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UNITED STATES 

Re. 20,694 

PATENT OFFICE 
20,694 

METHOD OF MAKING COVERING MATERA, 
Abraham Beck Miller, Newark, De, assignor to 
The Paraffine Companies, Inc., San Francisco, 
Calif., a corporation of Delaware 

Original No. 2,027,744, dated January 14, 1936, 
Serial No. 742,288, August 31, 1934. Applica 
tion for reissue June 26, 1937, Serial No. 150,620 

14 Clains. 

My invention relates to covering materials, and 
more particularly to improvements in the decora 
tive values of such materials. 

It is among the objects of my invention to 
provide a decorative covering material having a 
grained surface of striking beauty. 
Another object of my invention is to provide 

a covering material of the character described 
which is capable of being fabricated in the form 
of a comparatively thin sheet, adapted for Such 
uses as wall-paper and other bonded surface 
coverings, and for purposes, such as wrapping 
paper, where a thin flexible sheet material of 
decorative value is desired. 
Another object of my invention is to provide a 

method of forming an inlaid design in a verythin 
Coating layer, say in the Order of .007 inch thick, 
so that a covering material may be produced 
which, including its backing sheet, is of substan 
tially paper thickness. 
Another object of my invention is to provide 

such a coating layer which may be formed to en 
body any desired pattern, or inlaid design, such 
as for example the beautiful types of inlaid pat 
tern grainings and marblings developed in the 
art of inlaid linoleum. 
Another object of my invention is to provide a 

covering material of the character described 
which is tough and pliable, and which presents a 
washable surface. 

Still another object of my invention is to pro 
vide an improved laminated covering structure 
embodying the decorative coating layer of my in 
vention. 
A further object of my invention is to provide 

a method of manufacturing the covering-material 
by a continuous process. 
The invention possesses other objects and fea 

tures of advantage, some of which, with the fore 
going, will be set forth in the following descrip 
tion of my invention. It is to be understood that 
I do not limit myself to this disclosure of species 
of my invention, as I may adopt variant embodi 
ments thereof within the scope of the claims. 

Referring to the drawings: . 
Fig. 1 is a perspective view showing a type of 

covering material embodying my invention, por 
tions of the laminated sheet being folded back to 
illustrate the construction more clearly; 

Fig. 2 is an enlarged vertical sectional view 
of the same; Figs. 3 and 4 are similar views showing modi 
fied forms of the covering material; 

Fig. 5 is a diagrammatic view illustrating the 

(C1. 41-26) 
method employed in fabricating the material 
shown in Figs, 1 and 2; 

Fig. 6 is a vertical secticnai view of the ma 
terial during a stage of tihe process, showing 
the peeling operation; 

Fig. 7 is another diagrammatic view illustrating 
a variant form of process embodying the in 
provements of my invention; and 

Fig. 8 is also a diagrammatic view, illustrating 
still another form of process. 
In terms of broad inclusion, the method of 

making the covering material embodying my in 
vention comprises preparing a sheet, preferably , 
of plastic material such as linoleum composition, 
so that it embodies the pattern character desired 
in the covering material, This sheet is then 
placed against the surface of a body, such as the 
side of another sheet, upon which the design is to 
be imparted, and a bond is formed between the 
two which exceeds the bonding force between the 
particles of the plastic sheet. The plastic sheet is 
then peeled from the body. During this peeling 
step the surface portions of the plastic sheet are 
split off and left on the surface of the body. The 
surface layer split off from the plastic sheet is 
very thin, yet there is sufficient material trans 
ferred to carry over the major elements of the 
design. 
If the design initially formed in the plastic 

sheet is inlaid, the pattern persists through the 
sheet, and repeated layers may be taken from 
the sheet before it is discarded. When the 
decorative layer so transferred is imparted di 
rectly to another sheet, the latter may comprise a 
part, such as the backing sheet, of the final cover 
ing material; or, the sheet upon which the decora 
tion is applied may be transparent, in which case 
it may form an outer layer overlying the decora 
tive layer. In either case, a coating, either trans 
parent or pigmented, is preferably applied over 
the decorative layer. m 

If desired, the decorative layer, after being ap 
plied on one sheet, may be transferred to another 
sheet, the latter comprising a part of the final 
covering material. Furthernlore, the first trans 
fer may be made to an intermediate body which 
is in the nature of a metallic drum rather than a 
sheet, and the decorative layer then transferred 
from the drum to the final sheet. 
The decorative layer as it appears in the final 

covering material is of irregular thickness, by 
virtue of the method employed in its applica 
tion, and in some places is so thin as to be 
translucent, or actually discontinuous. In other 
places the layer is heavier and opaque, and carries 
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a sufficient amount of the pigmented plastic 
composition to include the inlald striations of the 
original pattern. Preferably the layer underlying 
the decorative layer is given a background color, 
so that the ground color is visible through the 
transparent or translucent areas of the decora- . 
tive layer. 
In greater detail, and referring particularly 

to Figs. 1 and 2, a type of covering material em 
bodying the improvements of my invention is 
shown as comprising an overlying transparent 
sheet 2 of a tough, flexible material, such as 
Cellophane. This well known material is a lus 
trous, non-fibrous transparent regenerated cel 
lulose sheeting. . It is understood, however, that 
other suitable materials may be employed in 
this layer, the chief requirement being that it 
be transparent, although considerable latitude 
is allowed even in this qualification. It is un 
necessary that the sheet be clearly transparent. 
It might merely be translucent. By the term 
"transparent', therefore, I mean to include all 
degrees of transparency, from clear transpar 
ency to translucency. Coated on the under sur 
face of the transparent sheet 2 is a decorative 
layer 3. This layer is pigmented and carries 
the design configuration, and is preferably of an 
initially plastic material, such as linoleum com 
position. The colored components making up the 
pattern, or grainings, in the decorative layer 3 
are preferably inlaid in the layer, in the same 
sense that the colored components of linoleum 
composition are inlaid in what is known as the 
"inlaid" type of linoleum. The inlaid pattern 
grainings, such as the beautiful marblings de 
veloped in the art of inlaid linoleum, are pref 
erably employed in the decorative coating 8 of my 
present covering material. 
The decorative coating in my material is 

comparatively thin, preferably, averaging about 
007 inch thick. It will also be noted that the 
layer. 3 is of irregular thickness, and in some 
places is so thin as to be translucent, or actually 
discontinuous. In other places the layer is 
heavier and opaque. While I have mentioned 
linoleum composition as being a suitable mate 
rial for use in the decorative layer 3, it is under 
stood that other materials may be used. This 
will be appreciated more clearly as the method, 
by which the coating layer 3 is applied, is de veloped. . 
As best shown in Fig. 2, the transparent sheet 

2, carrying the decorative coating 3, is bonded 
to a base 4 by means of an adhesive layer 6. The 
adhesive layer 6 may be transparent, or it may 
contain a pigment. If colored, the layer 6 is 
preferably of background coloration, so that the 
ground color will be visible through the trans 
parent or translucent areas of the decorative 
layer 3. The background may be of a plain 
color or of a design configuration. Of course the 
adhesive layer 6 may be transparent, and the 
background coloration provided by the base 4. 
The base 4 may be in the form of a sheet, and 
may be of any suitable material, such as paper, 
cloth or fiberboard. On the other hand, the base 
4 may be in the nature of a prefabricated ob 
ject, such as a container, piece of furniture, or 
the like. 
The type of adhesive employed in the layer 6 

is subject to variation within wide limits. A 
cement of the thermoplastic type is preferably 
used. Ordinary rosin suitably plasticized, and 
either deposited from solution or applied hot to 
the base by means of a scraper or roller, is a 
suitable adhesive. Gium-like, natural or syn 

a0,004 
thetic resins may be used without a plasticizer. 
Ordinary linoleum cement may be used, as may 
other oil-resin combinations, The vegetable and 
animal glues may also be used. If ari asphalt 
adhesive: is used its natural black color will pro 
vide a dark background, when such is desired. 
As also best shown in Fig. 2, the upper surface 
of the Cellophane sheet 2 is provided with a sur 
face coating. This outer coating is of a trans 
parent waterproof material, such as lacquer, so 
that the covering is rendered washable, a fea 
ture which is highly desirable. Of course the 
coating may be omitted where the transparent 
layer 2 has been preprocessed so as to render it 
waterproof, as in the case of waterproof Cello phane. 
The method of forming the thin decorative 

layer 3 on the Cellophane sheet 2 is illustrated in 
Fig. 6. The first step is to prepare a sheet 8 of 
plastic material, such as uncured linoleum com 
position. This sheet carries the design desired in 
the decorative layer 3, and is preferably a sheet 
of unmatured inlaid linoleum. Many beautiful 
types of inlaid pattern grainings and marblings 
have been developed in the art of inlaid linoleum, 
and are available for the purpose I employ the 
linoleum composition in my improved covering 
material. The plastic sheet E is placed against 
the sheet 2 and a bond formed between these 
bodies which exceeds the binding force between 
the particles of the plastic linoleum composition 
in the sheet . 

I have formed such a bond by placing the sheets 
under pressure and subjecting them to a ten 
perature of about 200 F. for about five seconds, 
After the bond has been formed the plastic sheet 
B is peeled from the sheet 2 being decorated. 
During this peeling operation the surface por 
tions of the plastic sheev are split of and re 
tained on the sheet 2 in a more or less continu 
ous layer. This layer is very thin, being on an 
average of about .007 inch thick, but contains 
sufficient material to carry over the major eler 
ments of the design existing in the sheet . By 
reason of the fact that the design is inlaid in the 
sheet 8, and for that reason persists through the 
thickness of the sheet, repeated transfers can 
be made from the same sheet. 
sheet begins to lose beauty, however, it is sent 
back to be reworked into a new sheet. 
A pleasing texture may be imparted to thena 

terial if the sheet 2 is placed against a roughened 
surface when in the press. A convenient way of 
effecting this roughening is by interposing a sheet 
of fabric, such as 4 oz. Ozenburg cloth, between 
the press and the sheet 2. Of course any other 
means for providing a roughened surface may be 
employed. It is, to be understood that other 
means, such as an independent adhesive, may be 
employed for effecting the bond between the 
plastic sheet 8 and the sheet 2 being decorated. . 
The application of heat and pressure is preferred, 
however, because it utilizes the inherent adhesive 
properties of the material. It is also understood 
that plastic design carrying materials, other than 
linoleum composition, may be employed in the 
sheet 8. For example, plastic sheets of asphalt, 
rubber or synthetic resin compositions inay be 
employed. (i. 

... The method of making, the laminated covering 
material shown in Figs. 1 and 2 is illustrated dia 
grammatically in Fig. 5. The Cellophane sheet 2 
and plastic design carrying sheet 8 are fed to 
gether between a heated drum 9 and pressure 
belt ... After emerging from this heat press the 

After a given 
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united sheets are fed forwardly, and promptly 
after leaving the press, and while the plastic . 
sheet is still warm the latter is peeled from the 
Cellophane sheet. Subsequent to this peeling Op 
eration the Cellophane sheet, now carrying its 
decorative coating, is passed between a pair of 
pressure rolls 2 together with the base sheet 4 
which had previously had an adhesive coating 
applied on its upper surface by a suitable device 
3, After this laminating operation the composite 
sheet passes under a coating device and re 
celves the surface coating on its upper surface. 
By this method a continuous process of manu 
facturing the covering material is provided. 

Instead of the composite covering structure 
shown in Fig. 2, a marketable covering comprising 
the first three layers 7, 2 and 3, or even the layers 
2 and 3 alone, may be provided. In this case the 
purchaser may cencnt the rateria on any suit 
able base to build up the complete structure. The 
covering material may also be manufactuired in 
the form shown in Fig. 3. In this case the backing 
for the sheet merely comprises a layer S of suit 
able material, such as paint. The pigment in this 
paint layer therefore provides the background. 
color as did the pigment in the adhesive layer 6. 
of the structure shown in Fig. 2. 

Still another form of material is shown in Fig. 
4. In this case the decorative layer is formed 
directly on a base sheet B, such as paper. In 
the process of making this type of covering ma 
terial the paper base sheet T is bonded with the 
plastic sheet, so that when the plastic sheet is 
peeled off the material split off is left on the base 
sheet. The color of the paper comprising the 
base sheet may be employed for the background 
color, or the sheet may be given a surface coor 
ing before the decorative layer is applied. A 
surface coating 9 of suitable waterproof mate 
rial, such as lacquer, is preferabiy provided to 
form a Washable covering material. As illustrated 
in Fig. 4, the surface coating 9 tends to follow 
Somewhat the surface contour of the irregular 
layer f7. This irregularity of surface tends to 
promote rather than detract from the beauty of 
the covering material. While the enlarged view 
shown in Fig. 4 gives the impression of material 
thickness, it is to be understood that the actual 
covering material does not exceed ordinary writ 
ing paper thickness. This type of covering pro 
vides an ideal wall-paper. 

Fig. 7 illustrates diagrammatically a variant 
form of method embodying the improvements of 
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my invention. In this method a temporary trans 
fer sheet 2 of any suitable material, such as 
Cellophane, is bonded to a plastic sheet 22, such 
as linoleum composition, by pressing the two to 
gether in a suitable heat press 23, following which 
the linoleum conposition is peeled from the Cello 
phane sheet, leaving a portion of the composi 
tion on the latter sheet. These steps of the proc 
CSS are Similar to those of the method described 
in connection with Fig. 5. After the first peeling 
operation the Cellophane sheet 2 carrying the 
decorative coating is pressed against another 
sheet 24 in a second press 26. The latter sheet 
comprises a part, such as the base sheet, of the 
final covering, and may be of any suitable mate 
rial, such as paper. 

Prior to entering the press 26, the sheet 24 is 
preferably given an adhesive coating by a suit 
able device 2. The purpose of this adhesive is 
to provide a stronger bond With the decorative 
coating on the Cellophane sheet than that ex 
isting between the decorative layer and the Cello 

phane. Any suitable adhesive may be used, such 
as an oleo-resinous composition, or a vegetable 
or animal glue. After the sheets have been 
pressed together in the press 26 the Cellophane 
sheet 2 is peeled from the base sheet 24, leaving 
the decorative coating on the latter sheet. 

In order to assist in this transfer of the decora 
tive coating from the Cellophane sheet to the 
base sheet, means are preferably provided for 
looscning the bond between the decorative coat 
ing and the Cellophane sheet. A convenient Way 
of doing this is to provide a suitable device 28 
for moistening the Cellophane. The application 
of heat, or the use of solvents, may be employed 
to effect the loosening, depending upon the char 
acter of the sheets and the type of adhesive used. 
In this process it will be noted that the Cello 
phane sheet 2 does not comprise a part of the 
final covering material, but merely operates as a 
carrier or transfer sheet during the process. The 
double transfer process just described is impor 
tant because the final decorative coating has a 
character different from that of the original pick 
off, and enables making a product of the type of 
Fig. 4 with a smoother surface on layer when 
Such is desirable. This change comes about due 
to the second pressing operation and the subse 
quent transfer from one sheet to another. 
A variation of the above process is illustrated 

diagrammatically in Fig. 8, in which the decora 
tive layer of plastic composition is transferred by 
a drum 3 instead of by an intermediate sheet. 
The plastic sheet 32 is shown pressed against the 
heated drum 3 by a suitable pressure belt 32. 
After passing between the drum and belt the 
plastic sheet is peeled from the drun, leaving 
thereon a thin layer of the plastic composition. 
After the plastic sheet 32 has been peeled off, 
a second sheet 34, having greater adhesive prop 
erties than the transfer drum is fed into engage 
ment with the coated drum and pressed there 
against by a second pressure belt 36. As the 
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sheet 34 leaves the transfer drum 3 it carries 
with it the layer of plastic composition which had 
been picked off from the parent sheet 32 by the 
drun. The sheet 34 upon which the decorative 
coating is finally deposited may be of any suitable 
material, such as paper, and may be treated, prior 
to its contact with the drun, with a suitable ce 
mentitious material to promote its adhesive prop 
erties. 

cairn: 
1. The steps in the method of making a cov 

ering material which comprise placing a pre 
formed sheet against the surface of a body, form 
ing a bond between the sheet and body which 
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exceeds the bonding between the particles of the 
sheet, and then peeling the sheet from the body 
so that surface portions comprising an integral 
part of the sheet are split off and retained on 
the surface of said body. 

2. The steps in the method of making a cover 
ing material which comprise placing a preformed 
plastic sheet against the surface of a body, ap 
plying heat and pressure to form a bond between 
the sheet and body which exceeds the bonding 
between the particles of the sheet, and then peel 
ing the sheet from the body so that surface por 
tions comprising an integral part of the sheet are 
split off and retained on the surface of said body. 

3. The steps in the method of making a cover 
ing material which comprise placing a preformed 
plastic sheet against the roughened surface of a 
body, applying heat and pressure to form a bond 
between the sheet and body which exceeds the 
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4. 
bonding between the particles of the sheet, and 
then peeling the sheet from the body so that sur-. 
face portions comprising an integral part of the 
sheet are split off and retained on the surface of 
said body. 

4. The steps in the method of making a cover 
ing material which comprise placing a preformed 
plastic sheet embodying an inlaid design against 
the surface of a body, applying heat and pressure 
to form a bond between the sheet and body which 
exceeds the bonding between the particles of the 
sheet, and then peeling the sheet fron the body 
so that surface portions comprising an integral 
part of the sheet are split of and retained on 
the surface of said body. 

5. The steps in the method of making a cover 
ing material which comprise placing a preformed 
sheet against the surface of a body, forming a 
bond between the sheet and body which exceeds 
the bonding between the particles of the sheet, 
then peeling the sheet from the body so that 
surface portions comprising an integral part of 
the sheet are split off and retained on the star 
face of said body, placing another sheet against 
said body, forming a bond between the latter. 
sheet and Said portions of the first siheet which 
exceeds the bonding between said portions and 
the body, aid then stripping the second men 
tioned sheet from the body' to transfer the por 
tions of the first sheet to said second inerationed sheet. 

6. The method of forning a decorative coat 
ing on a sheet, which cornprises placing a pre 
formed piastic sheet embodying an initid design 
against the sheet to be decorated, ferring as 
bond between the sheets which exceeds that re 
tween the particles of the plastic'sleet, and the 
peeling the plastic sheet from the one being dieco 
rated so that surface portions of the plastic sheet 
are Split off aid retained on the surface of the 
sheet being decorated to impart thereto a pai. 
tern characterizing the design inlaid in the plas 
tic sheet. 

7. The steps in the method of making a cover 
ing material, which comprise placing a sheet of 
uncured linoleum against the surface of a body, 
pressing the inoleum against the body to form 
a boad therebetween which exceeds the bording 
etween the particles of linoleuria composition, 
as then peeling the sheet from the body so titat 
a strface fin of linoleun is split off and retained 
as a coating on the surface of the body. 

8, he method of forming a decoration on a 
surface, which comprises applying a pigmented 
decorative substance to one side of a carrier sheet 
composed of Cellophane, laminating said one. 
side of the carrier sheet to a surface to be deco 
rated, treating the other side of said carrier sheet 
with water to weaken the bond between the car 
rier sheet and decorative substance, and peeling 
the carrier sheet from said surface to effect a 
transfer of Said Substance thereto. 

9. The method of forming a decoration on a 
sheet of paper, which comprises applying a de 
sign of a pigmented decorative substance to one 
side of a carrier sheet composed of Celiophane, 

20,694 
laminating said one side of the carrier sheet to a 
sheet of paper by a pigmented coating of an ad 
hesive substance, wetting the other side of said 
carrier sheet, and peeling the wet carrier sheet 
from said paper to effect a transfer of said deco 
rative substance and adhesive substance thereto. 

i0. The method of forming a decoration on a 
surface, which comprises applying a decorative 
substance to one side of a carrier sheet composed 
of Cellophane, laminating said one side of the 
carrier sheet to a surface to be decorated, treat 
ing the opposite side of said carrier sheet with 
a fluid which will weaken the bond between the 
carrier sheet and said decorative substance, and 
peeling the carrier sheet from said Surface to 
effect a transfer of said decorative substance thereto. 

11. The method of forming a decoration on a 
sheet of paper, which comprises contacting one 
side of a carrier sheet composed of Celiophane 
with a surface having disposed thereCra a decora 
tive. substance in the form of a design, remov 
ing said carrier sheet from contact with said 
surface to effect a transfer of said decorative sub 
stance to said carrier sheet, janirating said one 
side of the carrier sheet and said decorative sub 
stance to a fibrous material to be decorated by 
a pigmented adhesive coating, wetting the other 
side of said carrier sheet, and peeling the Wet . 
carrier sheet from said fibrous material to effect 
a transfer of said decorative sistance and &d- hesive coating thereto. 

2. The method of forning 3 decorative coat 
ing on s sheet, writich comparises placing a gree 
forated sheet against the surface (if a body, forgia 
ing a bond between this sheet a cody willic 
exceeds the bonding betwee: a tie Srticias of the 
sheet, pulling the sheet front title body so that 
surface portions comprising gsa is tegral part of 
the sheet are split of and retailed or the sure 
face of the body, laminating said body to a sur 
face to be decorated by an adhesive coating, and 
pulling said body from said stirface and said par 
ticles to effect a transfer of the atter to said 
surface. 

13. the method of decorating a Surface, which 
comprises producing a laminated structure hav 
ing a surface to be decorated adhesively secured 
to a sheet of Cellophane and a design between 
said sheet of Cellophane and said surface, wet 
ting the outer portion of Said Ceilophane, and 
stripping the Cellophane froxi said 3urface to 
leave said adhesive and desigri on the atter. 

4. The method of decorating a fibros nate 
rial, which comprises producing a lastinated 5 
structure having said fibrous material adhesively 
secured to a sheet of Cellophane and a design 
between said sheet of Cellophane and said fibrous 
material, treating the outer portion of Said sheet 
of Cellophane with a fluid which will weaken 
the bond between the sheet of Cellophane and 
the fibrous material, and peeling the sheet of 
Cellophane from the fibrous materiai. 

ABRAHAM BECK MILLER. 
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