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" UNITED STATES

1,722,778
PATENT OFFICE.

WILLIAM H. WHEELER, OF GLEN RIDGE, NEW JERSEY,

ASSIGNOR TO FEDCO NUMBER

PLATE CORPORATION, OF NEW YORK, N. Y., A CORPORATION OF DELAWARE.

PROCESS FOR MAKING IDENTIFICATION PLATES.

Application flled July 23, 1925. Serial No. 45,620,

The invention relates to an improved proc-
ess for making identification plates of a type
particularly adapted for the identification of
automobiles, although it is not limited to such

& use.

It is an object of the invention to produce
an identification plate which cannot be
altered without disclosing the fact that it has
been tampered with and which cannot be

10 duplicated or counterfeited by an unauthor-
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ized person except at such expense as would
be prohibitive or by the use of machinery or
cquipment involving considerable initial ex-
pense and a plant or establishment of such
character as would betray a counterfeiter.

The present invention is an improvement
upon the process of making identification de-
vices described in my co-pending application,
Serial No. 13,491 filed March 6, 1925, and has
for an object to simplify and cheapen said
process of manufacture. _ ]

Other objects of my invention will appear
in the following detailed description of my
process and will be clearly defined in.the
claims. :

In the accompanying drawings: ) )

Figure 1is a plan view of one of my identi-
fication devices representing its appearance
after being subjected to the first step of my

0 process;

]
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Fig. 2 is an enlarged fragmentary sectional
view taken on line 2—2 of Figure 1;

Fig. 8 is a plan view of a fragment of one
of my identification devices representing its

5 appearance after being subjected to another

step of my process; )

Frg. 4is an enlarged sectional view taken on
line 4—4 of Fig. 3;

Figs. 5 and 6 represent the appearance of
my plate after being subjected to the next step
of my process, I'ig. 5 being an enlarged sec-
tional view taken on line 5—5 of Fig. 6 and
Fig. 6 being a plan view of a fragment of the
identification device;

Figs. 7 and 8 are plan views of a fragment
of my identification device representing its
appearance after being subjected to two fur-
ther steps of my process; -

Fig.9isaplanview of a fragment of a com-
pleted identification device; and

Fig. 10 is a bottom view of a fragment of
an embossing die employed in my process.

The identification plate described in the
co-pending application above referred to was
formed on a plate composed of two metals of

- other metals might be used without departing

contrasting color; one metal being super-
posed upon the other and such portions of the
upper layer of metal as it was desired to elimi-
nate from the face of the identification de-
vice had to be cut away. In the present in-
vention on the other hand, I use to start with,
a plate composed of g single metal and plate
the surface with another metal of contrasting
color at such places as it is desirable to show
a_difference of color in the surface of the
identification device. For the base or body
of my indentification device I prefer to use a
plate of copper, but I do not wish to confine
myself to this metal as it will be evident that
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from the spirit and scope of my invention.

On the copper surface T deposit, by a suitable
plating operation, a layer of nickel or other
contrasting metal, confining the nickel plat-
ing to definite portions of the identification
device as will be explained below. I propose
to use for the identification indicia a name,
mark or design (hereinafter termed the
“make indicia”) representing the make or
model of a car and also a number (hereinafter
termed the “number indicia”) designating
the particular car of said make or model to
which the plate is attached.

The first step of my process is to emboss
upon the plate a marginal frame and the num.-
ber indicia. In order to increase the diffi-
culty of altering or counterfeiting a plate, the
numbers are applied in Arabic numerals and
the name of each number is indicated in
alphabetical characters, which name is pref-
erably placed above and below each Arabic
numeral. If desired, alphabetical characters
may be used in place of numerals and the
name of each character spelled out above and
helow it. 05

Figs. 1 and 2 illustrate the plate after it has
gone through the first step of my process.
The body of the plate is indicated by the nu-
meral 10 and the marginal frame 11 has been
struck up from the background, also the Ara- 100
bic numerals 12 and the spelled out numbers
13. However, it will be observed on inspect-
ing Fig. 2 that the marginal frame 11 and
Arabic numerals 12 stand higher than the
characters 18. After this embossing opera- 105
tion, it may be desirable to anneal the plate
so that it will be in condition for a second em-
bossing operation. However, if the plate be
composed of copper or a similar soft metal
the annealing operation may be dispensed 110
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but also has pockets 22

2

with. The next step of my process is to apply
to the embossed face of the plate, a varnish or
other liquid material which will harden
quickly and form a fairly thick coating 14
over the embossing. This varnish must be
readily soluble so that it can be removed easily
during a later step of my process and it 1s
important that the varnish be of such vis-
cosity as to form a fairly thick layer and that
it possess sufficient surface tension to form
rounded fillets in the re-entered corners of the
embossing. Another essential quality of the
varnish is that it must be of such composition

as to resist the plating operation to which the

5 identification plate 1s subjected to later on,

" The next step of my process is to grind or
cut off the embossed face of the plate to a
depth roughly indicated by the broken line
16 so that a section of the plate now appears
as in Fig. 5. Tt will be observed that the coat-
ing 14 has been removed from the frame 11
and from the surface of the numerals 12, but
that it still covers the characters 13 and the
rest of the surface of the plate. This is indi-

5 cated in the plan view of Fig. 6 by a heavier

stippling on the surface of the Arabic numer-
als and the marginal frame to represent the
copper surface of the plate as contrasted with
the lighter stippling covering the rest of the
plate and indicating the coating 14. The
characters 13 and Arabic numerals 12 still
chow as embossed above the surface of the
background, while the fillets 15 fill the re-
entrant corners of the embossing. The plate
is now subjected to the next step of my proc-
ess, namely that of placingitina plating bath
which will deposit a coating of nickel upon
the surfaces from which the varnish has been
removed, namely upon the Arabic numerals
12 and marginal frame 11. This is indicated
in Fig. 7 by the white surfaces 17 representing
the mickeled surfaces of the plate. -The plate
is now subjected to a second embossing opera-
tion in which the make indicia is applied over
the number indicia. By way of illustration
T have shown certain characters 18 represent-
ing the name of the maker or model of car
and a series of vertical lines 19 surrounding
the name and forming a background design.

Referring to Fig. 10, it will be observed that
the die 20 with which the make indicia 1s em-
bossed upon the plate has not only offset por-
tions 21, adapted to prevent excessive pres-
sure upon the marginal frame 11 of the plate,
cut therein, which are
adapted to register with the characters 13 of
the number indicia so that said characters
will not be subjected to as much pressure as
the other portions of the plate. I have found
that it is desirable to releive the characters 13
of a certain portion of the pressure during the
second embossing operation to prevent them
from being partly obliterated or mutilated.
The characters 18 are preferably smaller than
the numerals 12 and consequently are likely
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to be flattened out during the sccond emboss- -

ing operation because they offer a smaller sur-
face area to resist the pressure. But by pro-
viding the pockets 22 in this second embossing
die, I find that they are preserved without ob-
literation. During the second embossing op-
eration, the fillets 15 produce marginal de-
pressions surrounding the numerals 12 and
the characters 13 as explained in my co-pend-
ing application above referred to. The coat-
ing 14, however, is of such thickness as to per-
mit the die 20 to emboss the surface of the
plate not only across uncoated Arabic numer-
als but across the coated background as well.
After the -second embossing operation the
coating 14 is removed and the indentification
plate then shows a surface on which the make
indicia areé superposed above the number in-
dicia and yet the identity of both sets of in-
dicia is preserved. As the final step of the
process and in order to make the numerals 12
stand out in marked contrast to the rest of the
plate, I find it desirable to oxidize the surface
of theplatewith an oxidizing medium and ata
temperature which will not discolor the nickel
surfaces. Thisis indicated in Fig. 9 in which
the stippling on the surface of the plate is
much heavier than in Fig. 1 to represent an
oxidized copper surface. The Arabic numer-
als are clearly legible not only because they
stand out in slight relief from the rest of the
plate and are outlined by a marginal depres-

_sion but also because the nickel surface repre-

sents a marked contrast to the oxidized copper
surface.

‘While I have shown the plate as having the
Arabic numerals in nickel and the characters
13 in copper, it may be desirable to have all
the number indicia shown in nickel. This
may be done by changing the die for the first
embossing operation so that characters 13
will stand out in as high a relief as charac-
ters 12; then on cutting down the plate to the
line 16 the coating 14 will be removed from
the characters 13 as well as the numerals 12
and the characters 13 will then be coated with
nickel during the plating process. The same
effect could be produced without changing
the die by grinding or cutting down the sur-
face of the plate far enough to remove the
coating from the characters 13.

I claim:

1. A process of producing superposed de-
signs upon a base, which consists in emboss-
ing one design upon the base, covering the
embossed surface with a coating, removing
the coating from certain portions of the em-
bossed surface, plating said portions, and
embossing a second design over the first
design. _

2. A process of producing superposed de-
signs upon:a base which consists in emboss-
ing one design upon a base, covering the
embossed surface with a coating, removing
the coating from certain portions of the em-
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bossed surface, coating said portions with
metal, and embossing a second design over the
first design.

8. ‘A process of producing superposed de-
signs upon a base which consists in emboss-
ing one design upon a base, covering the
embossed surface with a coating, removing
the coating from certain portions of the em.
bossed surface, coating said portions with
metal, embossing a second design on the first
design, and removing said coafing from the
rest of the base. )

4. A process of producing superposed de-
signs upon a metallic plate which consists
in embossing one design upon said plate,
covering the embossed surface with a coating,
removing the coating from certain portions
of the embossed surface, plating said por-
tions with a metal different from the metal
of the plate, embossing a second design over
the first design, and removing the coating
from the rest of the plate.

5. A process of producing superposed de-
signs upon a metallic plate which consists
in embossing a design upon said plate, an-
nealing said plate, covering the embossed sur-
face with a coating, removing the coating
from certain portions of the embossed sur-
face, plating said portions with a metal of
different color from that of the plate, em-
bossing a second design over the first design,
and removing the coating from the rest of
the plate. :

6. A process of producing superposed de-
signs upon a metallic plate which consists
in embossing a design upon said plate, an-
nealing said plate, covering the embossed
surface with a coating, removing the coating
from certain portions of the embossed sur-
face, plating said portions with a metal of
different color from that of the plate, em-
bossing a second design over the first design,
removing the coating from the rest of the
plate, and oxidizing one of the metal surfaces
of the plate.

7. A process of producing superposed Qe-
signs upon a metallic plate which consists
in embossing one design upon the plate, coat-
ing the embossed surface with a liquid filler,
permitting the filler to solidify, grinding the
surface of the plate to remove the coating
from certain portions of the plate that stand
in relief, electro plating the plate with a
metal of different color from that of the base,
embossing a second design over the first de-
sign, and dissolving the coating. ,

8. A process of producing superposed de-
signs upon a metallic plate which consists
in embossing one design upon the plate, coat-
ing the embossed surface with a liquid filler

which resists an electro plating bath, per- .

mitting the filler to solidify, grinding away
the embossed surface of the plate to remove
the filler from certain portions of the em-
bossed surface, subjecting the plate to an

3

electro

surfaces with a metal of different color from

the metal of the plate, embossing a second de-

?illgIn over the first design, and issolving the
er. :

9. A process of producing su yerposed de-
signs upon a metallic plate Wlll)ich consists
in embossing one desi upon the plate, coat-
ing the embossed surface with a hqui(i filler
which resists an electro plating bath, per-
mitting the filler to solidify, grinding away
the embossed surface of the plate to remove
the filler from certain portions of the em-
bossed surface, subjecting the plate to an
electro plating process to plate the uncoated
surfaces with a metal of different color from
the metal of the plate, embossing a second
design over the first design, dissolving the
filler, and subjecting the plate to an oxidizin
process which will not affect the plated metaig.

10. A process of producing superposed de-
signs upon a metallic plate which consists in
embossing one design upon the plate, coating
the embossed surface with a liquid filler
which resists an electro plating bath, permit-
ting the filler to solidify, grinding away the
embossed surface of the plate to remove the
filler from certain portions of the embossed
surface, subjecting the plate to an electro
plating process to plate the uncoated surfaces
with a metal of different color from the metal
of the plate, embossing a second design over
the first design, with a die having a recess
therein in register with certain embossed
parts of the first design, dissolving the filler,
and subjecting the plate to an oxidizing proc-
ess which will not affect the plating.

11. A process of producing superposed de-
signs upon a metallic plate which consists in
embossing a design upon the face of the plate
with certain portions of the design in high
relief and other portions in low relief, coat-
ing the embossed face of the plate with a
ﬁlfer, grinding the face of the plate to re-
move the filler from the parts in high relief,
plating such uncoated parts with a metal of
different color from the metal of the body of
the plate, embossing a second design over the
first, and removing the filler. -

12. A process of producing superposed de-
signs on a metallic plate which consists in
embossing one design on the face of the plate
with certain parts of the design in high relief
and other parts in low relief, coating the
embossed surface of the plate with a filler,
removing the filler from the parts in high
relief, plating said parts in high relief with
a metal of different color from the body of
the metal, embossing a second design over the
first with a die which subjects the parts in
10ﬁ7v relief to little pressure, and removing the
filler. -

18. A process of producing superposed de-
signs on a metallic plate which consists in

embossing one design on the face of the plate

plating process to plate the uncoated

70

75

80

85

90

95

100

205

110

115

120

125

130



10

15

4

with certain parts of the design in high relief
and other parts in low relief, coating the em-
bossed surface of the plate with a filler, re-
moving the filler from the parts in high re-
lief, plating said parts in high relief with
o metal of different color from the body of
the metal, emhossing a second design over the
first with a die having a recess therein in
register with the parts in low relief, and re-
moving the filler.

14. A process of producing superposed de-
signs upon a metallic plate, which consists
in forming a design upon a surface of the
plate, applying a removable coating to cer-
tain parts of said surface, applying a metal

1,722,778

of a different color from that of the plate
to the remaining parts of said surface, em-
bossing a second design over the first design,
and removing said coating. .

_15. A process of producing superposed de-
signs upon a metallic plate, which consists
in forming a design upon a surface of the
plate, applying a soluble coating to certain
parts of said surface, applying a metal of
a different color from that of the plate to
the remaining parts of said surface, em-
bossing a second design over the first design,
and dissolving said coating. ’

WILLIAM H. WHEELER.
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