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To all whom 1t may concern:

Be it known that I, Pave E. DeExtverir,

o citizen of the United States, residing ut

New YOl‘lx;, in the eounty of New York and
State of New York, have invented new and
useful Improvements in the Manufacture of
Artificinl-Stone Structures, of which the fol-
luwing is a specification,
T'his invention comprehends s process Lo be
used in the manufacture of nu artificial stone
simulating travertin stone or marble and
adapted to be nsed especinlly for its archi-
tectural and decorative st e effect.

The embodiment of the invention may be
considered in two nspects: (A) representing
the mnethod as practised for casting separate
articles, such as coluinus, capitals, figures,
etc., later to be set in place. (1) represent-
ing the method as practised, for surfacing
and finishing structures already in place,
such as walls, cornices, el¢. ]

The first metliod embraces the npplication
of colored plastic material or ingredients,
such as Portland cemeng, plaster of DParis,
Keene’s cement, maguesite and water or other
liquid substance with or without aggregates
to an upturned negaiive form, or mold of
existing type, of wood, pluster, cement, etc.,
wherein these colored materials are so ap-
plied before the fina} set or crystallization of
the mass, in a variely of progressive steps
consecutively, as to produce in the cast or
positive taken from said mold, form, etc.,

-putomatically as a result of the progressive

steps and special application, a certair' ot vi-
ated form of texture porousness in sinuli-
tion of. a stone known os “travertin® or
“Roman travertin.”? This process has to do
mainly with producing or obtaining a sut-
face especially desirable for reproducing in
architectural and decorative effect; this

imethod of use and eflect being an innova-
‘tion. '

- The, second method involves the use of the
ahove colored materials in o certain definite
and novel manner during thoir direct appli-
cation to a wall or ceiling, or similar surface,
and before the set or crystallization is com-

lete, in order that the resulting surface may
Ea-ve a colored striated or porous surface in
simulation of travertin or IRoman travertin

texture or stone of shmilar striuted porous-

ness; this form of usc ahd effect being an
inpovation. ‘ .
The drawings iltustrate the application of

the invention simply in u schematic manner.

Figuye 1 illustrates one form of process.
Fig. 2 represents another form of process.
Iig. 3 is a perspective of a device suitable
for (in.'oduciug the veining effect on or in a
mold. '

In practising the invention under method
{A) 1 proceed as follows: I employ a mold
or negative, us 2, having the swrface or con-
tour of the article to be reproduced. '

Isolating.

(1.} The mold form or upturned surface
or negative is prepared and greased or treat-
ed with any suitable isolator to produce a
smooth surface that imparts no influence to
the nature of porosity expected ip the cast.

Veining.
(2.) A mixturé of colored cement and wu-

ter, or other liquid, or similar substance, in’

a semi-liquid state is pouved over the surfuce
of the form or mold from a reeeptacle as C,
or openings (individual or a series of nozzles
or openings that produce jets by gravity) in
such a way that if pouring is repeated back
and forth over the form surface, it will pro-
duce a series of thin lines of the mixture, in-
dicated ut 8. This can be repeated inseveral
colors. 'This is for the purpose uf produc-
ing veins of one or more cofm's ang for the

purpose of leaving smooth stripted hnes on-

the surface of the finished cast ov positive

when taken from said form. It is also fot

the purpose of providing an interpuption to

the finished effect in the degreeof porousness

to be obtained by applying the next coating.
Stippling.

(8.) Sometimes this veining is stippled
with a stiff wire brush to interrupt the vein-
ing and give n serrated edge effect to the
veins, : :

Forming pockets.

(4.) Before the materinl of step (2) has
set or hardened, a mistare of different ‘or
similarly colored cement ov similar plastic
materinl 4, with or without sand or other
aggregates, with enough water or other lig-
uid ndded to reduce the mixtwe to a semi-

dry nand fumpy consistency js distributed,

by hand or otherwise, either over the uncol-
ored swirfuce of the form or negative as left
after operation (2), or distributed more or
less evenly over the whale farm or nold until
u sufficient thickness has been lightly placed
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thereon. This is for the purpose of prevent-
ing the next coating of step (5) from en-
tirely enveloping, by gravity or seepage, the
intent of said operation (4). Coating 4 is
su applied and is of such loose lumpy corn-
sistency as to provide in the finished surface
of the cast a porous, pocket-like appearance
hetween the striated poured lines or veins 3,
described in operation (2).

Bonding.

(5.) A mixture of similarly or differently
colored cement and water or other liquid,
with or without the addition of sand or
other aggregate reduced to a semi-liquid
consistency, 1s poured or placed over the
semi-dry, lumpy layer 4 in such a quantity
and in such & way as to permit of its per-
colating or seeping through the layer 4.
This fluid cement makes a bond to fill the
voids in the loose lumpy layer 4. except for
the pockets. that forms on the surface and
serves to bind the portion of the surface
produced by operation (2) with that of the
semi-dry layer of operation (4).

Blotting and drying.

(6.) In the case of the use of Portland
{white or standard) or similar slow setting
naterials containing an aggregate which
gives the muss a heavy specific gravity, it
15 necessary to check the seepage of mate-
risl in the binding coat of step (5), which
is done by a sprinkling of dry cement 6, or
such a mixture as has been used in any of
the” previous operations, or a similar com-
bination, over the surface of operation (5).
This check is necessary for the purpose of
preventing continuing seepage or mixture
of operation (3), by gravity, from the en-
tirely surrounding semi-dry particles of
mixture laid in operation (4), and thereby
destroying the porosity or effeet desired in

“the finished surface of the cast or positive,

In the case of quicker setting material of
lesser specific gravity this operation (6) is

_ not always necessary. ’
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EBeiaforcement,

{7.) Where the foregoing material coat-
ings have not resulted in a cast or positive
of sufficient strength, an ordinafy mixture
7, of a plastic substance of the same or other

ingredients, with or withount fiber, may be'

spread over the surface formed by. opera-
tion (6) either solid to the required thick-
ness or in cross-rib formation. In this coat
may be placed reinforcements, such as steel
rods 8,-etc. This is for the purpose of pro-

viding any required-strength in’ the cast or

positive by applying this coating after the
initial set or-crystallization of previouscoats
hag taken place, thereby not disturbing the
position on the surface of the form or mold

1,212,381

of the ingredients provided by the previous
steps of the process.

In proceeding by process (B), as in the
case of walls, ceilings, etc., already erected
into position, I employ the following steps:
The " plastic materials or ingredients, such
as Portland cement, Keene's cement, mag-
nesite, plaster of Paris, or a combination
of the ingredients, are applied to walls or
ceilings, inferior or exterior, whereby the
resulting surface obtains a siriated porosity
of the nature and for the purpose of pro-
ducing a simulation or imitation of the sur-
face that obtains in Roman travertin stone
commonly known as “travertin’; the object
being to incorporate several or all of the
following steps in accordance with the de-
gree or perfection in imitation or simula-
tion required in the finished surface from
the architect’s viewpoint:

1. To a concrete, brick, metal or wood
Inth, or any similar form of construction
BB, one or two coats of plastic material or
mortar, as 10, composed of plaster of Paris,
Portland cement or Keene’s cement and sand
or aggregate, is applied and straightened to
a fair surface. - This application may be
varied in method and result; the object be-
ing to form a foundation for the steps which
follow.

2. Next, a colored mixture, as 11, com-
posed of white Portland cement, Keene’s
cement, magnesite, plaster of Paris, or simi-
lar materials, with.or without a percentage
of aggregate o1 sand added, is reduced to
a consistency of a soft paste in semi-liquid
form, by the addition of water or other
agency, and applied to the wall in that state
by means of a trowel, float or similar device
to & varying thickness, in accordance with
the depth of porosity required in the fin-
ished result. This application is immedi-
ately straightened roughly by means of a
rule or straight-edge. 0
2 is for the purpose of producing a back-
ground coating of the general color form
required, of sifficient thickness to permit
of the next operation.

3. One or several mixtures of different
colors of the foregoing ingredients, or re-
duced with water or other liguid to a soft
pasty consistency, is applied in.a series of
horizontal veins 12, of varying length, with
a narrow, long, soft brush, or other device
immersed in the one or several colored mix-
tures successively and applied to the coat-
ing 11 of operation B® above by stippling
in while the material of coat 11 is very soft.
A light horizontal trowel action is repeat-
edly applied. This is for the purpose gf pro-

viding light, horizontally striated véins or-

lines of different colors or tones of Jcolor in
the finished result. ;

4. While the foregoing coats 1 yhd 12 are

The foregoing coats
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still very soft, a sharp stipple is produced
to the full depth of couatings 11 und 12 by
means of a slender or narrow brush of stiff
bristles held horizontally and applied in a
series of alternating sharp jabs and pres-
sitre, said stippled jubs being placed stag-
gered, with varying sequence between the
colored veins 12 deseribed heretofore.

5. A light horizoutal trowel appheation
follows. This is Tor the purpose of produoe-
ing the greater porosity in texture markings
required in the finishied vesnits the form and
nature of the hristles producing o jagged
series of depressions, horizontally stristed
formation, and the trowel’s pressure redie-
ing the width of these depressions, together
with providing an undercut quality to the
stippling it wonhl not atherwise have.

6 While the 1 sbil woft, bat
mroan advers i wpproaching sel
crystatlization, w ~vuthy sertes of dahg s
applied ina hinrizoniel rofation by means of
a ostiff wire brosh enongh o penetrate tho
stirface, geudnalh hardeaing, and applied
betweer the grosar markings and veing de-
sorihed b operations B3 and B This is for
the purpose of prodocing the refinements of
texture or horizontal sirata of porous qual-
itv not provided or passible by prior oper-
ations described.

7. The surface misture 11, with its added
veining misture 12, is now finished by the
application of vigorous troweling. This s
for the purpose of ceimoving all imperfee-
tions, or unevenness thai may acerue during
operations 132 B3 BY B B and BB, and to
leave a straight smooth surface of ditferent
color tones produced by the variegated
striated veins and the shadows of the de-
pressions, such are chavacteristic of
Roman travertin or stone commonly known
as “travertin’.

8. In such moldings, cornices, panel mold-
ings, or forng of ornumentation as may re-
quire it, the same methods are applied in
forming the same as described in operations
B, B*, B4, B¢, B® and B’ except that fol-
lowing the last step a knife mold that has
the form or outline of the object regnired
will - used in addition to the forégoing
methoo s of Bz, B, B, B° B® and B” and
run over the surface of the object its full
length to retain perfection of contour.

Having thus described my invention, what
1 ~im”and desire to secure by Letters Pat-
¢n. AS——’/

1. A process for the muanufacture of
striated artificial stone structures which
comprises depositing upon a prepared sur-
face of desired form a series of narrow lay-
ers of plastic material, depositing upon said
layers and upon the exposed surfaces here-
between a suitable material of snch texture
and consistency as will leave numerous sraall

covyEine 4
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portions of said exposed surfaces out of con-

tact with said material, binding together

saidd Tvers and said material with o fluid
cement, and allowing the mass to set,

2. A process for the manufacture  of
strinted artificial stone structures which
comprises depositing upon a prepaved sur-
face of desired form a servies of navrow lay-
ers of plastic muterinl of w certain color, de-
positing upor said lavers and wpon the ex-
posed surfaces thevebetwien o suitable ma-
terial of a different eolor and of such tex-
ture and conzislency s will leave numerous
small portious of said exposed surfaces out
of contact with said material, binding to-
gether said lavers and said materiad with a
fuid cement. and allowing the mass to set.

A4 process for the mannfactire of
siviated artifieint stone shructures which
cabsprises depreling apon o prepared s
Face of desived form w series of noarrow Jay-
crs of plastic materinl, seromting the edges
of the Tuvers. deprsiting upon sald layers
and apen the exposed surfaces therebetveen
a suituble material of such textare amd eon-
sistency wz will leave numercus sl pov-
tioms of said exposed surfeces out of contact
with suid material, binding together said
Tavers and said material with » fluid ce-
ment, and allowing the mass to set.

4. A process for the wmanufacture of stri-
ated artificial stone structures, which consists
in depositing upon a prepared surface a se-
vies of veins of plastic mmterial in simulation
of the stone striations, depositing a loose
lampy material over the veining material to
Jeave a porons body, binding the foregoing
with a fluid cement, blotting up the excess
seepage of the binding fluid to prevent all
the interstices in the lonse Inmpy material
fron: Slling up, and allowing the mixture
to sot,

5. A process for the mannfacture of stri-
ated urtificial stone structures, whick consists
in preparmg a mold of snitable outline with
an isolator %anning veins of plastic material
over this prepared surface, depositing loose,
tumpy niaterial over the veining to provide
pockets, binding the pocket-forming material
with the veining material, and leaving cer-
tain pockets exposed on the surface adjacent
to the mold surface.

6. A process for the manufacture of stri-
ated artificial stone structures, which consists
in preparing a mold of suifable outlipe with
an isolator, forming veins of plasticaterial
over this prepared surface, stippling the
veins to provide a serrated edge effect, de-
positing loose, lumpy materiai over the vein-
ing to provide pockets, binding -the pocket-
forming material with the veining material,
and leaving certain pockets exposed “on. the
surface adjacent to the mold surface,

7. A process for the manufacture of stri-
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ated artificial stone structures, which consists
in preparing a mold of suitable outline with
an isolator, forming veins of plastic material
over this prepared surface, stippling the
veins to provide a serrated edge effect, de-
positing loose, hunpy material over the vein-
mg to provide pockets, binding the pocket-
forming material with a fluid cement, and
depositing u drier on the upper surface of
the mass to take up the excess seepage and
prevent filling of all the pockets on the sur-
face next to the mold.

8. A process for the manufacture of stri-
ated nartificial stone structures, which con-
sists in preparing a mold of suitalle outlinge
with an isolator, forming veins of plastic
material over this preparved surface. stip-
pling the veins to provide n serrvated edge
effect, depositing loose, Tumpy material over
the veining t9 provide pockets, hinding the
pocket-forming material with a fluid cement,
depositing a drier to take up the excess seep-
age and prevent filling of all the pockets on
the surface next to the mold, and reinforcing
the structure.

9. A cementitious structure suitable for
decorative purposes cowmprising a mass of

1,212,331

cementitious material at least ane surface of
which is shaped and striated and formed
with small irregularly spaced™depressions,
the strimw constituting the exposed portions
of shallow inlays of uniformly colored ‘ce-
ment, i

10. A cementitious .combination for dec-
orative use such as a finish for exterior or
interior building walls and ceilings, which
combination is formed of differently toned
thin layers or strata, the said layers onl
partly connected one to the other in suc
manner 4s to leave serrated voids in strati-
fied formntion hetween- said layers, said
layers and voids existing only adjacent to
the surface but giving an appearance, when
erecled, of extending through the depth of
the mass, the resnlting decorative surface
simmdating that of a natural stone structure
of sedimentary origin.

In testimony whereof I have hereunto set
my hand in the presence of two subscribing

witnesses,
) PAUL E. DENIVELLE.
Witnesses : ’

W. W. HeaLey,
M. E. Ewina.



