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My invention relates to embossed escutch-
eons, name plates, labels or ornaments hav-
ing a face in bas-relief and a plano back
or base, and the method or process of pro-
ducing the same.

The face or embossed top of the escutch-
eon, name plate, label or ornamental device
is perfectly stamped from sheet material.
This material may be sheet metal, fiber,
paper, impregnated fabric, or other suitable
non-plastic material capable of being im-
pressed with a ‘suitable design or delinea-
tion characters or figures in either intaglio
or bas-relief and adapted to hold such em-
bossed or impressed configuration and pos-
sessing or adapted to receive a suitable sur-
face finish. The plano back or base for such
embossed escutcheon may be of material
similar to that of the face of the escutcheon.
The preferred material is one of less density
and possessing a degree of elasticity or
flexibility, such as paper, fabric of compo-
sition.

It has been quite common heretofore to
manufacture embossed labels, name plates
anc ornamental escutcheons from a compos-
ite strip of sheet metal comprising super-
posed strata of sheet metal and paper, fab-
rie, or the like. In such cases it has been
usual to form the composite material by
effecting the adherence of the superposed
strata of material prior to the embossing
operation. In such case the backing strata
is embossed to agree with the embossing or
contour of the face. Inasmuch as the paper,
fabric or composition backing material is
very much softer than the metallic face of
the escutcheon or embossed object there is a
tendency for the displacement of such softer
material laterally. Such displacement in-
creases the thickness of the backing stratum
at separated points, especially those con-
tiguous to comparatively narrow but deep
imprints. Such distortion of the backing
material effects an un-uniformity of the
surface other than that incident to the im-
pressed configuration. The thickening of the
stratum in areas adjacent to embossed or
imprinted lines projects the material beyond
its normal plane in a reverse direction or
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opposite the direction of the imprint or em-
bossing operation, thereby making such
backing surface so irregular and non-uni-
form that it will not rest uniformly on a flat
surface, to which the escutcheon or art ob-
ject is to be attached. Such object em-
bossed from composite material also pre-
sents difficulties in attachment to supporting
surfaces by adhesive means due to the re-
duced area brought into contact with such
support because of its irregular configura-
tion or contour agreeing with the contour
face of the object.

The present invention is designed to over-
come these difliculties by providing an
escutcheon or ornamental plate or label, the
top stratum or face only of which is em-
bossed or contoured. Attached thereto at
the time of manufacture is a plano or flat
back or base preferably coated with an ad-
hesive which will conform closely to the sur-
face of the support to which the escutcheon,
name plate, label or other embossed object
1s to be applied. :

In carrying out the manufacture, the
facing material or top stratum is embossed
to the required configuration before being
brought into asscciation with the backing
material. The latter  material, which is
preferably though not necessarily, previ-
ously coated with an adhesive is brought
into intimate association with the previously
embossed material at the moment of blank-
ing or cutting the embossed area of ma-
terial from the stock sheet or strip. While
the materials may be fed together into blank-
ing or cutting position in the same direction
and in alignment with each other the pref-
erable method is to feed these materials in
transverse paths of travel which intersect
each other at the blanking or cutting po-
sition. Thus the superposed backing ma-
terial and embossed facing material are
simultaneously cut the required shape and
pressed together into adherence either due
to a coating of adhesive material carried
upon one or the other of such stock ma-
terials or by the burr or marginal flange of
the facing or embossed stock turned upon or
embedded in the margins of the backing
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stock at the time of blanking or cutting, or
by both these means, as the case may be.
As result of this method of manufacture
there is produced a hollow convex plano
escutcheon, name plate or ornamental cbject,
the face of which bears permanently em-

- bedded therein the delineations, characters
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or ornamental configuration while the back,
being preferably of a softer or more flexible
or elastic material is capable of yieldingly
conforming to a supporting surface to
which the object is to be attached by ad-
hesive or otherwise. There is thus afforded
a uniform contact with such
throughout substantially the entire area of
the base surface. To avoid the entrapment
of a body of air under pressure during the
blanking or cutting: operation, and to avoid
the effect of expansion and contraction of
an entrapped body of air between the em-
bossed face and plano back of such object,
the backing material is preferably perfo-
rated at spaced intervals so that one or more
of such perforations 4 will fall within such
area of the section of backing material ap-
plied to each embossed member.

The object of the invention is to improve
the construction as well as the means and
mode of manufacture of embossed escutch-
eons, name plates and art objects, or the
like, whereby they will not only be cheap-
ened in construction, but will be more at-
tractive in appearance, capable of being
more easily and securely applied to support-
ing surfaces and unlikely to become aecci-
dentally detached.

A further object of the invention is to
provide an improved back which will nor-
mally present a substantially flat surface
but which will be capable of a limited yield-
ing characteristic which will enable it to
conform to irregularities of the surface of
the support to which the escutcheon or ob-
ject is to be attached.

A further object of the invention is to
provide an improved, eflicient and economi-
cal method of manufacturing such embossed
labels, name plates or escutcheons.

With the above primary and other inci-
dental objects in view as will more fully ap-
pear in the specification, the invention con-
sists of the features of construction, the
parts and combinations thereof and the
mode of operation, or their equivalents, as
hereinafter described and set forth in the
claims.

Referring to the accompanying drawings
wherein is shown the preferred, but ob-
viously not necessarily, the only form of
embodiment of the invention, Fig. 1 is a top
plan view of an embossed plate or escutch-
eon forming the subject matter hereof.
Fig. 2 is a transverse sectional view thereof
and Fig. 3 a bottom plan view of such plate
Fig. 4 is a somewhat dia-

support.
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grammatic view showing the relation of the
embossing and blanking or cutting opera-
tions and the relative directions of feed of
the face and the backing materials. Fig.
5 is a diagrammatic plan view showing the
relative relation and movement of the parts
and materials illustrated in Fig. 4. Fig.
6 is side elevation somewhat diagrammatic
illustrating a modification of the method or
process and apparatus for performing the
same wherein the facing and backing ma-
terials are fed in the same direction and
brought together coincident with the blank-
ing or cutting die. ‘

Like parts are indicated by similar char-
acters of reference throughout the several
views.

Referring to the accompanying drawings,
1 is the embossed top or face of an escutch-
eon plate, label or article.  Such face
or top is preferably embossed from com-
paratively thin sheet metal. However, it is
to be understood that the invention is not
limited to the use of sheet metal but fiber,
composition, paper, or other suitable non-
plastic material may be substituted therefor.
Secured across the under or concave side of
the embossed face 1 is a substantially flat
back section 2 preferably of some compar-
atively soft material such as paper, fabric,
leather or composition. This back 2 is fix-
edly secured to the embossed face portion
1 by being cemented. Such -attachment is
augmentecd. by a marginal fin or burr 3
downturned from the face portion 1 during
the blanking or cutting operation. It will
be understood that the previously embossed
top or face portion 1 and the back or base
portion 2 are placed in superposed relation
and simultaneously cut from the respective
stock sections by the same blow of the blank-
ing or cutting die. Previously to being
united, the back section 2 is preferably
pierced at spaced intervals to provide air
vents 4 communicating with the chamber
5 formed intermediate the raised or em-
bossed top -and the flat or plano back
portion 2. The back portion 2 heing
of more resilient or yielding material
than the top 1 is capable of a limited degree
of flexing action into conformity with th
surface of a support to which the article
is to be applied. At the same time the back
section 2 will form a substantially continu-

ous or uniform contact with the supporting -

surface over the entire area of the escutch-
eon or article which is not possible when
such escutcheons or articles are embossed
from composite stock wherein the backing

stratum conforms to the imprinted or em-

bossed configuration of the face.

In carrying out the process of manufac-
turing the materials for both the face 1 and
the back 2 are preferably, though not nec-
essarily, provided in strip form in rolls or
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wound upon reels. However, if desired,
such material may be employed in sheet
form without rolling. . The material from

-which the top or face 1 is embossed, if of

metallic character, is first passed through
a cleansing solution to clean and brighten
the metal 1n order that the embossed por-
tions may stand out distinctly and show
contrast of light and shade after being col-
ored or otherwise finished. The side of the
materal which is to later form the concave
side of the imprinted or embossed areas is
preferably slightly roughened by abrasion
or grinding, or a matt surface is provided
by an. acid treatment. This enables the
under side of the top or facing material to
adhere to the back section 2 by means of an
intermediate coating of adhesive applied to
one or the other of the materials. The pre-
pared material is fed from a roll under an
embossing die 7. This embossing die serves
to imprint the strip 6 of material at spaced
intervals ~without, however, severing the
strip or removing the embossed or imprint-
ed areas. Passing beyond the embossing
die 7 the strip 6 passes beneath a blanking
or cutting die with which the embossed or
imprinted areas 9 of the strip are succes-
sively brought into registry with each ad-
vance operation of the press. At the same
time a strip 10 of backing material is fed
from a suitable supply roll 11 beneath an
applicator roll 12 by which adheisve or ce-
ment is applied to such backing strip 10
which is later brought into contact with the
side of the facing strip 6 containing the
concave impression. If desired, the adhe-
sive may be applied to the facing strip 6 in
lieu of the backing strip 10. However, the
application of the adhesive or cement to
the latter strip just prior to bringing the
two strips into superposed relation is pre-
ferred. The backing strip 10.is fed trans-
versely of the facing strip 6, the paths of
travel intersecting beneath the blanking or
cutting die 8. Thus at each operation of
the press a mew impression is made in the
facing strip 6, and at the same time a pre-
viously embossed area of such strip and a
portion of the transversely fed backing strip
10 of like area are cut from these super-
posed strips and the adhesive coated sur-
face of the one strip is pressed tghtly into

-contact with the adjacent face of the other

strip by the pressure of the die. The blank-
ing die 8 forms on the separated portion of
the strip 6 a marginal fin or burr 3 which
by the cutting or blanking pressure of the

-die is forced into engagement with the

severed area of the backing strip 10, there-
by supplementing the adhesion of the area
of backing material with the embossed face
1. The waste material from which the em-
bossed area and registered portions of the
backing strip have been cut pass beyond the
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embossing and blanking press and through
suitable intermittently operated feed rolls
11 and 12.

In lieu of feeding the backing material 10
transversely the strip of facing material 6,
it may be fed in the same direction. In such
case the strip of backing material 10 is fed
through a suitable recess or opening in the
bed 13 of the press and is guided upwardly
beneath the advancing strip 6 of facing
material. Intermediate the supply roll and
the die 8, the backing strip 10 passes in con-
tact with a roll 12" by which adhesive is
applied thereto. The two strips are brought

into parallel relation with each other and

are simultaneously cut to the required shape
in registry with -each other. The cutting
operation also presses the strips together
to effect adherence by the intermediate
coating of adhesive as before described.
Prior to being fed into association with
the facing strip, the backing material 10 is
preferably, though not necessarily, coated
on its outer side, or that side exposed when
the two severed portions are united, with
adhesive which is permitted to dry before
the strip is rolled preparatory to the-cutting
and assembling operation. The finished
product is thereby provided with an adhe-
sive back or base surface. Otherwise such
adhesive may be applied at the time of
mounting the finished article upon its sup-
port. The spaced perforations 4 serve to
vent the pockets or chambers intermediate
the back 2 and the raised face 1. While as
before mentioned, thin sheet metal is the
preferred material for the embossed face 1,
1t will be understood that other materials
such as fiber, paper, or composition may be
substituted. The backing or base is prefer-
ably of softer material which is capable of
receiving and retaining the adhesive coat-
ing necessary to attach the inner side of such

backing section to the inner face of the em-

bossed facing portion and the second coat-
ing of adhesive necessary to attach the out-
side of such base or backing section to the
support to which the escutcheon may be
applied.

It is to be understood that the present
invention is distinct and separate from that
set forth and described in my co-pending
application, Serial No. 687,348, filed Jan-
uary 12, 1924, and does not include any of
the “features nor subject matter therein
claimed.

It is to be further understood that ‘the
present invention also contemplates the pro-
duction of characters, figures or ornamental
outlines from flat stock not previously em-
bossed in which the stock is fed into regis-
try with a backing stock at a point beneath
a stamping or cutting die, the superposed
materials being simultaneously cut to the
required shape by a single operation. This
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particular application of the invention dif-
fers from the. previous methods by deferring
the registry and attachment of the two ma-
terials until the moment .of blanking or cut-
ting, whereas heretofore such materials have

" been previously attached to form a composite

strip of stock material previously prepared.

While the adhesive coatirig may be applied
to either or both of the strips of material
during their approach to the point of regis-
try with the cutting die for convenience and
economy of manufacture either or both of
the strips may be previously coated with
adhesive and dried before being rolled in
stock form. It may be found most desirable
to employ as a backing material a paper
or fabric stock coated with adhesive on both
sides. - The side of such-material to be joined
to the facing stock in such case would be
moistened by additional adhesive or other
solvent during its approach to the cutting
die,

From the above description it will be ap-
parent that there is thus provided a con-
struction of the character described, pos-
sessing the particular features of advaniage
before enumerated as desirable but which
obviously is susceptible of modification in
its form, proportions, and arrangement of
parts, without departing from the principle
involved or sacrificing any of its advantages.

While in order to comply with the statutes
the invention is described in language more
or less specific as to structural features, it is
to be understood that the invention is not
limited to -the specific details shown, but
that the means and construction herein dis-
closed comprise the preferred form of several
modes of putting the invention into effect,
and the invention istherefore claimed in any
of its forms or modifications within the
legitimate and valid scope of the appended
claims. :

Having thus described -my invention; I
claim —

1. The herein described method of produc-
ing escutcheons, and the like, including em-
bossing a succession of imprints in a sec-
tion of stock material, applying a section
of backing material to the embossed stock
subsequent to the embossing operation and
before severance of the embossed areas from
the stock material, and subsequently simul-
taneously cutting the embossed area and a
corresponding registering area of backing
materials from the respective stock materials.

2. The herein described method of pro-
ducing escutcheons, and the like, including
embossing a succession of imprints in a sec-
tion of stock material, applying backing

-material singly to the concave sides of the

embossed areas subsequent to the embossing
operation, and thereafter simultaneously cut-
ting the embossed area.and applied backing
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material to corresponding marginal contour
by a single operation. - :

3. The herein described method of produc-
ing escutcheons, and the like, including em-
bossing: a succession of imprints in a strip
of stock material, simultaneously feeding a
strip of backing material into registry with

70

the embossed areas subsequent to the em-

bossing operation and simultaneously stamp-
ing from the embossed strip and the regis-
tering portion of the backing strip areas of
like marginal contour by a single stamping
operation.

4. The herein described method of produc-
ing escutcheons, and the like, including em-
bossing a succession of imprints in a strip of
stock material, simultaneously feeding a
strip of backing material into registry with
the embossed areas subsequent to the em-
bossing operation and subjecting the regis-
tered portions of the strips to a’stamping
operation by which the registered areas are
cut to corresponding outline and a marginal
fin is formed on one portion and caused to
engage with the other portion. .~

5. The herein described method of produe-
ing escutcheons, and the like, including em:
bossing a succession of imprints in a strip
of stock material, simultaneously feeding a
strip of backing material into registry with
the embossed areas subsequent to the em-
bossing operation, applying a coating of ad-
hesive to one of said strips during their ap-
proach to registry with each other, and sub-
sequently uniting said registered areas by
pressure and simultaneously stamping areas
of like marginal outline therefrom. '

6. The herein described method of pro-
ducing escutcheons, or the like, including
stamping a succession of embossed areas in
a strip of stock material, feeding said strip
of embossed material and a strip of back-
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ing material in transverse intersecting paths -

of travel in which the embossed areas will be
successively presented in registry with the

transversely arranged strip of backing ma-.

terial, applying adhesive to one of said
strips during its approach to such point of
intersection- and - subjecting the registered
portions of the strips to pressure to effect
their adherence and cutting said strips
simultaneously to predetermined marginal
outline, ' ;

7. The herein described method of pro-
ducing- escutcheons, or the like, including
stamping a succession of embossed areas in
a strip of stock material, feeding said strip
of embossed material and a strip of backing
material in transverse intersecting paths of
travel in which the embossed areas will be
successively presented in registry ‘with the
transversely arranged strip of backing ma-
terial, and simultaneously stamping from
such registered portions areas of predeter-
mined marginal outline, such stamping op-
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eration forming upon the severed area of
one strip a marginal fin which is projected
into engagement with the other severed area
to interconnect such areas one to the other.

8. The herein described method of pro-
ducing escutcheons, or the like, including
stamping a succession of embossed areas in
a strip of stock material, feeding said strip
of embossed material and a strip of backing
material in transverse intersecting paths of
travel in which the embossed areas will be
successively presented in registry with the
transversely arranged strip of backing ma-
terial, and simultaneously stamping from
the embossed strip and registering portion
of the transversely disposed backing strip
areas having like marginal contours.

9. The herein described method of form-
ing escutcheons, or the like, including em-
bossing an area of stock material, cementing
thereto subsequent to the embossing opera-

‘tion and in transverse relation an area of

backing material and cutting from the
cemented transversely arranged areas of
stock registering portions of like marginal
contour.

10. The herein described method of form-
ing escutcheons, or the like, including in-
itially embossing an area of stock material,
cementing thereto subsequent to the emboss-
ing operation an area of backing material,
and cutting from the attached embossed and
backing stock materials registering portions
of like marginal contour.

11. The herein described method of pro-
ducing escutcheons, and the like, including
simultaneously feeding separate strips of
facing material and backing material into
registry with a cutting die, applying adhe-
sive to one of said strips during its approach
to such position, and subsequently pressing
the strips into adherence and cutting there-
from registering portions of predetermined
marginal contour.

12. The herein described method of pro-
ducing escutcheons, and the like, consisting
in simultaneously feeding separate strips of
material in transversely intersecting paths

of travel in which said strips will pass in .

registry with a cutting die, applying adhe-

. sive to one of the strips during its approach
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to such position and simultaneously cutting
areas of predetermined outline from the reg-
istered portions of said strips.

13. The herein described method of pro-
ducing escutcheons, and the like, including
simultancously feeding separate strips of
facing and backing materials into registry
with a cutting die, one of which strips has
been treated with adhesive, and simultane-
ously stamping from the strips registering
portions of predetermined outline.

14. The herein described method of pro-
ducing escutcheons, and the like, including
embossing a strip of material at intervals

5

between relatively movable stamp members,
the embossed material being projected to-
ward the movable stamp member whereby
said member will draw away from the raised
area, feeding a backing strip into proximity
with the opposite side of such embossed strip
subsequent to the embossing operation, one
of said strips having a coating of adhesive,
and simultaneously cutting therefrom reg-
istering areas including such embossed por-
tions from the respective strips.

15. The herein described method of pro-
ducing escutcheons, and the like, including
embossing a strip of facing material at
spaced intervals, feeding a separate strip of
backing material beneath the embossed strip
into registry with a cutting die, one of said
strips having been previously coated with ad-
hesive and simultaneously cutting register-
ing portions of predetermined outline from
the respective strips.

In testimony whereof, I have hereunto set
my hand this 14th day of May, A. D. 1927,

EDGAR L. ADAMS.
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