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ABSTRACT. OF THE DISCLOSURE

A process for manufacturing a’ jewelry plece
such as a ball earring pin which includes a
predetermined length of ‘the s,older?‘-filled wire that
serves as both an earring'wire post.and domed cup for
seating and attach’ment ”of an 'ornament, namely, the ball
of a ball earring . At one end of the wire, the wire

B casing is flared back and separated from the core

thereby exposing a nib of solder. The wire casing which
is separated from the core is formed into the shape of
a domed cup complimentlng with the curvature of the
ball. The nib which extends into a hole in the ball is
then heated to melt the solder such that the ball i's

- secure within the cup after the solder cools.
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BALL EARRING PROCESS AND CONSTRUCTION

The present invantion relates to a new and

. useful process and construction for a ball earring
' .5 ' - It is common 1n tha jawalry field to solder an
‘ear wire consisting of a cylindrical rod or pin to a

domed cup prior to soldaring' the wire and cup
- comblnation to the ball to form.a ball oarring

The process involves stamping a dome shaped

10 cxrcular blank from a sheet of metal such as gold This
step is known as a pad blanking A circular hol_e -‘is

| then made within the blank for receiving'ah ear wire in

the form of a oyllndrlcal rod or pin. The pin is
lnserted into the hole in a staking operation and with

15 a solder flushed surface on the dome opposite the side
from which the pin 1s insarted The dome is clad withi

A:i\J25-067.APP
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solder. The combined pj:n-ancl domed cup is then soldered
to an ornament, which in the case of a ball earring, is
a hollow ball.

This conventional process requires several major
and distinct steps before attachment of an ornament.
First, the construction of the domed cup involves
cutting and shaping the{ ‘cup, then piercing the cup.
Second, the pQSt is cut to length and then_machihed to
form a bulletfshapéd end and. nut“engaging groove near
the end. Third, thé attachment of the pcst.to the cup
is completed. Finally, a step of soldering the assembly
of the cup and post to the ball is completed.

- SUMMARY OF THE INVENTION

The present 'invention is a new and .useful
process and - construction for  Jewelry  piece
manufacturing’, particularly, in the construction of a
ball earring. '

The present invention comprises the use of a
solder-filled wire casing, formed to a pre-determined
length, in'ofder to,se:ve as both a post and cup-shaped
head for a ball earring. o '

One end of the wire serves as a head for
receiving the ba}ll. - The head is constructed by forming
a portion of the casing of the solder-filled wire at one

end of the length of the wire into the form of a domed
cup. The resulting domed cup extends around an exposed

nib of solder which protrudes from the head. The

.....
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purpose of the exposed nib is to secure the ball to the pad
in the correct position with the hole held within the cup
and to provide the solder needed to bond the ball to the

C:up L

In accordance wlith the i1nventilion, therefore, there

is provided a process for constructing a ball earring using

solder-filled wire, casing, the process comprising:
separating one end of the solder-filled wire casing such
that the wire casing 1s pulled away from the solder core
forming a head and exposing a nib of solder; and soldering

the nib to a ball such that the ball 1s secured to the head.

The wire casing 1s flared back and separated from the core

to expose a nib of solder. The wire casing 1s formed 1into
the shape of a domed cup with the curvature of the ball.

The nib which extends into a hole 1n the ball 1s then heated
to melt the solder such that the ball .s secure withilin the

cup after the solder cools.

The invention also provides a ball earring
comprising: a post having a solder core therein, the post
having a back end and an opposite separated end, the
separated end serving as a head and being shaped for
attachment to a ball; and & nib of solder protruding from
the separated end for securing a ball to the separated end.
The present invention provides a jewelry plece construction
process which eliminates using a separate plank 1n order to
manufacture a cup-shaped crown. The earring post and cup 1s

of one piece design. The present invention makes 1t

possible to decrease manufacturing steps 1n the process Ior

constructing a jewelry plece.

It is ancther object of the present invention to
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provide an efficient .‘manufacturin’g\ process that
conserves on the use of precious resources such as
electricity and precious raw materials such as gold.

The various features . of novelty which

- characterize the-.invention'.are-.pOinted out with

particularity m the claims annexed to' and forming a
part of this disclosureu' For aibetter'understanding of
the invention, its operating advantages and specific

~objects attained by its uses, reference is made to the

accompanying drawings_and descriptive'matter-in which
the ,p@eferredf'embodiments' of the invention are

.illustrated.

' BRIEF DESCRIPTION OF THE DRAWINGS

In the drawings

Fig. 1 is a cross- sectional view of a wire post for
an earring after the heading step;

Fig. 2 is an inner end view of the post with ball

attached

rig. 3 is a partial side sectional view of the post'
with the ball attached

Fig. 4 is a paxtial,sectional view of a receiving die
and firStlpunch,for executing a first step in
 forming the'post of.thé invention;

Fig. 5 is a view'similar-to Fig. 1 Showing a second
tool and f1ﬁal processﬂstep@in'making the post
according'to thé present invéntion; and

Fig. 6 is a partial sectional view of an apparatus
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for support ino‘ ‘the post plus ball during a
final soldering step according to the present
invention. |

' DESCRIPTION OF THE PREFERRED EMBODIMENTS

 . Referring'tothedrawings"in'particular,‘Fig.
1 shows an earring wire in'the form'of'a cylindrical
rod or post p generally designated 10, before an ornament
is attached 'l‘he post 10 is a length of a solder-filled

wire composed of a solder core 40 encased by a wire
'casing SO The wire casing 50 is typically a precious

metal such as gold

After a 1ength of solder- filled wire has been
chosen for the post 10, a head in the form of a domed
cup 20 is formed from the post 10 by separating part of
the casing 50 from the core 40. The domed cup 20 can be
formed by completely separating the casing 50 from the
core 40, thereby forming a nib 30 of exposed solder.

The domed cup 20 has a contour which compliments

curvature of a ball or bead 90 as shown 1n Fig 3.

- As shown in Fig i, a solder laYer 24 may also
be separated from the core 40 by paring back the layer'
24 from the core 40 along with the casing 50 to providej
a solder layer on lnner surface of the cup 20.

. By heating the nib 30 and the layer 24, ball 30
is easily soldered and secured to the post 10. The nib

is first inserted into a hole 92 of the ornament 90
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until it contacts the solder layer 24 in the head 20.

The layer 24 provides additional support once attacned
to the ornament 90 aftor the sOldor cools.

A rolling step is also ‘undertaken to form a
back end 70 opposite the head 20 which is rounded or
bullet~shaped for reoéiving'an'éar'nut'or other type of
fastening and a groove 60 circumferentially around the
back end 70, 1is used to fictionally secure the ear nut

to post 10. Alternatively, a screw threaded,post and

ear nut could be used,-

The tools used to form the hoad with or without
the layer of solder 24 are a press and a die which are
shaped in a manner shown in Figs. 4 and 5. Rolling

tools and apparatus for rolling the back end 70 of the

pin into its rounded, pointed or bullet shape,iand for
rolllng the circumferential groove 60 are also used.

The rolling steps for“making the bullet shaped back end'
70 and ciroumfarential groove 60 are of known design and

save material over the prior machining steps used to
form these shapes. ' '

Turning to Fig. 4, in order to form head 20,

~the precut but otherwise unshaped'wire is placed into a
| blind bore 11 of a receiving die 12 so that about 90

percent of its length is in the bore. Die 12 has a
dish-shaped recess 12a around the inlet of bore 11. A
first punch 13 iS.'ft_héri moved in the direction aof the
arrow to upset and Shaoe a portion of outer metal and a
small ,amoont of s_oldef'i:'- to form a pre-formed"enlarged

head 20a. Punch  1.3 “has a concave face 13a that is

shaped to form the head 20a. _ ,
As shown in Fig. 5, with the post still



10

15

20

25

30

2099201

7

retained within the bofe‘ll of the receiving die 12, a
second punch 14 which is moved in the direction of the
arrow and has an outer shape matching the final shape of
the undersurface of the cup 20 is moved into engagement
with the pre- ferm‘ZOa to form the final cup 20'w1th its
solder coating 24 and the nib 30. The punch 14 has a
second bore l1l4a that receives solder to fo:rm nib 30, and
a convex face 14b which forms the cup 20 between punch |
14 and dish- shaped recese 12e

Fig. 6 illustrates a cerbon block 16 having a

| plurality,of bores, one of which is shown et_ls, each

for receiving a post 10 with its cup 20 resting on the
top surface 17 of the block. The block is slowly moved h
through a furnece heatedfer' example to 1,480°F which

‘melts the solder and thus fixes the bead 30 to the cup
to produce the finished product shown in Fig 3.

The present 1nvention thus has the advantages

'of reducing waste eince sepaz:ate cup blanks need not be

formed from estrips jof, metal' as in the previous

‘technique. The'separate'step'ef.cennecting the post to

the eeparate lc_up.is- also eliminated. The forming of the
bullet shaped end 70 in groove 60 also represents a
departure from the prior art which cuts the annular

.'groove and machines the tapered bullet end of the pin.
This also represents a savings in material and avoids

granular waste which is a by~product of the prior
machining and cutting steps. - The present invehtiOn thus
saves raw materials, in perticular'gold with obvious
benefit. The present invention also utilizes less

~electricity to form the same product and results in a

cne piece post ‘which does not permit the cup to move
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with respect to the pin;'which sometimes happens 1in the
previous two part post. ‘ -

Any conventional solder known in the field of
jewelry'manufacture can be utilizedxas“solder‘40*within
the cylindrical 1ength of wire or pin 50.. .Further,
although the nib 30 is shown flared out over the wall
thickness of the hollow ball or bead 90 in Fig. 3, the
nib, when melted and then resolidified during the
SOldering operatiohfmay occupy an enlarged opening or
other suitably shaped recess in the ornament to help fix
the ornament to the piﬁ. - B

While the specific embodiments of the invention

‘have been shown.and described 1n detail to illustrate

the applicatiQn‘Of'the-principles.of'the invention, it

- will Dbe understoodfthat,the'invention may be embodied
otherwise without departing from such principles.
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CLAIMS:
1. A process for constructing a ball earring using

solder-filled wire casing, the process comprising:

separating one end of the solder-filled wire
casing such that the wire casing is pulled away from the
solder core forming a head and exposing a nib of solder;
and

soldering the nib to a ball such that the
ball is secured to the head.

2. A process according to Claim 1, wherein the nib
of solder is exposed by separating the one end of the
solder-filled wire casing such that the wire casing
together with a layer of solder is pulled away from the

nib so that the layer of solder is on an inner surface
of the head.

3. A process according to Claim 2, wherein the
head is shaped into the form of a domed cup at the nib
by separating one end of the solder-filled wire casing

such that the domed cup has a contour which can receive
the ball.

4 . A process according to Claim 1, including
rounding an opposite end of the solder-filled wire
casing to form an ear nut receiving end and rolling a
groove circumferentially around said ear nut receiving

end for retaining an ear nut on the length of the wire.

L A LU OIS S 3o o D LR TN AWAS ezl wge M VRN Tee 13T 5 SAlTRERNRRRAING L A e RN ST s el s W e s Nty e s s N
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5. A process according to Claim 4, wherein the
solder-filled wire comprises an outer cylindrical

covering of metal and an 1inner cylindrical core of
solder.

6. A process according to Claim 5, including
forming a layer of solder from the solder core in the

solder-filled wire, onto an inner surface of the head
around the nib.

7. A process according to Claim 6, including
forming the head in the form of a domed cup around the

nib and drawing the solder on the inner surface of the
head from around the nib.

8. A ball earring comprising:

a post having a solder core therein, the post
having a back end and an opposite separated end, the

separated end serving as a head and being shaped for
attachment to a ball; and

a nib of solder protruding from the separated
end for securing a ball to the separated end.

9. A ball earring according to Claim 8, wherein
the separated end is in the form of a domed cup for
receiving a curvature of the ball.

10. A ball earring according to Claim 8, including

a circumferential groove around the post near the back
end thereof.
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11. A ball earring according to Claim 10,wherein

the ball is soldered to the separated end by melting

and resolidification cof the nib.

12. A ball earring according to Claim 11,

including a layer of solder between the head and the
ball.

13. An apparatus for constructing a ball earring,
comprising:
a die having a first bore therein, the bore
héving an inlet and the die including a dish shaped
recess around the inlet;

a first punch having a concave face for
movement toward the dish shaped recess of the die when

a solder-filled wire is positioned in the first Dbore
with a portion of the solder-filled wire projecting
above the dish shaped recess; and

a second punch having a convex face and a
second bore in said second punch extending through said
convex face, the second punch being movable toward the
dish shaped recess with a solder-filled wire in the
first bore to form a nib of solder in the second bore

and to form a domed cup of metal from the wire between
the convex face and the dish shaped recess.

14. An apparatus according to claim 13 including a
block of heat resistant material having a third bore
therethrough for receiving the solder-filled wire after
the nib and domed cup are formed, for heating the

A et T TR s A WA BN A TR Rt —An 2 T e 4 e v T AR R R 1 e T 0 e R i ey s Dt SR AN G - R R TN W Tt b e - Tt
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solder-filled wire to melt sclder after an earring ball with
a hole thereln has been seated on the cup with a nib

extending into the hole.
15. A ball earring comprising:

a post having a outer casing and a scolder core
therein, the post having a back end and an opposite

separated end, the core completely filling the casing

petween the back end and the separated end, the separated

end serving as a head and beling shaped for direct attachment
to a ball, the separatec end being made as one plece with

the casing; and

a nib of solder protruding Zrom and beyond the

separated end for securing the ball to the separated end

wherein the separated end s in the form of a domed cup for
receiving the curvature of the ball.

16. A ball earring according to Claim 15, including a
circumferential groove around the post near the back end
thereot.

17. A ball earring according to Claim 15 or Claim 16

wherein the ball 1s soldered to the separated end by melting

and resolidification of the nib.

18. A ball earring according to Claim 17, including a

e

layer of solder between the head and the ball.

SMART & BIGGAR
OTTAWA, ONTARIO

PATENT AG.
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