(No Mo dl) I
' H. V. BERNHARDT

- METHOD OF MANUFAOTURING ORNAMENTED RINGS '

No. 512,676, ._ Patented Jan. 16, 1894,
S ) ET=A- /—
¢ v '




UNITED STATES

PaTENT OFFICE.

HERMAN V. BERNIIARDT

—_— — ———

OF BROOKLYN, ASSIGNOR TO J B BOVVDEN &

CO., OF NEW YORK N Y.

MET_HOD OF MANUFACTURING ORNAME_NTED RINGS.

,

SPECIFICATION forming part of Letters Patent No. 512,676, dated J‘ anuary 16 1894
Apphca,tmn ﬁled February 18, 1893, Eerml No. 462,803 (No s];eclmens )

To all whom it may concern:
Beitknown that I, HERMAN'Y. BERNHARDT |

a citizen of the United States, residing at
Brooklyn, in the county of Kings and State
of New York, have invented a certain new

and useful Improvement in Methods of Manu-.

facturing Ornamented Rings, of which the

o followmﬂ' 1s a specification.
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My invention is especially designed for the

manufacture of seamless rings from orna-

mented annular blanks, the object being to
dvoid marring the ornamentation of the blank,
so that on the finished ring the same will be
preserved without blemlsh

In carrying out my invention, I take a blank
annular disk or washer, oma,mented by en-
, Stamping or other suitable method,
either on one or both sides, and operate upon
the same by suitable tools in such manner
that the inner and outer edges only will come
into contact with the tools. In carrying out
this idea of operating upon the edges of the
blank only, I first, to make a ring with the

ordinary rounded outer. surface intr oduce the

blanks into a tool which pr eferably slightly
rounds its edges, and which brings its lower
surface to a slightly rounded form This op-

eration of rounding the edges of the blank is

carried out by the aid of a tool so designed
and constructed as toavoid marring the orna-
mentation adjacent to the edges. of the ring.
When a ring blank is employed which ha,s a
raised edge, such as has a silver quarter of a
dollar, I first operate on the outer or raised
edge thereof to reduce the said edge to about
the same lovel as the remainder of the plece;
but when an ornamented blank without a
raised edge is to be operated upon, this re-
ducing operatlon is unnecessary. A band

ring 7.e.one having a straight outer wall need

not be operated on by the tools for rounding

the edges of the blank. After the edges are

10unded the blank is then 1nt10duced into a
tool Whlch operates on the edges only and in
such manner as to change the shape from a
substantially flat blank to a blank having in-
clined walls; said blank is then 1ntroduced
into another tool, which operates only upon
the edges. thereof and brings the ineclined

1 walls into the perpendicular, and hence trans- g0

forms the blank into a finished ring. When -
the ring desired is a band ring 7. e. one with -
a stra,wht outer wall, the disk blank is intro-
duced d1rectly into the tool mentioned in the .
last paragraph for changing the shape of the 55
blank from one substantla,lly flat to one hav-
ing inclined walls, no previous operations hav-
ing been performed on the annular blank.
After this treatment it is then introduced
into the tool mentioned in the last paragraph 6¢
for bringing its inclined walls into the per-
pendicular; both the last mentioned opera-
tions taking place on the edges of the ring
only. For each size of ring desired, a set of
different sized tools may be employed, or 65
where a single set of tools is employed, the
rings of uniform size produced thereby may

be changed into rings of different diameters,

by suitable sizing apparatus, preferably, how-

‘ever,such as shown and described in my ap- 70

pllca,tmn, Serlal N 0. 453,247, filed November
25 1892,

Tn the accompanying d1aw1nﬂ's formmg
part of this specification, Flo*ure 1 shows an
annular ornamented ring blank’, having a 75
raised outer edge. Fig. 2 shows a similar
blank without a raised onter edge. Fig. 31is
a sectional side elevation of the die and punch
for reducing the ornamented blank having
raised edn‘es shown in Fig.1. Fig.4 isasec- 8o

‘tional elevatlon of another tool, comprising a
-matrix and punch, the punch in this instance
‘being of hard wood or similar material, which
will not injure the ornamentation.
“a-view of the tool shown in Fig. 4 with the 85
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blank driven partially into the ma,tnx Iig.
6 shows said matrix with a punch of metal
the blank being driven completely into the |

mafrix. Fig. 7 shows a die and swage for

changing the substantially flat blank intoone go
having an inclined wall; and Fig. 8 shows a
somewhatsimilar tool forconvertingtheblank
with inclined wall into a ring havmo' theusua
slightly rounded outer smfaee -
Inthe drawings I have shown by wave lmes, 05
the ornamentatlon upon the blank, Fig. 1,

2

which may be assumed to be a coin, say of the
deuommatlon of a quarter of a dollar, with
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~also lettel ed C, it bemﬂ' undersbood that the
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- The blank by this operation also has its up- l-'t : ; ahe. ereon th
tion of a matrix and die, whereby the upp

being remm"ed a punch I' of metal is used

50
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_ tmlly flat disk into a ring having an inclined
- wall.

65 tools of I‘lfr 7, 18 reversed so that its n

i

raised edges with any charaecter of ornamen-

‘blank shown in Fig. 1, however, with raised
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the eenter punched out.
suitable ornamented annular blank without

tation inscribed thereon, either on one or both
sides. IFor the purposes of this specification,
it will be assumed that either of the blanks
shown in Figs. 1 and 2 are operated upon by
the tools shown in Figs. 4, 5, 6, 7, and 8, the |

!

edges, being first opelated upon by the tool
shown in Flg 3. "

In Kig. 3, A represents the punch B the die,
and C the ornamented blank after the punch |
has been foreced home, whereby the raised
edges of the disk are reduced as shown.

recessed in such manner that the blank is op-
erated upon only at its raised edge, the orna-
mentation of the remainder thereof not bemﬂ'

touched by the tools.
I'ig. 4 shows the blank of Fig. 2, whleh is |

tool shown in Fig. 3 18 substantmlly like the
blank of Fig. 2 and is to be subjected to the
action of similartools. The matrix D is pro-
vided with an annular channel of such a shape

and depth that when the ring blank is forced |

therein the lower surface thereof will be out
of contact with the matrix, the inner and |
outer edges, however, being operated upon
by the sides of the annular channel, which
slightly rounds the edges and brings thelower
or outer wall of the blank intothe somewhat ;
rounded econdition, usual in rings other than
band rings. Inorderthat the or rnamentation
on the upper side of the ring blank may be
preserved intact while subjected to the action
of the matrix D, a punch of hard wood E is
used to force the said blank partly into its
matrix, as shown in full lines Fig. 4, the dot-
ted lines indicating the position of the blank
and punch before the punch is forced home.

per edge slightly hollowed, as plainly shown
in the dla.w ings. 'The puneh I of hard wood

as shown in I‘w‘ 6, which drives the blank |
homein the channal of the matrix D,as shown
in said figure. The blank thus tr eated i 1S then
subJected to the action of the tool shown in
Fig. 7, where the blank is shown in dotted
lines with the punch G of thetool in position
to begin operation. The die H of this tool is
SO shaped relatively to the punch that the
tool will act only upon the edges of the blank,

it being required to operate “the punch deli.

cately, and not with the foree used with rings
having no ornamentation. It will be seen
that by the operation of the tools shown in
Fig. 7, the blank is brought from a substan- |

In Hig. S, the blank after treatment of the |
nar-

It ]
will be observed that the punch and die aﬁm_f,_,’

Fig. 2 may be any | rowest diameter is in contact with the punch

I, which is soshaped as to bear upon only the
edge thereof, while its greatest diameter rests

upon the wa,lls of the die J. By forcing the

punch I into the die J the blank will be oper-
ated upon only at its edges. When a band
ring 1s desired the tools shown in Kigs. 3, 4,

5 and 6 need not be used, the blank annular

disk being introduced dnectly into the tool
7, then reversed and treated in the tool 8.
It will be seen from the foregoing deserip-

tion that the method is carned out by oper-

ating on the edges of the ornamented blank
only .
- What I claim is— -
1. The method of mfa,kmfr a seamless orna-
mented ring which consnsts in subjecting a

tion of a punch and die, operating on the in-

ner and outer edges only of the blank, where-

by the same is brought with its walls into an
inclined position, then reversing the same

and subjecting it to the action of a second

punch operating on the smallest diameter
thereof in conjunction with a die contact-
ing with its largest diameter, substantially
as set forth.
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blank a,nnula,l ornamented disk to. the ac-
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2. 'The method of producing aring from an

annular ornamented blank, whlch consists
in somewhat rounding the inner and outer

1111;0 a blank hav ing an 1nclmed wall by fore-
ing a punch ag aingt its inner edge in a die
whwh contacts only with its outer . edge, then
reversing the said ineclined blank so that it
18 enﬂ*a,ﬂ'ed at 1ts narrowest diameter- by a

95

edges thereof, then converting.this flat blank

100

punch while a die contacts with its largest

diameter, which latter punch and die straight-
en the mchned wall and convert the blank

into aring baving substantially vertical walls,

all substantially as deseribed.
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8. The method of forming a ring fmm an

ornamented annular blank, which consists
first in subjecting the blank to the opera-

er
face of the blank is somewhat hollowed, and

the lower face correspondingly eonvexed
seeond, introduecing said blank into a dle

which engages with its outer edge only and

operating upon the same with a swage which

engages with its inner edge only, and then

reverging the blank thus formed and intro-
duecing it into a die which engages with its
wider edge only, and operating upon it by a
swage which engages with its narrow edge
-only, whereby the ornamentation is preserved
intact, substantially as described.

4, The method of forming a ring, .Whlch

consists in first redueing its outer rim, sec-

ond, in subjecting the bla,nk thus treated to

the opemtlon of a matrix and die, whereby
the inner and outer edges of the blank are
glightly rounded, thud introdueing - said

blank into a die whlch engageswith its outer

edge only and operating upon the same with-
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a swage which engages with its inner edo-e [ - Thisspecification signed and mtnessed thls -
only, then reversing the blank thus. formed | 27th day of January, 1893 o

and introducing it into a die which engages |

with its wider edge only and operating upon | HERMAN V BERNHARDT
it by a swage which engages with its nar- | Wltnesses

row edge only, whereby the ornamentation is KUGENE CONRAN

'preserved intact, substa,ntla,lly as described. | V. PELZER.
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