheet material; . ‘ ' 

._..Fig. 3 .isa view similar to Fig. 1 and illustrates another 
type of ornamental assembly provided on the‘ sheet ma 
terial; . ' ' ' 

s Fig. 4 is a view similar to Fig. 3 and illustrates a modi 
?cationin the securement of the ornamental assembly to 
theplastic sheet material; 

Fig.’ 5 is'a View similar to Fig. 1 and illustrates an 
additional form of ornamental assembly secured on the 
sheet material; - ' i 

Fig. 6 is a View similar to Fig. 1 and illustrates an, 
ornamented fabric sheet material, showing a‘ portion of 
a plastic ornament partially torn along a tear edge de?ned 
therein; I I 

: Fig. 7 is a side elevational view of a press'showing an 
ornamented element and plastic sheet material positioned 
on the bed thereof preparatory to the securing operation; 

Fig. 8 is a fragmentary sectional View, on a larger 
scale, taken through the bed of the press illustrated in 
Fig. 7, and illustrates the various components ofan orna 
mental assembly in position prior to the mechanical se 
curement of,‘ the ornamental-element to ‘the sheet material; 
iFi‘g.-"9 is a view similar toFig. 8 and illustrates the 
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ornamental element secured to the sheet material and 
corresponds substantially to the fragmentary sectional 
view, on an enlarged scale, taken on the line 9'—9 ofv 
Fig. 1; ' 

Fig‘. 10 is a fragmentary elevation illustrating the re 
verse surface of the sheet material provided with the 
ornamental element of Fig. 1; 

Fig. 11 is a sectional view, on an enlarged scale, taken 
on the line 11—11 of Fig. 3; 

Fig‘. 12 is a sectional view, on an enlarged scale, taken 
on the line 12--12 of Fig. 4; 

Fig. 13 is a sectional view, on an enlarged scale, ‘taken 
on the line 13—13 of Fig. 5; ' 

Fig. 14 is a sectional view taken on the line 14-14 of 
Fig. 6 and illustrates a die used to both seal the orna 
mental element to the sheet material and to provide a 

' tear edge therein; ‘ 

Fig. 15 is a view similar to Fig. 14 and illustrates a 
portion of a die used only to seal the ornamental ele 
ment to the sheet material; and 

Fig. 16 is a view similar to Fig. 15 and illustrates a 
portion of the die used only to vprovide the tear edge. 

Referring now to the drawings in detail, and‘ in par 
ticular to Figs. 1 and 7 through 10, there is shown a 
wallet 20 formed of an ornamented plastic sheet assembly 
22. Said sheet assembly 22 comprises a sheet 24 of 
plastic material having the molded plastic ornamental ele 
ment 26 secured thereto. Said ornamental plastic sheet 
assembly is formed by securing the ornamental element 
26 through the plastic sheet material 24 by the method 
which is hereinafter described in detail. 
The apparatus 28, illustrated in Fig. 7 is utilized for 

the practice of the present invention. Said apparatus is 
conventional, in the main, and includes a head 30, mount 
ed at the end of a vertically reciprocable ram 32, and 
a stationary bed 34. It will be understood that the ram 
32 is mounted for vertical reciprocation, in any suitable 
manner, to vertically reciprocate the head 30 relative 
to its companion stationary bed 34. A die 36 is mounted, 
in any suitable manner, on the lower end of the head 
30. The die 36 has a lower planar face 38‘ which, is‘ 
adapted to’ mechanically secure the ornamental‘ element 
26 to the plastic sheet material 24, as hereinaftergde-p 
scribed in detail. The ornamental element is adapted to 'I 
be secured to the plastic ‘sheet material 24 by heat applied 
externally of said sheet material, there being provided. 
any suitable heating means 4% in the head 30, in the app‘a? 
ratus 28, for heating the die 36 to the desired opera 
ting temperature; 

' As here shown, the ornamental member 26 is provided, 
at its periphery, with a continuous row of interconnected 
spherical stud-de?ning portions 42, and inwardly of said 
studs,‘ said member is rformed of hemispherical intercom? 
nected portions 44, the adjacent spherical portions 42 be—' I 
ing interconnected with adjacent hemispherical portions" 
44, as'best illustrated in Fig. 8. ‘It will be understood 
that the ornamental element or member 26 is prefabri-~ 
cated in any suitable manner and is formed of a suitable 
thermoplastic material, such as for example and not by“ 
way of limitation,‘ asuitable‘jacetate. Thefplanar, surf} 
face 46, "defined by the‘ hemispherical portions, 42', repre-v 
sents the inner (surface of the ornamental member 26 so} 
that, at the'outer. surface thereof, as illustrated in Fig. ‘1,1 
there ‘is no indication that the portions44 differ from the ' 
portions '42, whereby to provide a uniform- or homo—_ 
geneous surface appearance” at the outer surface of the.v 
ornamental vmember 26. ' i , i 

A suitable retainer 48 is disposed on the bed 34 of the 
apparatusv 28.. ‘Said retainer is recessed, as, at 50, so as. 
to de?ne ‘a seat forvreceiving the ornamental member 26, 
with the “planar. surface'portion 46v thereof 'up];ier‘r'r1os__t_,;v 

1' is best illustrated in Figs'.'8 and 9. " The seat 501s" ofv 
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relatively shallow formation so that the major portion of 
the spherical peripheral portions or studs 42, of the 
member 26, will project upwardly of the face 52 of said 
retainer. In the illustrated embodiment, the vseat 50 is 
adapted .to support the ornamental member 26 so that 
approximately two-thirds of each spherical portion 42 
will project upwardly from the face 52 of the retainer. 

After the plastic ornamental member .26 is positioned 
in the shallow seat 50, as illustrated in 'Fig. '8, theplastic 
sheet material 24 is superposed thereon as illustrated. 
Said sheet material may be of any suitable thermoplastic 
material, for example and not by way of limitation, the 
sheet material may be formed of vinyl. An open mesh, 
foraminous or intersticed non-thermoplastic sheet ma 
terial 54, such as for example and not by way of limita 
tion,*buckram, is then superposed on the plastic sheet ma 
terial 24, to cover the area of ‘the sheet material ‘24 
over the studs 42. The heated die face 38Iis appliedto 
the surface of the foraminous fabric 54, with a parting 
agent 56 disposed between said ‘die face and the fabric 
54. The parting agent is constituted by a thin sheet of 
thermal conducting material, for example a sheet of alu 
minum foil, the latter constituting a parting agent be 
tween the die and the fabric '54 and being effective to 
conduct heat through the open mesh fabric 54 to the 
sheet material 24 and the ornamental member 26 dur 
ing the securing operation. 
With the sheet of aluminum foil 56 disposed on the 

fabric 54, the ram 32 is reciprocated in a downward di 
rection, as indicated by the arrow 58, so as to recipro 
cate the die face 38 in a downward direction into op 
erative engagement with the work mounted on the bed 
34. The engagement of the heated die face with the 
sheet of aluminum foil 56 and the underlying plastic sheet 
material 24, provides for the penetration of the pro 
jecting portion 60 of each stud portion 42 of the orna 
mental member 26 through the sheet material 24 to .form 
openings 62 through the latter. The heated die also pro— 
vides for the softening and partial ?attening of the vstud 
projecting portion 60 from the broken line condition 
thereof in Fig. 9 to upset the latter, as at 64, to overlie 
the curled portion 66 of sheet 24 which de?nes the aper 
ture 62. In addition, the thermoplastic material, of which 
the ornamental member 26 is fabricated, is softened 
sut?ciently at the stud portion 60, to ?ow into the for 
aminations or interstices in the fabric 54, as shown by the 
outline 55, of the ornamental member 26, formed at the 
upper or outer surface of the fabric 54 by the solidi?ca 
tion of the thermoplastic material, as illustrated inFig. 
10. Therefore, it will be apparent that the die 36 pro 
vides the requisite amount of heat and pressure for the 
securement of member 26 in situ on sheet 24 by the 
penetration of the projecting portions 60 of the studs 42 
of the ornamental member through the plasticsheet mem 
ber 24, and renders said projecting portion .su?iciently 
?uid so that the thermoplastic material will penetrate the 
foraminations or interstices of the open mesh sheet.ma 
terial 54 and will be upset over the curled portions 66-, as 
at the rim 64. Upon the retraction of the die 36, and 
the subsequent setting or solidi?cation of the thermoplas 
tic material in the open mesh fabric 54, the latter is se 
cured to the ?attened projectingportions 60 of the studs 
42, as best illustrated in Fig. 9 so as to constitute an ad 
hering retainer to prevent the inadvertent separation of 
the ornamental member 26 from the sheet material. ' 
member 24. However, it will be understood that under 
certain conditions the open mesh member 54 may be 
omitted so that the member 26 will be retained on the 
sheet "material member 24 solely by the mechanical se 
curement ‘constituted by the upset rims 64 formed .by 
the heatandgpressure appliedby the die 36. 

'Referring now to Fig. ’2 in detail, there is ‘shown ,a 
molded ornamental member 26A which'is similar to the 
ornamental member'26, with'the exception that the pe 
riphery of “the ornamental member .26Anot madeup 
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of a continuous row of studs 42. More speci?cally, it 
will be noted that the periphery of the ornamental mem 
ber 26A is constituted by both the spherical studs 42 and 
the hemispherical portions 44, as illustrated. The hemi 
spherical portions 44 outnumber the studs 42 so as to 
provide a considerable saving in the material of which 
the ornamental member 26A'is‘molded. The ornamental 
member 26A is secured to a'therrn'oplastic sheet‘ member 
24 in the same manner, as described in connection with 
the securement of the ornamental member .26 ‘to ‘a-plas 
tic sheet member, with the exception ‘that due "to the 
presence of both the studs 42 and the‘ hemispherical por 
tions 44 at the .periphery .of the ornamental :member 
26A, the latter is secured only at spaced points periph 
erally thereof, to the plastic sheet material 24. Said 
spaced points are the points along its periphery at which 
the ornamental member 26A is provided with the studs 
42, as illustrated in'Fig. 2. 

Referring now to Figs. 3 and 11 in detail, there is .il-' 
lustrated a wallet 68 which is provided on one wall 
thereof with a composite ornamental assembly 70. Said 
assembly comprises an ornamental open frame member 
72 which is molded from suitable thermoplastic material, 
and a layer of suitable fabric sheet material -74. The 
fabric 74 may be either a closely knit fabric or it'ma-y be 
an open mesh or loosely knit fabric. The ornamental 
assembly 70 is mechanically secured to a thermoplastic 
sheet material 75 of which the wallet 68 is formed. 
More speci?cally, the frame member 72 is provided with 
the spherical projections or studs 76 which are ‘periph 
erally spaced about the outer rim or edge 78 of theframe 
member 72. Said studs 7.6 correspond to the studs 42 
of the ornamental members 26 and 26A, previously :de 
scribed, and are adapted to penetrate the thermoplastic 
sheet member 75 and be upset thereovenas at theirim 
78 formed over the curled over portions 81'of member 
75, to provide for the mechanical securement of the 
frame 72-to the sheet material member 75. 

In effecting the securement of the assembly 7.0 to the 
sheet material member 75, the frame member 72.is.?rst 
positioned in a complementary retainer 48'with the studs 
76 projecting from the retainer, in the same manner as 
previously described in connection with ornamental mem 
ber 26. A sheet of ‘fabric material 74 is thensuperposed 
on member 72, the fabric member terminating inwardly 
of the studs 76 so as to lie within said studs, asindicated 
by the marginal periphery 84 of said fabric member, the 
thermoplastic sheet member 75 is then superposed over 
the fabric 74 so as to abut the studs 76. A parting mem 
ber 56 is then superposed over the sheet member 75 land‘ 
the press 28 is operated, as previously described. As’in 
the case of the ornamental members .26 and 26A, the 
vstuds 76 are pressed by the heated die 38 ‘from the 
broken line position thereof, in Fig. 11, to provide {the 
upset rim 78 to effect the required mechanicalsecure 
merit of the frame to the sheet material member 75, said 
securement of the frame retaining the fabric in position on 
the sheet member 75 and exposed through the opening 
85 in the frame. In addition, provisionmay be made 
for the previously described adhering member .54, which 
is of open mesh construction, so that the thermoplastic 
material when liqui?ed may ?ow into the‘interstices to 
prevent the inadvertent separation of the _studs 76 from 
the sheet material member 75, upon solidi?cation of the 
liqui?ed material. 

Referring now to Figs. 4 and 12 in detail, there is 
shown a decorative assembly 80 which_is;secured=tozthe 
‘wallet 82. The assembly 80 comprises an open frame 
member 83 molded of suitable thermoplastic :mater‘ial, 
provided on a layer 86 of textile material and fused 
through thelatter to theplastic sheet imaterial member 
88 of which the wallet 82 is.formed. The ,openiframe . 
.member 83 is provided with the studs '90 which :are' 
similar to the‘studs in the previously described embodi- ' 
ments. As .here shown, the studs 90 .V are provided :at 
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spaced intervals on the frame member 83, and project 
from the opposite surfaces thereof. The textile material 
86 may be of any conventional construction, for example 
and not by way of limitation, a woven or knitted con 
struction, the former being presently preferred. I 
The thermoplastic frame member 83 is disposed in a 

complementary retainer 48 with the portions 92 of the 
studs 90 projecting from the retainer. The textile layer 
86 is then disposed on the frame 83, it being noted that 
said layer is coextensive with the frame“ The thermo 
plastic sheet member 88 is then superposed on the textile 
or fabric layer. The frame 83 is heat sealed or fused to 
the plastic layer 88 through the use of conventional elec~ 
tronic or dielectric equipment in the head of the press, 
as illustrated and described in detail in our coperiding 
application, Serial No. 509,836, ?led May 20, 1955,. and 
assigned to the assignee hereof. In this connection, it 
will be understood that in lieu of the heating element 40 
in the press head 30 illustrated in Fig. 7, the head 30 
of the press 28 is provided with conventional dielectric 
heating equipment for the die thereof, which is of proper 
contour to press the studs 90 of the frame member 83 
against the plastic sheet material 88. More speci?cally, 
it will be understood that the lower projecting portion 
92, viewing Fig. 12, of the stud 90 is fused or heat 
sealed to the underlying plastic sheet material 88 by the 
press. This bonding or fusing of the thermoplastic 
frame member 83 to the plastic sheet material 88 is 
effected when plastic material from each of the frame 
member and the plastic sheet material member ?ow 
through the interstices of the textile layer 86, as indicated 
at 94, so as to effect a fusion of the frame member to 
the underlying plastic sheet material member 88, at 
each of the spaced studs 90, through the textile material 
86. The securement of the frame member 83 to the 
plastic sheet material 88 at spaced intervals along said 
frame member results in the securement of the textile 
member 86 in position therebetween with the latter 
exposed through the frame opening 89. 

Referring now to Figs. 5 and 13 in detail, there is il 
lustrated a wallet 96 which is provided with an orna 
mental assembly 98 having a textile or fabric layer 100 
formed of tightly woven material or material which is 
relatively thin and ?ne, for example and not by way of 
limitation, said material may be silk or satin. In addi 
tion to the textile layer 100, the ornamental assembly 
98 also includes an open frame 102 provided. with the 
spherical portions or studs 104, at spaced intervals on 
the inner or lower surface thereof, viewing Fig. 13, and 
a backing or ?ller member 106, preferably formed of 
cardboard or similar material, which underlies the fabric 
layer 100 and which provides a ?rm backing therefor. 
Both the textile layer 100 and the cardboard backing. 
layer 106 are each provided with preformed apertures 
108 and 110, respectively, whichregister with the pro 
jecting studs 104 on the frame member 102. In ef 
fecting the securement of the ornamental assembly 98 
on the material member 112, of which the wallet 96 is‘ 
formed, a press, such as press 28, having a properly 
contoured die for the frame member 102 is utilized, 
said die beingheated by a heating element, such as 40. 
The frame 102 is disposed in a complementary retainer 
48 with the studs 104 projecting therefrom. The fabric 
or textile layer 100, which is coextensive with the frame, 
is disposed thereon with the studs 104 projectingthrough 
the apertures 108 in layer 100. The backing member 
106, which is coextensive with the layer 100, is super 
posed on the latter with the studs 104 projecting through 
the apertures 110 therein. The thermoplastic sheet ma 
terial member 112 is thensuperposed over the backing 
member 106, in abutment with the studs 104. A parting 
member 56 is superposed on the plastic sheet member 
112. As in the case of the embodiments previously de 
scribed in connection with Figs. 8, 9 and 11, the press 
operates to force the studs 104, which project through 
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the aligned apertures 108 and 110‘ of the fabric layer 
100, and the backing member 106, respectively, through 
the plastic sheet material 112 ‘to form the openings 114 
in the latter; The studs are deformed from [the broken 
line position thereof, under the, pressure and the heat, 
to form a peripheral 116 which overlies the curled 
portion 118, of the sheet material member 112 which 
de?nes the opening 114, in the same manner as pre-v 
viously described. The rim 116, overlying the curled 
portion 118 forms a mechanical securement of the frame 
member 102 to the sheet material 12 through the textile 
layer. 100 and the backing layer 106. If additional 
securement is desired, an adhering member 54, as pre 
viously described, is superposed on the plastic sheet 
material member 112 before the press head is moved 
down, and the plastic material of the studs 104 ?owing 
into the interstices of the adhering member 54 serves 
to provide for said additional securement. However, it 
will be understood, that the adhering layer 54 may be 
dispensed with where the mechanical securement of the 
frame membe 98 at the spaced studs 104, to the plastic 
sheet material member 112 is sufficient. 

Referring now to Figs. 6 and 14 in detail, there is 
shown a 'wallet 120 which is formed of fabric or textile 
sheet material 122 on which there is provided an orna 
mental element 124. In the present embodiment the 
ornamental element is a substantially rectangular member 
124, formed of thermoplastic material and provided ad 
jacent the marginal edges thereof with the spaced spheri 
cal portions or studs 126 which are similar to the studs 
90 in Fig. 12. In securing the ornamental member 124 
to the fabric base member 122, the fabric member is 
interposed or sandwiched between the ornamental mem 
ber 124 and a sheet of thermoplastic material 128 which 
constitutes a retainer for the ornamental member 124. 
As in the case of the embodiment illustrated in Figs. 4 
and 12, the ornamental member 124 is fused to the 
plastic retainer 128 through the use of conventional di 
electric heating equipment so that the plastic material 
of both the ornamental member 124 and the retainer 
member 128 will ?ow into the interstices of the fabric 
base material 122, as at 130, to heat seal or fuse the 
member 124 to the member 128 at the various studs 
126. However, in the present embodiment, as fully 
illustrated and described in our previously identi?ed co 
pending application, provision is made for a die 132 in 
the dielectric heating apparatus which has a planar die. 
face 134 properly contoured to press the studs 126 
against the plastic retainer member 128 to provide the 
desired heat sealing or fusing thereof, the die being addi 
tionally provided with a cutting edge 136. Said cutting 
edge provides a tear edge 138, inwardly of the pe 
ripheral edge 140 of the ornamental member 124, and 
inwardly of the studs 126, whereby the portion 142 of 
the member 124, within the tear edge 138, may be readily 
removed or torn therefrom, as illustrated in Fig. 6, to 
reveal the underlying textile base material 122 through 
the aperture de?ned in the member 124 by the removed 
material. 

While Fig. 14 illustrates the securement of the orna 
mental member 124 to the fabric base 122, and the forma 
tion of the tear edge 138 in the ornamental member in 
one operation, the sealing operation and formation of the 
tear edge may be accomplished, if desired in two sep 
arate operations, as illustrated in Figs. 15 and 16. As 
illustrated in Fig. 15, the dielectric heating apparatus is 
provided with a die 143 which is of proper contour to 
effect the fusing of the studs 126 to the plastic retainer 
member'128, as described in connection with Fig. 14. 
Thereafter, the textile base material provided'with the 
ornamental member 124 may be transferred to another 
press of conventional construction, having a die 144 pro 
vided with a cutting edge 146 to de?ne the previously 
described tear edge 138, about the portion 142. When 
the portion 142 is torn or removed from the remainder 
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of the ornamented member 124 there is provided an open 
frame which is similar to the frame 84 in Fig. 4. 
The present application is a continuation-in-part of 

our co-pending application, Serial No. 471,046, ?led No 
veniber 24, 1954, now Patent No. 2,723,477, dated No— 
vember 15, 1955 and assigned to the assignee hereof. 
Certain features described and shown herein are claimed 
in our previously identi?ed copending application, Serial 
No. 509,836, now Patent No. 2,729,009, dated January 
3, 1956, and in our copending application, Serial No. 
490,869, ?led February 28, 1955, now Patent No. 2,729, 
010, dated January 3, 1956 and assigned to the assignee 
hereof. 

Certain features shown or described but not claimed 
herein vare claimed in our divisional application Serial 
No. 764,349, ?led September 30, 1958. 
While we have shown and described the preferred em 

bodiments of our invention, it will be understood that 
various changes may be made in the idea or principles 
of the invention within the scope of the appended claims. 
Having thus described our invention, what we claim 

and desire to secure by Letters Patent is: 
1. Ornamental material comprising a layer of thermo 

plastic sheet material and an ornamental member super 
posed thereon, said ornamental member having a main 
body portion and portions of thermoplastic material in 
?xed relation thereto and projecting rearwardly there 
from, said main body portion being disposed at the front 
of said layer, and said projecting, portions being secured 
to said thermoplastic layer by extension therethrough in 
self made openings formed in said layer, the outer ends 
of said projections being upset in situ at the back of said 
layer forming portions overlying the said layer at the 
back thereof adjacent said openings, respectively, and a 
layer of reticulated sheet material at the back of said 
?rst mentioned layer, the material at the outer ends of 
said projections being fused in the interstices of said 
reticulated layer. 

2. Ornamented material comprising a base member 
formed of thermoplatsic sheet material and an orna 
mental member secured in position on a surface of said 
base member, the periphery of said ornamental member 
being de?ned by a continuous row of stud-de?ning por 
tions formed of thermoplastic material which project 
from a surface thereof, said studs being secured to said 
base member by extension 'therethrough in self made 
openings formed in said base ‘member and being upset 
over the other surface of said base member to provide 
for’the mechanical securement of said ornamental mem 
her to said base member, and a layer of reticulated sheet 
material at said other surface of said base member, the 
material at the outer ends of said studs being fused in 
the interstices of said reticulated layer. 

'3. Ornamented material comprising a base member 
formed of thermoplastic sheet material and an orna 
mental member secured in position on a surface of said 
base member, the periphery of said ornamental member 
being de?ned by spaced spherical stud-de?ning portions 
formed of thermoplastic material and by hemispherical 
portions extending between said spherical portions to 
provide a homogeneous periphery at one surface of said 
ornamental member, the other surface of said orna 
mental member being contiguous to said base surface, 
said studs being secured to said base member by exten 
sion therethrough in self made openings formed in said 
base member and being upset over the other surface of 
said ‘base member'to provide for the mechanical secure 
ment of said ornamental member to said base member, 
and a layer of reticulated sheet material at said other 
surface ‘of said base member, the material at the outer 
ends of said studs being fused in the interstices of said 
reticulated layer. 
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4. A method of making an ornamented sheet assembly 
comprising the steps of providing an ornament formed 
of thermoplastic material and having projecting means 
formed thereon, superposing thermoplastic sheet ma 
terial relativeto said projecting means, providing an addi 
tional layer of sheet material at at least one surface ofv 
?rst mentioned sheet material, and thereafter providing 
heat and pressure to permit said projecting means to be 
softened ‘and then solidi?ed in situ on said sheet material 
for securing said ornamental member in position thereon. 
and for securing said additional layer to said one surface. 

5. A method of making an ornamented sheet assembly 
comprising the steps of providing an ornament formed 
of thermoplastic material and having projecting means 
formed thereon, superposing thermoplastic sheet material 
relative to said projecting means, superposing a non 
thermoplastic intersticed member on said sheetmateriaL 
and thereafter applying heat and pressure externally of 
said intersticed member to provide for the penetration 
of said sheet material by said projecting means and for 
the upsetting of the softened materialof said projecting 
meansover said sheet material, and for the penetration 
of said softened material into the interstices of said inter 
sticed member, whereby to form a mechanical secure 
ment between said ornament and said sheet material 
upon 'the solidi?cation of the materialof said projecting 
means, ‘which securement is retained against inadvertent 
disengagement by the solidi?cation of said softened ma— 
terial in the intersticed member. ’ 

6. Ornamented sheet material, comprising a layerof 
sheet material and an ornamental member secured in 
position forwardly thereof, said ornamental member hav 
ing a main 'body portion disposed forwardly of said layer 
and portions in ?xed relation thereto and projecting rear 
wardly therefrom, said projecting portions being formed 
of thermoplastic material and self secured by heat fusion 
thereof in situin relation to said layer of sheet material, 
and an additional layer of sheet material ?xed in position 
at at least one surface .of said ?rst mentioned layer'by 
said securement of said projecting portions to said ?rst 
mentioned layer. 

7. Ornamented sheet material, comprising a layer of 
sheet material and an ornamental member secured in 
position forwardly thereof, said ornamental member hav 
ing a main body portion disposed forwardly of said 
layer and portions in ?xed relation thereto and projecting 
rearwardly therefrom, said projecting portions being 
formed of thermoplastic material and self secured ‘by 
heat fusion thereof in situ in relation to said layer of 
sheet material, and an additional layer of sheet material 
?xed in position at one surface of'said ?rst mentioned 
layer by said securement of said projecting portions 'to 
said ‘?rst mentioned layer, said projecting portions ex 
tending through self made openings in said ?rst men 
tioned layer, and said additional vlayer being disposed 
rearwardly of said ?rst mentioned layer and being pro 
vided with interstices in which the material of said pro 
jecting portions is fused. 
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