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1) US6162511A - METHOD OF COATING AND COMPOSITIONS FOR USE THER...

1) Family number: 11111090 (US6162511A) © PatBase 

Title: METHOD OF COATING AND COMPOSITIONS FOR USE THEREIN

Abstract: PCT No. PCT/AU97/00307 Sec. 371 Date Nov. 19, 1998 Sec. 102(e) Date Nov. 19, 1998 PCT Filed May 20, 1997
PCT Pub. No. WO97/44140 PCT Pub. Date Nov. 27, 1997A method of preparing a coated substrate comprising: providing a
radiation curable composition comprising a resin component including an unsaturated monomer and an unsaturated oligomer,
binder or mixture of oligomer and binder; applying the radiation curable composition at a temperature in the range of from
35 to 150 DEG C . to the substrate; and subjecting the applied coating to radiation to thereby cure the coating. The invention
also provides a composition for application of pigmented finishes and a method of coating in which a radiation curable
composition is applied to a wet substrate.
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2) WO03022939A1 - SURFACE COATING COMPOSITION COMPOSITION DE REV...

2) Family number: 15708545 (WO03022939A1) © PatBase 

Title: SURFACE COATING COMPOSITION

Abstract: An aqueous acrylic resin coating composition containing iron oxide and especially suitable for application to fibre
cement artefacts and masonry to form a surface coating having exceptional resistance to ultra violet light and water is
essentially free from black iron oxide. Other metal compounds, including iron oxides such as red and yellow iron oxide may
be selected for use in the composition, provided that they are all essentially free from black iron oxide either as an ingredient
or as a contaminant.
Classifications: 
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Title: METHOD OF MAKING COLORED COMPOSITION SLABS
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4) US2097613A - PROCESS AND APPARATUS FOR MAKING AND COLORING C...

4) Family number: 21256425 (US2097613A) © PatBase 

Title: PROCESS AND APPARATUS FOR MAKING AND COLORING CEMENT FIBER AND THE LIKE PRODUCTS

Abstract: 1,929,301 and insofar as I claim it therein, I make no claim to it here. The dewatcring units It is well understood
that the strength of concrete bcars a definite relation to the watercement ratio of the mix. Obviously it is desirable to obtain
as strong a .anal product as needful and possible, Hence it would appear to be desirable to adhere as closely as possible to a
predetermined ratio for optimum strength. On the other hand strict adherence to this ratio is accompanied by the dilnculty
that the mix can not be handled mechanically with suoicient facility. Therefore an additional amount of water over and above
that used to bring about the desired water-cement ratio, is used to give the reqmsite plasticity for Iashioning the desired
product. In the present case the plasticity must be such that the mix will dow on the distributor and can be laid on the
conveyor belt in slats as hereinbe-fore described. Also, the additional amount of water will be quite considerable on account
of the absorbent nature of the nbrous aggregate used in the mix. For convenience I will call the aforesaid additional amount
of water, “surplus” water. I have used the word “dewatering” to describe one function cl' the units of the machine, which are
now to be described, this function being the removal of a considerable portion oi the surplus Water from thc layers. Other
functions of the dewatering units are to compress the layers and to cause the concretion of the superposed discrete layers as
they pass through certain of the units. The plastic mixture is carried along by the belt 262, from the distributing unit 2|E! to a
dewatering unit 'EEG between the distributing units 2l0, 2|2. Similar dewatering units 2 IB, 229 are placed between the
distributing units 2lZ, 2|4 and between the unit 2l4 and the delivery end of the machine. Each devlatering unit comprises four
presscr cylinders 230-233 located at the center of the unit; and two belt rolls or cylinders 236, 238 one at each end of the
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unit; and four small cylinders or rollers 240 near the center of the unit cw ._. »-» :.| Q HU _ 2,097,613 _ 7 and above the
presser cylinders. All these cylinders are parallel to one another and their axes are transverse to the machine, and all are
supported at their ends by bearings carried by the frame of the machine. An endless 24 gauge wire mesh belt 231 is placed
around the cylinders 230-233, 236, 230 and over two of the cylinders 200 and under the other two as shown in Figure 24.
Directly beneath each of the presser cylinders 230-233 is one of the carrier belt supporting rollers 208 so that as the plastic
'sheet is conducted through the dewatering unit on the parrier belt 202 it will be pressed between four pairs of rollers, for
example 230-208 form one pair. Rotating brushes 24| and 243 and streams of water keep the meshes of the belts 202, 231
open. I have found that the plastic layer may be more satisfactorily worked if the belt 231 is inclined slightly to the conveyor
belt 202 by locating each of the cylinders 238, 233, 232, 23|, 230 a little nearer the belt 202 than its predecessor. In this way
the pressure on the layer is gradually applied and increased and a better product results. The bearings 23671, 2381_gt; of
the cylinders 236, 238 are movable vertically upon the uprlghts 242 of the frame, with which the bearings are slidably
engaged. To adjust the height of these bearings and hence of the cylinders, horizontal rods 244 have hand wheels 240 on
them, and by a'wo1'm§ and pinion gearing these hand wheels can rotate vertical screw rods 248 engaging in screw threaded
sleeves 249 formed integral with bearings 23611, 23Bh, and thus cause the bearings and sleeves 249 to ride up and down
the rods 240. On opposite sides of the machine are pairs of parallel, horizontal, lengthwise-extending beams 250-250a, one
above the other and secured together at their ends by a pair of vertical angle irons 25|, thus forming a carriage .for the
cylinders 230-233 of the dewatering unit. Each pair or these beams is vertically adjustable at each end by the rotation of a
fixedly located screw rod 252 engaging with a screw-threaded sleeve 253 on each beam. The rotation of these rods 252 may
be accomplished by hand wheels 254 having worm pinion and worm gear connections with the screw rods. ' _ Suspended
from the upper beam 250 and slidably engaged with the lower beam 250a are bearings 256a, b, c and d, for the cylinders
230-233, all of which are vertically adjustable relative to the beams 250-25 u., by means of screw threaded connecting rods
connecting the beams and the bearings. As will hereinafter appear it is desirable to simultaneously adjust opposite ends of
adjacent cylinders. Therefore, the upper ends of alternate connecting rods for example, the connecting rods for the .cylinder
230, 232, are provided wlth worm wheels 260 which engage with worm gears 252 which are on a. horizontal rod 264
extending lengthwise of the machine, that rod belng rotatable by a hand wheel 266 through another worm gear and pinion
connection 258. Upon the opposite side of the machine, a rod equivalent-to rod 264, by mechanism similar to that just set
forth, enables the adjustment of the ends, onthat side of the machine, of cylinders 23|, 233, and that rod as well as rod 264,
is controlled by the hand wheel 266. Thus, hand wheel 266 causes simultaneous movement o! opposite ends of adiacent
cylinders. By reason of this adjustability of one end only of each cylinder a. crowned sheet of plastic may be rolled out, that
is to say, the sheet will taper oif from the middle toward the edges. Fig. 25 shows the cylinders adjusted for a tapered sheet.
All the rollers and cylinders are driven at constant speed by a motor through appropriate gearing, insuch a way that all the
belts and peripheries of the cylinders have the same speed.. Thus as the layer of material is lald upon the belt by the first
distributor ~2|0D it is carried along at constant speed to the first dewatering unit 2|E where it passes between the conveyor
belt 202 and the dewatering belt 231 of the dewatering unit. As the layer passes beneath the cylinders 230-233 surplus water
is pressed out of it through both the upper and lower belts. If the cylinders 230-233 are set as shown in Fig. then the layer of
plastic will be crowned in the center. The single layer thus made may be carried on belt 202 to the pressure cylinders 210-
212 but generally I prefer to make a _product of a plurality of layers and in that case the following procedure is earned out.
The first ,layer having been dewatered it is carried on' by the conveyor belt beneath the second distributor 2|2. 'Here a
second layer of plastic, is deposited on the conveyor belt 202 on the top of the first layer. Both layers are carried by the
conveyor belt through the second dewatering unit which, it will be remembered, is exactly the same in construction as the
rlrst unit. In the second dewatering_ unit surplus water is pressed from the upper or second layer of plastic, the water
passing off through the upper belt of the dewatering unit, since the lower layer of plastic is practically impervious to water.
»While passing through the second dewatering unit the two layers of plastic, which up to this point have been discrete; are
concreted into a thicker layer, which is conveyed onward by the carrier belt 202, beneath the third distributor unit 214. Here
another layer of plastic is laid on the belt on top of the thicker plastic layer. This new layer is dewatered and concreted with
the thicker layer in the same manner as wasthe second layer. When a small amount of surplus water is used in the plastic
the transverse strips deposited on the conveyor belt by the distributor will have less tendency to now together as soon as
they fall on the belt. , However these strips are flattened out and merged as they pass through the dewaterlng unit and there
is complete union between adjacent strlps so that it is impossible to tell where one strip ended and another began. ‘ Instead
of laying the layers of plastic on the belt 202 by means of a distributor, such as 2|0D, the layers may be spread on the belt
by the spreaders hereinbefore described; or still other means to accomplish the same purpose may be devised. However, if
a distributing cylinder is used in connection with the hopper 2|0I-I the width of the sheets may be varied, or a thick narrow
layer may be laid down and pressed out in the dewatering units to the width of the belt or a lesser_width, as desired. Thus
the width of. the layer may be regulated in a variety of ways .to suit the desires of the manufacturer. - 'Treatment of the
co/mc-rete sheet The sheet passing from the last dewatering unit is a concrete sheet to make up which one or more layers
may have been used. The further treatment of this sheet is dependent on the product to be made. If load bearing articles are
made the sheet may be out into small units which afterward are compressed under great pressure in a hydraulic press, If
non-load bearing products such as wall panel sheets, wall tile sheets and the like are made, further and greater compression
of the continuous shcet may be accomplished before it is cut into the small, wall tile or wall panel sheets. For this purpose I
provide a series of cylindrical pressure rollers 210-212 having bearings mounted in a carriage 214 like- that carriage 250,
26011, 25| used for the dowatering unit cylinders 23IJ-~233. The bearings of the rollers 216-212 are secured in the carriage
214 by four bolts, the ends of which abut the bearings at points spaced 90 degrees apart, whereby minor adjustment of the
rollers 2'lSl-212 is made possible without changing the position of the carriage. The carriage 214 is vertically adjustable as a
Whole by mechanism exactly like that used for the adjustment of the dewatering unit carriages, hence it need not -be
described further. By means of this adjustability sheets of different thicknesses can be pressed, and the degree of pressure
can be varied. As in the dewatering units so also in the compression unit, an endless belt 215 is passed around the rollers
210-212. ’1‘his belt preferably is rubber, but may be polished steel or wire mesh if desired. This belt also passes around
cylinder 216 which is located directly above the cylinder 206 and is of equal size thereto, and it also passes around a cylinder
211 which is vertically adjustable on vertical members of the frame 200, by bolts passing through slots in the vertical
members. The slack of this belt 215 maybe taken up by a guide roller 218 which is mounted on and vertically movable
relative to the framework 200. As a matter of course certain of the supporting rollers 208 are located directly below the
rollers 211|-212, so that the compression of the continuous sheetmay take place between them and the rollers 208. The
same motor which drives the dewatcring units, and rotates the distributors and causes movement of the dewatering and
conveyor belts, may be used to drive the compression rollers 2'llJ-212 through appropriate gearing. The actual construction
and operation of all this gearing is a matter of mechanical skill and need not be described other than to say that the
peripheral speed of all the belts and rollers in contact thercwith are determined by, and are controlled so as to be the same
as, the desired speed of the conveyor bclt 202. ‘ Coloration The process and machine described here are particularly suited
to the manufacture of colored prorlucts. The two usual ways of coloring products of the sort' here concerned are to apply a
coloring agent to the surface as a veneer or to mix it all through the plastic mass before it is pressed. The chief disadvantage
of surface coloration is its lack of durability under the erosion of the weather when the product is used out of doors. The
coloration by complete impregnation of the product with a coloring agent is durable but very expensive. In the present
process, the coloring agent is added only to the body of mixed cementitious and fibrous ingredients which is formed into an
outer layer of the initial mass and which becomes the outer thickness of the nnal concrete body. The coloration extends to a
substantial depth, as distinguished from sul face or veneer coloration, and is therefore as durable under Weather erosion as
a product colored throughout. It eiieots a saving of two thirds or more when the initial mass is three layered, as shown in the
drawings, since the outer layer need not be as much as a third of the total thickness. So far as I am aware, there has never
been known a product of this sort-i. e., one having cementitious and fibrous materials as its principal and characterizing
ingredients-in which the coloring agent is present in the material and not merely on its surface, and to a depth sufficient to
resist erosion by the weather yet not extending all the way through the product. Thus, the desirable qualities are present
without entailing the cost of complete coloration. The present process and apparatus makes available and practicable certain
coloring agents which generically may be described as those organic pigments or stable lake colors which may be combined
with the plastic alkaline material forming the body of the products here concerned without chemical decomposition. These
organic pigments are known and are extensively used. Before this time their cost and the lack of a practicable and
economical Way of adding them to the product have prevented their use incemeiititious fibrous sheets for walls and roofing
or for shingles. This invention makes it practicable to use these organic pigments alone or in conjunction with metal oxide
pigments and thus to obtain more varied colors and mottled varl-colored effects in each sheet or shingle. I have also found a
material which, to my knowledge, heretofore has not been uscd for coloring products of this class and which, while' being
extremely inexpensive and readily procurablc, is satisfactory for giving a red color to the products. It may be finely ground
as usual and added to the initial mix in the same way as the finely ground oxide pigments are added, or it may be crushed
only to a coarse size so that of the strip it when added to the outer layer will give a rough pebbled surface- thus enhancing
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product. This the decorative qualities of the material is an impure red oxide of iron formed as a clinker residue in the
manufacture of sulphuric acid from iron pyrites. In the manufacture of shingles by the machine first described it is possible to
effect a greater saving in coloring material by taking advantage of the fact that only the exposed butt of the shingle need bc
colored. The spreader \vhich is delivering the outer layer may be set for a nar_ row width by swinging its gates IH toward the
center. Witli a divider H0 in each spreader the machine will be forming two strips, tapered slightly if desired, from which two
series of shingles may be cut. With the orifice of the last spreader narrowed, the colored mixture is delivered in a strip
extending only over the im-ler parts of the previously delivered uncolored layers and therefore forms a butt having colored
material to a substantial depth. The subsequent pressing between belts B and C  removes the sharp line of demarcation
between this top, partial layer and the other full width layers. In this- way only one-sixth or less of the shingle contains the
coloring agent, yet the result, for all practical purposes, is the same as if the whole shingle were colored. When one oriiice is
narrowed in this manner, it is desirable to reduce the volume of material fed to that spreader. This obviously may be done by
reducing the V0]`|.l.l'11€ of dry materials delivered from the well I I. The spiral conveyor in the well delivering to the last
spreader may be provided a,oo7,e1s 9 with an individual drive for this purpose. The same result would be obtained by
providing an individual drive for the screw conveyor 22 delivering to the last spreader so that its speed could be reduced. An
equivalent saving can be made in the manufacture of shingles on the machine second described, because the distributor
which is laying the outer layer may have the plastic mixture delivered to only its center portion by reason ol' the movable
aids of the hopper being set for such delivery. The description above of coloration of the product by adding a coloring agent
to the plastic mixture has reference to coloring agents such as metal oxide pigments or lamp black or other sultable color
pigments. The number of colors obtainable ln this manner is limited and each side of each strip ls of a single color. - In
Figures 17 and 18 are shown the means for adding the organic plgments'“which may be applied in a pasty or in 9. dry form
or semi-liquid form. A number of inlet nipples |20 are provlded in the upper surface of the last spreader. Inwardly opening
check valves may be provided ln these connections to prevent loss of the plastic mixture when pigments are not being
added. The pigments with a cement to give a mixture are injected into the material in the spreader and, in passing through
the spreader orldce and between the belts, each body of pigment is spreadsomewhat giving a region of color. The nipples are
so spaced that, if all are used, the regions of color are close togetheroi' even may merge. The pigment is sumciently deep in
the sheet to Withstand weather erosion but no inordinate amount of pigment is necessary. Dllierent colors may be used to
give a mottled elfect. This mottled effect may be obtained where the outer layer ls given a solid color by adding a pigment to
the whole mixture forming that layer and then injecting a pigment at spaced points to form local color regions in the solid
color. It ls possible also to use metallic pigments ln this manner in. varicolored combination or along with lake pigments of
various colors. The layer into which the pigments, either the metallic oxide or the lake pigments, are injected may be an
uncolored layer or lt may have an initial solid color by reason ol’ the admixture with lt of a pigment while in the mixer M. In
the preferred machine shown in Figures 22- beside the coloration of one layer it is possible to produce a mottled edect 'by
making one layer very wet, either with or without color being added to it, and then superposlngpn it another layer ol’ another
color and concretlng these layers. For example the mixture of plastic in the nrst layer may be made very wet so that a
measurable amount of surplus water remains in it after it has passed through-the :lirst dewaterlng unit. No color will be
added to this layer. Then the second layer, with color mixed in it, may \be laid on. In passing through the second dewaterlng
unit the two layers are concreted and the sheet emerges with a mottled appearance. Alternatively the hrst layer may be
colored with a color dlierent from the second to give a dlderent mottled ellect. _ - The products ' The product therefore may
be described generally as being of strip form, i. e., having considerably greater lateral extent than thickness, made up
principally of Hbrous material bound together by cementitlous material and comprising concreted layers which may or may
not be of identical composition. Further, having reference to 'the coloredproduct, at least one of the concreted layers contains
a coloring agent throughout or, as an alternative, it contains local regions having a. coloring agent present, the colors being
either the same in all regions or diderent, as desired, and the local color regions existing either ln an uncolored layer or ln a
layer having a. coloring agent throughout. There is also the product in which only a portion of a layer is colored throughout,
as for instance, the butt or that portion of the outer layer of a shingle which would be exposed on a building. _ More
specifically. _there ls the product having a colored roughened surfaw',by reason ol’ the presence in an outer layer of a
coarsely ground coloring agent, in particular, the impure red oxide of iron obtained as described above. In some cases, it will
be possible to use the machines described herein to make a laminated product in which one or more layers have no cement
but simply a vegetable fiber having sudlcient gelatlnous material to bind the fibers together when pressed. The machines will
bind such a layer either to a cementitious layer or between cementltlous layers, or lt will make a board or mat of several
layers of llbrous material containing a non-cementitious binding material, the layers in any case being concreted by the
pressing operation. From the foregoing it will be apparent that many modlllcatlons within the scope of my invention may be
made and therefore I do not limit myself to the embodiments shown. I claim:- 1. In combination, a bed plate having its upper
surface longitudinally corrugated, an endless carrier belt adapted to travel over sald surface and capable of assuming the
contour thereof, means for forming a strip of plastic material on said belt as it passes over said bed plate, a second endless
belt above said carrier belt and corrugated rollers wlthlnrsaid second belt adapted to press said belt against the material .on
said carrier belt. 2. In combination, a bed plate having its upper surface longitudinally corrugated, an endless carrier belt
adapted to travel over said surface and capable of assuming the contour thereof, a second belt above said iirst belt and
means for giving its surlace_toward the carrier belt a contour conjugate wlth that of the bed plate surface, and means for
forming a strip of plastic material on said carrier belt in advance of said upper belt whereby it may pass under said upper
belt and be pressed. ~ 3: In combination. a mixing plant for making a number of mixtures of cementltlous material and
Hbrous material, an endless carrier belt. ,a plurality of ducts for delivering said mixtures from said plant to said belt, each of
said ducts having a spreader adapted to deliver a thin layer of material onto said belt, said spreaders being spaced along the
belt whereby a strip of superposed Iayers is formed. 4. In combination, an endless carrier belt, a series of spreaders spaced
along a portion of said belt to deliver material thereon ln strip form, certain of said spreaders having a divider ln the path of
the material to divide the strip longltudlnally. 5. In combination, an endless carrier belt, a series of spreaders spaced along a
portion of said belt to deliver material thereon in strip form, certain of said spreaders having inlet openings in their upper wall
whereby s. coloring agent may be introduced into the material within the spreader. ~ 6. In combination, an endless carrier
belt, a. series of spreaders spaced along a. portion of said belt to deliver material thereon in strip form, certain of said
spreaders having means enabling the Introduction of a. coloring agent into the material within the spreader. 7. The process
of manufacturing in strip form a product having Bbrous material and cementlé tlous material as its principal ingredients,
which comprises forming a plurality of continuous superposed layers, each fabricated from a series of parallel slats,
continuously advancing said layers, and subjecting said layers to pressure to remove surplus water and to concrete them. 8,
The process of manufacturing in strip form B. product having librous material and cement!- tious material as its principal
ingredients, which comprises forming a. plurality of continuous superposed layers each fabricated from a series of parallel
slats, continuously advancing said layers, and subjecting said layers in succession to pressure to remove surplus water and
to concrete them. 9. The process of manufacturing in strip form a product having Hbraus material and cement!- tious
material as its principal ingredients. which comprises forming 9. plurality of continuous superposed layers. each layer being
composed of a series of parallel slats, continuously advancing said layers while permitting said slats to dow together, and
subjecting said layers to pressure to remove surplus water and to concrete them. 10. The process of manufacturing in strip
form a. product' having Hbrous material and cementitious material as its principal ingredients, which comprises forming B.
plurality of continuous superposed layers, each layer being composed of s, series of parallelfslats, continuously advancing
said layers while permitting said slats to How together, sind subjecting said layers to pressure in succession to remove
surplus water and to cone crete them. _ 11. The process of manufacturing in strip form a product having iibrous material and
cementitious material as its principal ingredients, which comprises forming a layer composed of a succession of narrow slats,
continuously advancing said layer while permitting said slats to Bow together, subjecting said layer to pressure bo'remnve
surplus water, forming and sl1Del'P0slng one or more continuous layers in succession on the flrst mentioned layer,` and
pressing said superposed layers ln turn to remove the surplus watei' and to simultaneously concrete the layers. _ 12. In
combination with an endless belt_supported by a plurality of horizontal cylindxical rollers, a carriage, a plurality of cylindrical
members supported by said carriage, one end of certain of said members being readily movable toward and away from said
belt while the other ends of said members remain stationary, whereby a. tapered sheet of plastic materlalmay be pressed;
13. In combination with an endless belt supported by a plurality of horizontal cylindrical rollers, a carriage, a plurality of
cylindxical members, supported by said carriage, opposite ends of certain of said members being readily movable toward
and away from said belt while the other ends of said members remain stationary, whereby q tapered sheet nfss plastic
'material may be Dressed. ' , ` ' 14. In combination with an endless belt supported by s. plurality of horizontal cylindrical
rollers, a carriage, a plu.ra,11ty of cylindrical members supported 'by said carriage, one end of certain of said members
being readily movable toward a.nd away from said belt while the other ends of said members remain stationary, said
carriage being readily movable toward and away from said belt, whereby tapered sheets of plastic material of different
thicknesses may be pressed. 15. In combination, an endless belt, means for mixing cementltious materials and iibrous
matenals, means to deliver said mixtures on said belt in layers, means to press said layers to remove surplus water and
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concrete them, said means being adjustable whereby s, tapered sheet may be pressed. 16. In combination, an endless belt,
means for mixing cementitious materials and Hb1‘01lS materials, means to deliver said lnlxtures on said belt in layers.
means to press said layers to remove surplus water and concrete them, and means to incline said pressing means whereby a
tapered sheet maybe pressed. ' 17. In combination, an endless belt, means for mixing cementitious materials and Hbrous
materials, means to deliver said mixtures on said belt in layers, means to press said _layers to remove surplus water and
concrete them, and means to incline a portion pf-said pressing means in one direction and another portion in the opposite
direction whereby sa, tapered sheet may be pressed. 18. The process of fanning a continuous strip of plastic material,
comprising forming continuously a. pluxalitywoi parallel slats of plastic ma.- terlal, continuously advancing sa.id.slats in
succession while subjecting them to pressure to unite them into a. strip. . 19. The process of depositing plastic material on a.
moving belt comprising forming continuously a plurality of parallel slats of the material and laying them on the belt in
succession. 20. The process of making a product In layers from plastic material, comprising forming a. series of slats of the
plastic subjecting said slats to pressure to integrate them into a. layer, depositing another series of slats of plastic material
on said layer, and subjecting the whole to pressure. 21. The process of making a. continuous multilayer unitary strip from
plastic material, comprising forming a series of slats of plastic material, continuously advancing them while compressing
them into a. concrete layer, forming' another series of slats and depositing them upon said layer, and compressing the Whole
into a unitary strip while continuously advancing the same. 22. The process of producing a multi-layer product with a. mottled
surface comprising forming a layer of plastic ma.ter1a.l containing' a large 'surplus of water, subjecting said layer to
pressure, forming and superposing upon said iirsl; layer a. stiffer second; layer of plastic material of a. different color having
a. small surplus of water, and subjecting both layers to pressure simultaneously to remove surplus water and concrete said
layers. , 23. The process of producing s. multi-layer product with a mottled surface comprising forming a. layer of plastic
material, forming and superPvstnz upon said mst layer a stlier second layer of plastic material of a different color, and
subjecting both layers to pressure silnultaneously to remove the surplus water and concrete said layers, said first layefbeing
of sufllcient plasticity to permit the forcing through it of portions of I 1 l l. ‘ll U said second layer, during the subjection of said
layers to pressure, causing a mottled surface to be produced. V . 24. 'I'he process of producing a multi-layer product with a
mottled surface comprising continuously forming and advancing a layer of plastlc material containing a large surplus of
water, subjecting said layer to pressure, continuously forming and superposing upon said ilrst layer a stiffer second layer ol'
plastlc materlalof a dlllerent color having a small surplus of' water, and subjecting both layers to pressure simultaneously to
remove the surplus water and concrete said layers. 25. The process of producing a ,multi-layer product with a mottled
surface comprising continuously forming, and advancing a layer of plastic material, continuously Iormlng and Superposlng
upon said nrst layer a stlner second layer of plastic material of a dilierent color, and -subjectlng both layers to pressure
simultaneously to remove the surplus water and concrete said layers, said rlrst layer being of suillclent plastlclty to permit
the forcing through it of portions of said second layer, during the subjection of sald layers to pressure, causing a mottled
surface to be produced. _ _ 26, The process of producing a multi-layer product with a mottled surface, comprising deposltlng
on a conveyor a series of transverse strips of plastic material containing a large surplus of water, subjecting said layer to
pressure, forming and superpcslng upon sald tlrst layer a stlifer second layer of plastic materlalfof a different color having a
small surplus of water, and subjecting both layers to pressure slmultaneously to remove surplus water and concrete said
layers. 27. The process of producing a multi-layer product with a mottled surface comprlslng depositing on a conveyor a
series of transverse strlps of plastic material containing a large surplus of water, forming and superposlng on said first layer
a stlller second layer of plastic material of a different color, and subjecting both layers to pressure slrnultaneously to remove
the surplus water and concrete sald layers, sald llrst layer being of suillclent plasticity to permit the forcing through it of
portions of said second layer, during the subjection ot said layers to pressure, caumng a mottled surface to be produced. 28.
The process of producing a rnultl-layer product with a mottled surface comprising form- ing a layer ot plastic material
containing a large surplus of water, subjecting said layer to pressure depositing upon said ilrst layer, a. series of transverse
strips of stiffer plastic material having a. small surplus of water and being of a different color than said nrst layer, and
subjecting both layers to prmsure simultaneously to remove sur- -plus water and concrete said layers. 29. The process of
producing a multi-layer product with a mottled surface comprising forming a layer of plastic material, forming a second layer
ofplastlc material, which is stlfer and of a dllferent color than the ilrst layer, by depositing on said rlrst layer a series of
transverse strips of said stiffer material and subjecting both layers to pressure simultaneously to remove the surplus water
and concrete said layers, sald nrst layer being of sumclent plasticity to permit the forcing through lt of portions of said second
layer, during the subjection of said layers to pressure, 'causing a mottled surface to be produced. 30. The process of
producing a ,multi-layer product with a mottled surface comprising continuously forming and advancing a layer of plastic
material, continuously forming and superposing upon said first layer a stiffer second layer of plastic material ln a different
color by depositing a series of transverse strips of said stllier material, and subjecting both layers to pressure simultaneously
to remove the surplus water and concrete said layers, said ilrst layer being of sumclent plasticity to permit the forcing
through it of portions of said second layer, during the subjection of said layers to pressure, causing a mottled surface to be
produced. 31. The process of producing a multi-layer product with a mottled surface comprising forming a layer by
continuously deposltlng a series of transverse strips of plastic material upon 9. conveyor, continuously advancing said layer,
continuously iorming and superposlnz upon said HYSU layer a stiffer second layer of plastic material of a dltferent color, and
subjecting both layers to pressure simultaneously _to remove the surplus water and concrete said layers, sald nrst layer
being of sutllclent plasticity to permit the forcing through it of portions of said second layer. during the subjection oi said
layers to pressure, causing a mottled surface to be produced
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Title: Coating for building materials and process for producing the constituents of this coating.

Abstract: Coating consisting of at least one undercoat intended to plug the pores of the substrate and to make the latter
water-repellent, comprising an acrylic copolymer, a coalescing agent, a surface tension-modifying agent and water and of a
finish coat with two components, the first comprising a hydroxylated polyacrylate resin, a delustring agent, a solvent and a
surface tension-modifying agent, while the second component comprises an aliphatic polyisocyanate and a solvent.
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Title: CONSTRUCTION PRODUCTS AND METHOD OF MAKING SAME

Abstract: A highly durable and easy to use prefabricated construction product is disclosed having a cellular concrete
component sandwiched between two cement boards, wherein the cellular concrete component comprises cement, fly ash, an
activating agent and water, and the cement boards comprise cement, fly ash, an activating agent, sand, silica fume, a water
reducer agent, a reinforcing fiber, and water.
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