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ABSTRACT OF THE DISCLOSURE 

The disclosure describes a method for processing 
jewelry chains by applying or imparting various orna 
mental con?gurations and then suitably ?nishing the 
chains. 

This invention relates to'the art of jewelry chain manu 
facture. 

Heretofore jewelry chains whether made by machinery 
or by hand have all involved mechanical steps to deform 
or remove metal. Such steps include cutting, grinding, 
bending, punching, stamping, hammering, rolling, ?ling, 
drawing, and polishing. Where electroplating has been 
used, it has only been to impart a glossy metallic ?nish 
to the links of the chain. Electroforming might have been 
tried to form individual links. However, it requires sup 
plementary mechanical steps to complete the chains made 
from these links, and the resulting chains look like chains 
made entirely by mechanical methods mentioned above. 
The object of the present invention is to provide meth 

od for producing a chain having a novel appearance, 
with links having unusual irregular surfaces and con?gu 
rations not possible of attainment by conventional me 
chanical steps heretofore employed. 

In the present invention an ordinary machine made 
chain of links of ‘precious or base metal is subjected to 
an electrochemical forming process in which the links are 
thickened and distorted by electrochemically deposited 
metal. The metal is deposited non-uniformly so as to re 
sult in rough, porous, granular surfaces. Heretofore such 
electroplated surfaces have been scrupulously avoided in 
jewelry manufacture because this has been regarded as 
defective electroplating. Electroforming processes have 
been used heretofore in the metal working arts to produce 
moulds, irregularly shaped machine parts, and other me 
chanical forms. In all cases the processes have been di 
rected at producing hard, dense, uniform deposits. There 
as in the jewelry manufacturing arts, granular surfaces 
and irregularities of deposits were considered defects and 
work having such defects was regarded as spoiled and 
treated as waste and scrap. In the present invention, by 
contrast, the electroforming process is especially pursued 
in such manner as to produce the rough granular, irregu 
lar, porous surfaces and con?gurations heretofore uni 
versally avoided in the prior art. The deposited metal is 
so applied to the chains that ?exibility or relative move 
ment between links is retained sufficiently to enable ends 
of the chain to be brought together. Thus the resulting 
structure can be worn as a chain necklace, bracelet, anklet 
or the like. As a result of the electroforrning step, the 
links of the chain are rough, granular and coarse in ap 
pearance. They may then be ?nished in a variety of ways. 
The invention will be better understood from the fol 

lowing detailed description taken in conjunction with the 
drawing wherein: 

FIGS. 1-4 are side views of a chain in successive stages 
of a process according to the invention. 
FIGS. 1A-4A are end views of the chain in the suc 

cessive stages shown in FIGS. 1-4 respectively. 

10 

15 

20 

25 

35 

45 

60 

65 

70 

1 . 3,453,185 
Patented July 1, 1969 "ice 
2 

FIGS. 5—8 are side views of another chain in succes 
sive stages of the process according to the invention. 
FIGS. 5A—8A are end views of the chain in the succes 

sive stages shown in FIGS. 5-8 respectively. 
FIG. 9 is a similar view to FIG. 8, showing a further 

development of the invention. 
Referring ?rst to FIGS. 1 and 1A, there is shown a 

chain 10A of round links 12 disposed perpendicular to 
each other. This is generally known as a cable chain. 
The chain can be made wholly or partially by hand or 
by metal working machinery of some known type. Start 
ing with this chain the present manufacturing process be 
gins. The chain of any desired length is supported at ends 
13, 14 and is immersed in an electroplating bath and elec 
troplated. A suitable electroplating solution my contain: 

Grams per liter 
Cuprous cyanide __________________________ __ 80 

Free cyanide _____________________________ __ 7-10 

Potassium sodium tartrate __________________ __ 10 

Electroplating is performed at approximately 60° C. at 5 
volts D.C. The electroplating proceeds rapidly and a rather 
rough, porous, granular thickening of the links occurs at 
all points. When removed from the bath after an hour or 
more ‘the chain 10B will have an appearance somewhat 
as shown in FIGS. 2 and 2A. The pores and irregularities 
15 in the thick deposited coatings 16 are plainly visible. 
The chain is now less ?exible than before but still retains 
su?icient ?exibility so that opposite ends can be brought 
together. Thus, the chain is practical for wear as a jewelry 
chain. Uncoated points 13, 14 are at the ends of the chain 
where the chain was supported by suitable supports in 
the bath. These ends of the chain can serve for attach 
ment of appropriate clasp members. 
At the end of the electroforming step, as illustrated 

by FIGS. 2 and 2A, the original round, ?at form of the 
links is distorted and is now only suggested but not clearly 
de?ned. The copper or other metal enlargements can now 
be ?nished by electroplating a thin base coating of nickel 
and a thin ?nish coating of gold, silver, rhodium or the 
like. These ?ne, bright ?nish coatings are applied by con 
ventional electroplating methods well known in the art. 

While the ?nished chain 10B may have the link con 
?gurations shown in FIGS. 2 and 2A, other ?nished 
shapes may be desirable. The chain 10B can be subjected 
to mechanical treatment before applying the bright, pre 
cious metal ?nish. As one example, opposite sides 17, 
17’ and 18, 18' of alternate pairs of links 20, 21 can be 
ground to form ?at or concave lands as shown in FIGS. 
3 and 3A. The remaining alternate pairs of links 23, 24 
are not ground. The chain 100 after selective grinding 
has been completed can now be subjected to a ?nishing 
electroplating process to present a gold, silver or other 
bright metallic appearance. The chain 10C as shown 
in FIGS. 3 and 3A has a novel con?guration not ob 
tainable by any prior known method. Links 23, 24 have 
rough, coarse, porous surfaces 25 on all sides. The other 
links 20, 21 have smooth surface portions 17, 17’, 18, 
18' and coarse, porous surface portions 26. All surfaces 
may be bright ?nished, or they may have a matte ?nish 
produced by suitable treatment with a ?ne brush. 

If a different chain con?guration 10D shown in FIGS. 
4, 4A, is desired, the chain 10B shown in FIGS. 2 and 
2A can be entirely ground ?at on one pair of opposite 
sides 27, 27’ or on both pairs of opposite sides 27, 27' 
and 28, 28'. 
On each link adjacent the smooth portions or lands 30 

are coarse, granular or porous recessed surface portions 
32. This presents a very novel and attractive appearance. 
The chain 101) as shown in FIGS. 4 and 4A can then be 
?nish plated with a nickel base coat and a bright gold, 
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silver, rhodium or other precious metal coat. The ?nal 
?nish coat can have a matte surface if desired. 

FIGS. 5 and 5A show another conventional type of 
chain 10E known as a curb chain in which the links 40 
are twisted to a general ?gure eight con?uration in end 
view. 

FIGS. 6 and 6A show the chain 10F after it is heavily 
encrusted with an electrochemically deposited metal. The 
twisted shape of the links 40 is basically retained by links 
40A. The chain is sufficiently ?exible to bring free ends 
13, 14’ together. 
FIGS. 7 and 7A show chain 106 after all four sides 

45, 46, 47 and 48 of chain 10F have been partially ground 
?at or concave to form smooth lands 50 on each link 
40B. Recessed areas 52 all around the ground flats or 
lands 50 remain coarse and granular in appearance. 
FIGS. 8 and 8A show chain 10H after chain 106 

has been further processed by grinding side 45' further 
to reduce the thickness of the encrustation at this side, 
left side. Bevels 54 and 56 are ground off the encrusta 
tions at the intersection of sides ‘46, 47, and 47, 48 oppo 
site from side 45’. The chain is now generally trapezoidal 
cross section with smooth lands 60-67 on the links 40C. 
Recessed areas 52’ adjacent the smooth lands may still 
be rough, coarse, or may have smooth surfaces. 
The chains 10F, 106 or 10H may each be regarded as 

a complete jewelry piece. Opposite ends 13', 14’ of the 
original end links are exposed for attachment of jewelry 
clasp members. After mechanical treatment by grinding, 
suitable bright metal ?nishes can be applied to each of 
chains 10F, 10G or 10H if the chain is not to be ground 
down further. 

In FIG. 9 chain 10H is shown to be connected to a 
conventional ornament 10K which is also produced in 
accordance to this invention. 

Although only two different types of chains have been 
illustrated as subjected to the present process, the process 
is applicable to many other different types of jewelry 
chains, for example: double cable, jack, triangular, barley 
corn, scroll, etc. etc. 

It 'will be apparent that regardless of the original form 
of links, they will retain their basic original form even 
though they appear distorted after they are enclosed in 
the rough coarse, porous, granular heavy encrustations. 
The resulting chains after ?nal ?nishing treatments will 
be most unusual and attractive in appearance. 
What is claimed is: 
1. The method of making a jewelry chain from a chain 

of links having any smooth, regular original shape, com 
prising the basic steps of rapidly electroplating a metal on 
the links to deposit a heavy, porous, granular, rough en 
crustation on each link, said incrustation being nonuni 
formly deposited so that each link appears externally dis 
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torted; and stopping the electroplating step after the links 
are externally deformed while the original shape of the 
links is still discernible and while the chain is still suf 
?ciently ?exible so that opposite ends of the chain can be 
brought together. 

2. The method as recited in claim 1, further comprising 
the step of applying a bright metal ?nish to the en 
crusted links. 

3. The method as recited in claim 1, further comprising 
the step of grinding away selected portions of selected 
links to form smooth lands, leaving the remainder of the 
surfaces of the links in a porous, granular, rough state. 

4. The method as recited in claim 3, further compris 
ing the step of applying a bright metal ?nish to the en 
crusted links. 

5. The method as recited in claim 1, wherein the op 
posite ends of the chain are so supported during the 
electroplating step that said ends of the chain are free of 
said encrustation, so that jewelry clasp members can be 
attached to the free ends of the chain. 

6. The method as recited in claim 1, further comprising 
the step of grinding away opposite sides of each encrusted 
link of the chain to form smooth lands thereat, with 
each land surrounded by a recessed porous, granular, 
rough surface. 

7. The method as recited in claim 6, further compris 
ing the step of applying a bright metal ?nish to the ex 
ternal surfaces of the encrusted links. 

8. The method as recited in claim ‘6, further compris 
ing the step of grinding away one corner at the intersec 
tion of two adjacent lands on each encrusted link to form 
a beveled land on each link. 

9. The method as recited in claim 6, further compris 
ing the step of grinding away a plurality of corners at the 
intersections of a plurality of pairs of adjacent lands on 
each encrusted link to form at least two beveled lands 
on each link. 
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