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SUMMARY OF PROJECT GOALS

In the early 1990's there was a resurgence in what was called "wrinkle free"
garments. It had been popular in the 1960's. As cotton products gained a
larger share of the fiber market in apparel, "wrinkle free" became a very
strong marketing cffort.

Because we were very knowledgeable in this market we investigated the
problem that had plagued it in the 60's, namely product quality. To make
"wrinkle free" garments one had to either buy a fabric that was treated with
chemicals, called resins, that when "cured" would impart the "wrinkle free"
qualities to the garment permancntly.

Any cellulose fibre cold be treated to make it wrinkle free. If the fabric was
not produced at the mill level with the chemical it coukd be added to the
finished garment by dipping it in a chemical solution, drying it, them pressing
and curing to achieve the desired "wrinkle free" resalts.

The reason this great idea failed originally was due to poor quality. 100%
cotton pants literaily fell apart in a short wearing time. There was optimism
that the new chemicals developed would add less degradation to the garments
than in the past. These new chemicals were certainly an improvement, but
mainly in a environmental way. Formaldehyde was replaced by much less
toxic chemicals. These products worked well and were much easier to permit
and handle.

CURING the garments was done exactly the same way. In fact most curing
equipment was just dusted off and put into production as they had done in the



the sixties. These were convection ovens that were either a batch system or a
continuous flow design. Both worked under exactly the same principle. To
cure or "set” the chemical that had been applied, the garment had to be
placed in these ovens at approximately 400° F. To effect the cure the garment
had to reach 300° F through the entire fabric of the garment.

Cotton is not a good conductor of heat. To heat every part of these garments
through all seams, pockets and collars took 20+ minutes. The problem in our
view was not the chemicals breaking down the fibre, but the heating of the
garment for such a long period of time. It was and remains our opinion that
this time and heat literally "burned" or at least toasted the edges of the
garment. This was particularly true and critical around the cuffs and collars
of shirts and the bottoms and pockets of pants. These toasted fibers would
literally break and the garment would exhibit wear in a short period of time,

Our goal was to develop a "curing” method that would accomplish the "set”
or cure but not degrade the fabric. Since all of the "wrinkle free" garments
were and had to be made of heavier fabrics this preciuded the ability to do
items such as light weight fabrics used in dress shirts, unless they were a blend
of cotton and sythentic fiber.

We felt and ultimately proved and patented a method of curing with the use
of microwaves to accomplish the task. Microwave cnergy passed through a
garment until it hits something that will absorb this unique energy. In any
garment the big problem is the moisture that js inherently absorbed by the
cotton. The time factor in the convection curing was really just a matter of
getting the moisture totally out so the temperature could be raised beyond
212°F to the needed 300°, Microwaves immediaty penetrate the garment
especiaily heavier parts of the garment like seams etc. This penetration heats



the moisture immediaty and drives it to the surface of the garment where it
can be carried away with ambient heated moving air.

In doing this no part of the garment reaches over heated temperatures that
breaks down the fibre. Our early research proved our theory to be correct
and we moved forward to work out the best level and type of chemicals to use
that would work in the microwave process. In addition to the wearing factor
in the convection ovens, they also became more harsh to feel and in many
cases had to be laundered and dried after curing to give them appeal to the
consumer. This was added cost and consumed even more encrgy.

The Presset Microwave process did not effect the fabric this way as it heated
the garment evenly and quickly that eliminated this harsh "hand". It was
almost impossible to discern the difference between a treated garment and an
untreated garment when cured in the microwave.

For three years we continued to test in a prototype microwave as we waited
for funding under this program and could build a full scale production model.
During this time many of the U.S. manufacturers we putting in place their oid
equipment or buying the same type new. We counseled and worked with
many of the major producers and they all admitted they were having
problems meeting standards set by major retail outlets. These standards were
two fold, they had to meet certain defined "wrinkle free" criteria as to
appearance. A garment was rated after laundering a set number of times and
evaluated as to the smoothness of the fabric, did it look neat and ironed. These
ratings ran from 1 - 5 five being the highest or smoothest rank. To achieve this
rating meant the garment had to be baked slightly more to achieve an higher
set of chemicals. This again caused even more fabric degradation.



This second test applied to the process was fabric strength. A fabric would be
tested before any chemicals were added or any curing done. The same fabric
would them be treated and cured. They were encountering a 50+ percent
reduction in fabric strength when cured in the convection ovens that cveryone
used. The solution to the problem was to reduce the acceptable standards that
were in place. As and example they reduced the minimum from a 4 rating to a
3.5, and the fabric strength from 65 to 50+ a few pounds. While our process
had been proven to not only give higher wrinkle free standings it also was
rated higher in strength. A typical pant twill before wrinkle free treatment
was in the area of 100# tensile strength. As earlier stated this was dropping by
half to 50#. While some manufacturers were content to ship 40 - 50# pants,
others, particularly the largest Levi and VF Corp. wanted to aveid shipping
such an inferior product. To overcome this they went to the fabric producers
and had them beef up the fabric strength by using higher quality yarns. This
increased the cost approximately .$50 per pair, and still only gave them a 60#
tensile strength. Still forty percent below previous garments that were
untreated.

Presset was demonstrating our process to these people in our prototype
equipment in which we could actually do seme production, although it was
small and had limited capacity. While our product was liked by these people
they had a real reluctance to endorse it. We found this troubling and we were
finally told by one that after all they had gone through to get standards
changed and with the new fabrics they quite frankly didn't want to go
through anther round of testing and proving a new "product”. They had
enough failures getting this far and didn't want anything that would
complicate their lives. Even though higher levels wanted us to continue to
pursue this with their people, we found it almost impossibie to overcome this
change attitude that was so prevalent at the plant and testing levels. These



people are all pretty smart, either in fact or in their minds, and to have
someone like us come out of the blue with a far superior product that was not
developed by them was not easily accepted. Even Cotton Inc. while very
helpful in early testing were doing their own testing incorporating various
different methods, none to my knowledge were successful. They still were less
than helpful in endorsing any of our technology.

We could probably have moved forward with smaller manufactures but for
one other factor that was to consume the entire industry. In the early nineties
we signed a trade agreement with Mexico called NAFTA. While The results of
this agreement are in the books today, the impact it had on the garment
industry in the U. S. was devastating. Major producers of garments who were
not already in the Caribbean under 807 quickly started moving to Mexico. In
a few short years the majors closed most of their domestic plants moving them
to Mexico. With the reduced tariff out of Mexico it quickly placed the smaller
producers in a position of not being competitive. They closed one by one until
there were few left and the ones that were had no interest in any capital
expenditure, like Presset.

Perhaps we could have marketed this in Mexico but being small and with our
own capital restrictions we felt it would be difficult to launch an effort south
of the border.

There was still a vibrant fabric production in the U.S. The lower manpower
requirements versus capital costs helped them during this time that the
garment manufacturers were getting out. They simply were shipping their
fabric to Mexico for production. we worked with some of them and tried
others but again there was reluctance for "newness", even though it meant a
better product at a lower cost to the end product. In all of this they also were



under corporate pressure to hold profit margins which were not good in the
industry at that time.

This was particularly critical to the one area we really wanted to develop with
our process. That being to prove we could make a wrinkie free 100% fine
cotton dress shirt or sport shirt. We did several months of testing with Oxford
Industries and while we did not compiete the final testing we needed, we did
learn all we needed to knew to make this a reality. This company also was in
the process of closing plants and moving to Mexico. They had tried to make
wrinkle free blended shirts and were failing badly, a huge cost (o their bottom
line. One day during our testing they called us in and said we are no longer
pursuing ANY wrinkie free shirts. They withdrew from this segment of the
market. They obviously were not interested in any further expenditures on
testing,

What we did learn in this exercise was that on light weight fabrics such as
shirt fabrics, they could not be wet processed after sewing. This meant we
would have to form an alliance with 2 fabric producer whe could apply the
chemical before sewing and then have it pressed and cured. This process
cannot be done in convection ovens as it had been tried and would not meet
quality specifications. All of our testing indicated our microwave curing would
have worked well if developed in conjunction with a fabric producer.

They were hampered and discouraged by the whole process and the
impending doom of NAFTA.

After seven years of testing at various levels we were at a standstill, but still
negotiating with a fabric producer to test our method at the fabric level. Our
main "driver" of the entire project was hit with a leg circulation problem in
late 1999 that lasted for 10 months and the eventual loss of his leg. While this



was not the reason for our inability to accomplish all of our goals it was a final
and decisive blow to our timeliness and ability to move forward at any level.
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Energy, Environmental, and Economic Savings for I&!
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Energy Savings
Provide the energy savings for the project technology versus the comparable competing technoiogy.
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Envirenmeantal &y!ngs

Provide the environmentai savings for the projectiechagicgy versus the comparable competing
technology.

The projected wastes other than power genarstion emissions for the profect technology in tensiyriuntt
using the profect unit described above (at the beginning of the project) were:
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identify wasies other than power generation emissions for the comparable compeiing technoiogy in
tonalyriunit using the comparable competing tachnology unit described above:

Wyrukse CAs (Sussmon) PEAIE) 3, 06S 67> Loy




£
Wasts 1 3106{/ ‘2;‘ _QQ.L
Vigste 2 2
Vasie 3
mmmwammwummmmmmmwm.

07%009000 cw/—rs@ S50 By Uwe7 X 117,08 PeRmiwivd 87ty
Economic Savings
PmmmmmmmmmmmmmEmmmmmm.

mmmmmmmW{amwﬁme
—t RO2

Define the unit cost for the praject technoiogy _, 00 2.
m«mmmwmmmm 1 rrN
%ﬁmmmaammmwmmmmwmwm.

e RESSEF— OLFF Ny DL Kl
SuSSGn) 3198 Fw X +07¢ Rw

Economic Savings

This entire project was driven by the need for a better quality product. The "calculated ” costs
are so small per garment that they are insignificant,

These calculations assume maximum production pet processing unig- It is known that they do not
pﬁﬁ}rﬁ-xthisﬁamber,howeverthereisnootherwaytodothenumﬁers.
Othercosisthatcannotbedzﬁnedarethosecoveﬁngaddiﬁona} laundering and drying after the
conventional process is used. These numbers are not disclosed by the manufacturers. This would
at least double the curing cost due 1o the drying alone.

Product quality is also not easy to calculate. A pair of cotton casual pants without "wrinkle free”
treatment should wear for at Ieast two years with normal wearing and laundering. A pair of these
same pants treated and cured under the traditional method will only wear about 50 % of this
time. There is no question that to make a garment wrinkle free decreases the wear time. A pair
of casual pants would cost about $35 per pair. At haif the wear time the ioss would be $17.50, on

a microwave cured pair the comparable cost would be $28.00, or a savings of $10.50 per pair.

Thefactﬂmthemareinexmof24,000,000pairofthsepantssoldwithﬁxisaemem
amnually makes for a large number. Once the manufacturer gets the consumer to accept this wear
s!andaxdmdeaseofcamitisanmyseﬂ,andthcyonlysmndtoscﬂmomunitsasthcywearsut
faster.

The true cconomic benefit is really only to the consumer.
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Suppiemental Information

Garment Manufacturing U.S. vs Mexico & Imports

Wrinkie Free Standards Re: J.C. Penny

Cotton Pant Production Mid 1996 numbers on cotton pants were at
6 - 45 %. That number is is now at 80+%.
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Specification Number 935-0284
JCPenney
Merchandise Testing Center

Product Performance Specification

Specification: Premium and Standard Casual Pants

*“Wrinkle Free”

EXPECTED CARE INSTRUCTIONS:

TEST DESCRIPTION SPEG&HCAT!ON TEST METHOD
Fabric Weight (oz./sq. yd.) . MTC-101
Construction: Endsfinch + 5% MTC-103

. Picksfinch + 5% MTC-103
Tensile Strength: Warp (ibs.) ~50.0 min. MTC-201
Filling (ibs.) 40.0 min. MTC-201
Tear Strength: Warp and Filling (ibs.) 3.0 min. MTC-203
Black and Navy Warp and Filling (Ibs.) 2.5 min. MTC-203
*Flat Abrasion {cycles) 300 min. MTC-205
*Flex Abrasion Warp 250 min. MTC-206
(1# Head, 4# Tension) Filling 250 min. MTC-2086
*Random Tumbie Pilling: 30 minutes 3.5 min. MTC-212
Seam Faiiure (ibs.) 30.0 min. MTC-213/214
Dimensional Stability: Length {%) 3.0 max. MTC-305
widch (%) 3.5 max. MTC-308
Color Perm. to Light: 20 AFU 4.0 min, MTC422
Color Perm. to Accel. Washing: Shade 2.5 min. MTC-402
Stain 3.0 min. MTC-402
Color Perm. to Home Laundering: Shade 4.0 min. MTC-410
Stain 3.5 min. MTC-410
Pigment dyed only Shade 3.0 min. MTC-410
Color Perm. to Drycleaning: Shade 4.0 min. MTC-411
Color Perm. to Crocking: Dry 4.0 min. MTC-404
Wet 3.0 min. MTC-404
Sueded and pigment dyed/printed: Dry 3.5 min. MTC-404
Dark and pigment dyed/printed: Wet 2.0 min. MTC-404
Sueded dark (biack and navy): Wet 1.5 min. MTC-404
Color Perm. to Perspiration: Shade 3.5 min. MTC-305
Stain 3.5 min. MTC-405
Color Perm. to Chiorine Bieach Sse Test Method MTC412
Color Perm. to Non-Chiorine Bleaches See Test Method MTC419
Flammability {Applicable Part) : PASS Class 1 16 CFR
Durable Press Performance (Wrinkle Free) See Specification 915-0883
* Requirements shown for information only; not to be used for acceptance or rejection criteria.
Pt

Approved, Manager of Merchandise é-/‘ z 6 5 ;
Evaluation and Testing:

Copyright JCPenney Company, Inc. 199



JCpe nney Specification Number 815-0883

Merchandise Testing Center
Product Performance Specification

Specification: Durabie Press Finishes
TEST DESCRIPTION SPECIFICATION TEST METHOD

Durable Press Rating :
Fabric Smoothness 3.5 min. MTC-307
Coliar 3.5 min. MTC-307
Pocket 3.5 min. MTC-307
Front Closure 3.5 min. MTC-307
Side Seams . 3.5 min. MTC-308
Pleats & Creases 3.5 min. MTC-309

poo)

Approved, Manager of Merchandise 7
Evaiuation and Testing:

Copyright JCPenney Company, Inc. 1993




Specification Number 936-0194

JCPenney
Merchandise Testing Center
Product Performance Specification

Specification: Premium and Standard Woven Sport Shiris
"Wrinkie Free”

EXPECTED CARE INSTRUCTIONS:

TEST DESCRIPTION SPECIFICATION TEST METHOD
Fabric Weight (oz./sq. yd.) + 10% MTC-101
Construction: Endsfinch + 5% MTC-103

Picks/inch + 5% MTC-103
Tensile Strength: Warp (ibs.) 30.0 min. MTC-201
Filling (ibs.) 25.0 min. MTC-201
Tear Strength: Warp (ibs.) 2.5 min. MTC-203
Filling (ibs.) 2.0 min. MTC-203
*Random Tumble Pilling: 30 minutes 3.5 min, MTC-212
Seam Failure (Ibs.) 20.0 min. MTC-213/214
Dimensional Stabiiity: Length (%) 4.0 max. MTC-305
Width (%) . 4.0 max. MTC-305
Appearance Retention Satis. MTC-306
Color Perm. to Light
Medium and Dark Shades: 20 AFU 4.0 min. MTC-422
Pastel, Bright, and Neon Shades: 10 AFU 4.0 min MTC422
Color Perm. to Accel. Washing: Shade 3.5 min. MTC402
Stain 3.0 min, MTC-402
Color Perm. to Home Laundering:  Shade 4.0 min. MTC410
Stain 3.5 min. MTC-410
Pigment dyed/printed only Shade 3.0 min. MTC-410
Color Perm. to Drycieaning: Shade 4.0 min. MTC-411
Color Perm. to Crocking: Dry 4.0 min. MTC-404
Wet 3.0 min. MTC-404
Pigment dyed/printed: Dry 3.5 min. MTC-404
Dark and pigment dyed/printed: =~ Wet 2.0 min. MTC-404
Color Perm. to Perspiration: Shade 3.5 min. MTC-405
Stain 3.5 min. MTC-408
Color Perm. to Chiorine Bleach See Test Method MTC412
Color Perm. to Non-Chiorine Bleaches See Test Method MTC419
Flammability {(Applicable Part) PASS Class 1 16 CFR
Durable Press Performance See Specification 915-0883
* Requirements shown for information only; should not be used for acceptance or rejection criteria.
)

Approved, Manager of Merchandise .
Evaluation and Testing:

Copyright JCPenney Company, Inc. 1994
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JCPenney

Merchandise Testing Center

Specification Number 938-0194

Product Performance Specification

Specification: Durabie Press Performance for Premium and Standard
Woven Dress Shirts ("Wrinkle Free®)
TEST DESCRIPTION SPECIFICATION TEST METHOD
Durable Press Rating
Fabric Smoothness 4.0 min. MTC-307
Callar and Cufis 4.5 min. MTC-307
Pocket 4.0 min. MTC-307
Center Placket 4.0 min. MTC-307
Side Seams 4.0 min. MTC-308
22
Approved, Manager of Merchandise ’
Evaluationand Testing: —ast iy

Copyright JCPenney Company, Inc. 9%




JCPenney Test Method No. _MTC-307
Merchandise Testing Center Page__1 of 4
Standard Test Method

Issue Date ___ July 1, 1992
Revision Date ___July |, 1895

NO-IRON OR DURABLE PRESS FABRIC APPEARANCE

: 3 PURPOSE

1.4 To evaluate the fabric smoothness of wearing apparei or other non-apparel textile
products made from no-iron or durable-press fabrics after repeated home laundering.

2 REFERENCE
2.9 AATCC 124 - Appearance of Fabrics after Repeated Home Laundering.

22 AATCC 143 - Appearance of Apparel and Other Textile End Products after
Repeated Home Laundering.

3. APPARATUS

3.1 An evaluation area in an otherwise darkened room using an overhead lighling
arrangement as shown in Appendix Il

3.2 Standard AATCC Three-Dimensional Fabric Smoothness Repiicas, sei of six.

3.3 Specimen marking template, 15 x 15 inches (381 x 381mm).

3.4 8See MTC Basic Laboratory Equipment List.

4, METHOD

4.1 Product Testing: use the entire item for product evaluation. Cutling the samplie may
adversely affect performance of the item.

4.2 Piece Goods Testing: cut 3 test specimens 15 x 15 inches (381 x 381mm) for fabric
testing with the sides paralie! {o the warp yams in a woven fabric, or the wales in a knit
fabric. :

NOTE: Pink the edge of the woven test specimens to prevent fraying.




Test Method No. _MTC-307
Page___2 of 4

43 Evaluate the test specimens in the rating room, and rate against the fabric smoothness
replicas and record ratings. Foliow 4.6 through 4.11 for this evaluation procedure.
NOTE: When evaluating a product, the area should be large enough to permit

evaluation of the fabric without interference from other garment componenis
such as: seams, trim and findings.

44 Wash and dry the test specimens as specified in MTC-361 or 304.

4.5 Immediately upon completion of the diying procedure, the test specimen shouid be hung
on the appropriate hanger sc¢ the length direction of the test specimen is hanging
vertically. Allow the test specimen to hang a! mom temperature for 2 minimum of 4
hours prior to evaluating.

486 Rate the test specimen in the evalustion area.

NOTE: The fluorescent fight over the viewing board must be the only light source.
There should be no other light from windows, doors, or other fight fixtures when
the test specimen is being evaluated,

4.7 Place the test specimen flat against the center of the viewing board as iilustrated in
Appendix il

4.8 Place the fabric smoothness replicas on the viewing board aiongside the test specimen
{see Appendix Ii}.

49 Stand directly in front of the test specimen at a distance of 4.0 feei (1.2m) from the
viewing board.

410  Visually evaluate the test specimen against the fabric smoothness replicas.

NOTE: Three frained observers should rate each test specimen independently.

411 Determine the number of the fabric smoothness replicas thal most nearly maiches the
fabric appearance of the test specimen (See Appendix f).

RESULTS

51 Recerd the number of the photographic standard thal most nearly matches the fabric
appearance of the test specimen (see Appendix {).

52 Calculate the average of ratings.

REPORT

8.1 Report the fabric smoomnesé ratings,

6.2 Report both the method and number of iaunderings used.




Test Method No. _MTC-307
Page __ 3 of 4

APPENDIX

FABRIC SMOOTHNESS RATINGS BY
DP REPLICA EQUIVALENTS

BATING .
DP-§ Equivalent to the DP-S Replica. Very smooth, pressed, finished appearance.
DP-4 Equivalent to the DP-4 Replica. Smooth, finished appearaince.
DP-3.5 Equivalent to the DP-3.5 Replica. Fairly smooth, but non-pressed appearance.
DP-3 Equivalent to the DP-3 Replica. Mussed, non-pressed appearance.
DP-2  Equivalent to the DP-2 Replica. Rumpled, obviously wrinkied appearance.
DP-1  Equivalent to the DP-1 Replica. Crumpled, creased, and severely wrinkied appearance.

NOTE: The DP-5 Replica represents the best level of appearance while the DP-1 Repiica represents the
poorest level of appearance.



Exhibit C




COMPETITIVE ENVIRONMENT

In the U.S., there are six major wrinkle-free %rmcm manufacturers: Levi-Strauss, Lee, Haggar,
Tropical Sports Wear, Wrangier, and Farah. Jack Smith of Haggar stated that they perform
their own finishing/curing of their garments. It has not been determined which of the other
manufacturers perform curing in-house and which contract out the services. Internationaily,
there are between 15 to 20 additional major manufacturers. The output of wrinkle-free products
for the domestic manufacturers is represented in the following table. The data for the table only
includes the first three quarters of 1996.

1996 U.S. APPAREL PRODUCTION

(WRINKLE-FREE GARMENTS)
Men's Apparel Women's Apparel
Dress & Sports Trousers 70 million units Slacks {oxcept Jeans) 27 million units
Jean Cut Casual Slacks 20 million units Shorts 18 miliion uniis
Shorts 35 million units
Woven Dress Shirts* 5.6 million dozen

Source: American Apparel Manufacturers Association, MA23a Summary for Apparel
* Includes all dress shirts: wrinkle-free and non-wrinkle free.

The below pie graph illustrates that 100% cotton slacks are the predominate sellers over all other
fabrics and blends,whﬂewﬁnkleresistantslacksmakeupjustunderhalfofthatmarket

MEN’S SLACKS
Based on 1996 Unit Sales
Regular
Other 100% Cotton 54.6%
44.9% 55.1%

Wrinkle Resistant
45.4%

Source: Cotton Incorporate, The NPD Group

The following table depicts the changes in the slacks market for men. Wrinkle resistant slacks
have had the greatest change over the past year. The entire slacks segment, except for non-all-
cotton slacks, have experienced growth. There are factors that could be stimulating this change.
First, companies such as IBM, with traditionally rigid corporate cuitures are following the trend
towards business-casual attire. Secondly, the overall American buisness place is moving towards
a more relaxed, less formal environment. Lastly, now that the Baby-Boomer generation has
started to retire, they have traded in their suits, but still prefer a “somewhat™ formal appearance.



MEN’S SLACKS MARKET 1996 vs. 1995
Change in Unit Sales

All Slacks 4.2%
Total 100% Cotton 6.6%

Other Slacks 1.5%
Wrinkle Resistant

100% Cotton 6.7%
Regular 100% Cotton 6.5%

Source: Cotton Incorporate, The NPD Group

The next chart and tabie present what has occurred in the women's slacks market. Wrinkle
resistant, all cotton siacks make up oniy one percent of the overall slacks market. However, the
table shows that this segment has received the greatest change over the previous year. This
segment of the market should continue to grow as manufacturers develop technologies that are
able to permanent press the lighter fabrics typically used in women's slacks, without causing the
degradation associated convection ovens. The movement towards business casual work
cnvimnmsntandchangesinwomsn‘sfashienshm:ldegntim;gtofnelthisgrowﬂx.34

WOMEN’S & GIRL’S SLACKS
Based on 1996 Unit Sales

Other 100% Cotton Reguiar
76.1% 23.9% 94.0%
———————— 5 Wrinkle Resistant
| e 6.0%

Source: Cottor Incorporate, The NPD Group
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WOMEN’S & GIRLS SLACKS MARKET 1996 vs. 1995 \
Change in Unit Sales

All Stacks C 34%

Total 100% Cotton 20.0%

Other Slacks -0.7%
Wrinkle Resistant

100% Cotton 11.8%

Regular 100% Cotton 205%

Source: Cotton Incorporate, The NPD Group

Since the subject invention is a completely new process to permanent press wrinkle resistant
garments, there will be no direct competition. However, the convection oven manufacturers
should be considered competitors. The two largest manufacturers are Mahan Ovens and
Sussman Ovens.”> These companies will not benefit from this new technology unless they
become licensees. They can only see the invention as an attack to their core businesses.

Manufacturers of microwave cabinets or microwave machines, should see this as an opportunity
to enter a new industry and broaden their product lines. These companies will have the
experience and expertise in creating the cabinets necessary to house the microwaves safely.
These manufacturers are the companies that the inventor should contact when he decides what to
do with the invention: either license the technology, sell the technology or produce the machines.

In addition to current oven manufacturers, potential competitors are garment manufacturers who
may vertically integrate and treat fabrics themselves if the subject invention offers a cost

advantage,
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