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1o all whom it may concern.:

Be it known that I, Eimer L. ScauMacH-
kR, o citizen of the United States, residing
at Southbridge, in the county of Worcester
and State of Massachusetts, have invented
certain new and useful Improvements for
Demiamber Rims and Processes for Pro-

duction of Same, of which the following is

a specification. ,

This invention relates to composition rims
for ophthalmic lenses, and has as an ob-
ject to improve generally and render more
economical the process for the production
of the same.

An important object of this invention is
to utilize the material usually wasted in the
stamping or cutting of composition ophthal-
mic frames from sheets of the composi-
tion material, by forming from this waste
material rims for that type of ophthalmic
frame constructed of part metal and part

Another important object of this inven-
tion is to produce a composition rim in such
a manner that the inherent peculiarity of
this composition material to return to its
original shape under usual atmospheric con-
ditions' shall be an important factor in
the clamping of the rim on the finished
frame.

Still another important object of this in-
vention is the provision of a process for
the production of composition. rims, which
ghall be comparatively simple, and which
shall further require little change in the
equipment of shops producing this type
ol rim, to operate under this process.

Numerous other objects, details of the
process, and obvious advantages of this
nvention will become apparent during the
course of the following description, taken in
connection with the accompanying drawing
in which I have used like numerals to des-
ignate corresponding parts throughout all
views of the same, and in which:

Figure 1 is a front elevation of a com-
position frame, shown in relation to the
sheet stock from which it is cut, and clear-
ly illustrating the material usually wasted
in this process,

Figure 2 is a front elevation of a cen-
ter cut from the front of a composition
frame produced as shown in Figure 1,

Figure 3 is a similar view of a flat spiral
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strip of the composition material, the same
being formed from the center illustrated
in Figure 2,

Figure 4 is a front elevation of the strip
shown in Figure 3 expanded into substan-
tially the shape of a rim,

Figure 5 1s a {front elevation of an
ophthalmic frame, equipped with a rim con-
strélcted in accordance with my invention,
an

Figure 6 is a transverse sectional view
taken on line 6—6 of Figure 5.

Although my improved process for the
production of composition ophthalmic rims
could be applied equally well to composi-
tion material of any kind, it is particularly
applicable and includes many distinct ad-
vantages when used with that kind of com-
position material known to the trade as
demi-amber -or mottled stock. This demi-
amber stock, to which I refer, is a mottled
zyl which is in great demand for use in
frames at the present time, due to its simi-
larity to the much desived but expensive
tortoise-shell.

The use of demi-amber, however, in
ophthalmic frames has always presented
numerous difficulties due to the fact that
1t cannot be molded because of its mottled
structure. While practically all other com-
position material may be formed into a
plastic mass and subsequently molded by
any preferred means into the shape desired,
demi-amber can only be obtained either in
flat sheets or long relatively thin strips, in

~one of which forms it must be used.

Prior to my invention, therefore, it has
been customary, in so far as I am aware, to
form demi-amber rims by one of two general
processes. The first of these processes em-
ploys the sheet stock, and comprises stamp-
Ing or otherwise cutting therefrom rings of
the desired diameter to form rims of the de-
sired size. Though this process is compara-
tively simple, and is in use in a great many
shops at the present time, it is extremely
wasteful, in that the.centers cut from these
rmgs, together with a large part of the
outer edge of the sheet of material has to be
thrown away as scrap.

The other process, sometimes used, em-
ploys a long strip of demi-amber, and con-
sisted in spirally winding this long strip
upon a heated mandrel, and subsequently
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cutting the coil thus formed to produce a
plurality of rims. As before stated, how-
ever, zyl has the inherent peculiarity of re-
turning to its original shape, when exposed
to the ordinary atmospheric conditions, so
that the rims thus formed are constantly
under strain to straighten out and form
straight flat sections or strips.

Considering then these. disadvantages of
the two most used processes for forming
demi-amber rims, my invention becomes par-
ticularly advantageous in that it overcomes
these difficulties and renders more “efficient
the process for the production of these rims.
My invention not only contemplates the uti-

lization of a large amount of the waste ma-

terial obtained in the production of all zyl
frames, but also contemplates ‘the provision
of a rim, which under the strain of its tend-

ency to return to its original shape, will

clamp more tightly the ophthalmic lens or
rim which it encircles.

Referring now then particularly to the
drawing, wherein I have illustrated the pre-
ferred embodiment of my process, the nu-

- meral 10 designates a sheet of demi-amber
“in the form in which it is customary for
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manufacturers to purchase the same. " This
sheet is substantially thin in cross section,
being usually of a thickness approximately
equal to that desired in the finished frame,
such that it is possible for a manufacturer to
lay out on this sheet, as clearly illustrated
in Figure 1, the general outline of a frame
and to stamp the frame therefrom.

As also “illustrated in the drawing, the-

blank thus formed comprises the fronts 11,

* the bridge 12, and the temple mounts, 13.

40 .

The next step in this process, which mei-

dentally is the process most generally used.

by the manufacturer for the production of

" frames of this type, is to cut from the fronts

45

of the blank thus formed, the centers 14,
which, prior to my invention, have been
thrown away as waste material. In accord-

- ance with my process, I proceed to utilize
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the centers 14 by laying out thereom, as
clearly shown in Figure 2 of the drawing,
by the dotted line, the outline of a spiral
strip, which I have designated by.the nu-
meral 15. In TFigure 3 of the drawing I
have shown this strip 15 as cut from the
center 14, and it is to be understood that
although I find it preferable to accomplish
this step by a stamping process, any form
of cutting means may be used in so far as
there is produced a flat spiral strip of the
material, as shown in the figure.

- Figure 4 of the drawing clearly illus-
trates the next step of my process in which
Istraighten out the spiral strip 15 to form
a substantially circular split ring, capable
of encircling a lens. This ring now follows
the general process for'producing rims of
this type, by being finished on its outer pe-
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riphery to present a pleasing appearance to
the eye, and being internally grooved in
order that it might be clamped about either
a lens or a metal vim.

In Figure 5 of the drawing, I have shown
the preferred type of frame on which I use
the rims constructed in accordance with my
invention. This frame comprises the me-
tallic eyewires 16, joined by means of a me-
tallic bridge 17, and being further provided
with laterally projecting clamping ears 18
to which are mounted the
temples 19.

Composition rims when used in conjunc-
tion with metallic frames of this character,
form a casing or covering for the eycwires
16 and may be most efficiently clamped
thereon by subjecting the eyewires- when
surrounded by the demi-amber rims, to a
moderate degree of heat. The heat tends
to return the demi-amber rims, more rapidly
to its original shape, thus quickly and firmly
clamping the same on the metallic eyewires,
due to the well known property of zylonite
to return to its original shape, as for in-
stance if a straight rod of zylonite be bent
at an angle, it will stay bent if kept cool,

but if it were heated 1t would straighten

meta]lic2

out on cooling and become a stiaight rod

again; if bent into a ring, the ring would
also straighten out and become a straight
rod if subjected to heat, as before, this prop-
erty being entirely different and apart from
the natural springiness or resiliency of the
material tending to spring it back if de-
flected. Although I have shown the rim
produced in accordance with- my invention
as applied to this type of ophthalmic frame,
wherein its main purpose is to form a cover-
ing for the metallic eyewires, it is to- be
understood “that the rims may be used
equally well without the metallic eyewires.
When used without the eyewires, the rims
form a part of the well known frames con-

-structed with composition rims, a metallic

bridge, and metallic temples.
~ It is clearly apparent that regardless of
how I use my rims, whether it be to en-
circle a metallic eyewire, or a lens proper,
1t will always tightly clamp the same due to
its inherent tendency to return to its origi-
nal, and in this case, flat spiral, shape.
From the foregoing description therefore
1t will be seen that T have produced a demi-
amber or composition rim which may be
formed from the material usually wasted in
the manufacture of composition frames. It
will further be seen that I have produced a
process which is not only exceedingly eco-
nomical, but also of such simplicity and of
such similarity to the processes in use todav
that it may easily be installed in the average
manufacturing plant without the building
or purchasing of expensive extra equipment,
Despite the simplicity and economy of my
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process, it is obvious that the same over-
comes two of the main difficulties present in
the processes generally in use today, and ac-
complishes a result long desired.

It is to be expected that in the practical
application of my process in industrial
plants many changes from the specific de-
tails disclosed herein will readily suggest
themselves, so that I reserve the right to
make certain minor departures and varia-
tions from the details of this specification
and drawing, in so far as I remain within the
spirit of my invention, and the scope of the
appended claims.

Having thus described my invention,
what I claim is~-

1. The process of producing a composi-
tion rim for ophthalmic lenses, which con-
sists in forming a flat spiral strip from a
disk of the composition material, expanding
the same to encircle a lens, and subsequently
bevelling and grooving the rim thus formed.

2. The process of producing a composi-
tion rim for ophthalmic lenses, which con-
sists in forming a flat spiral strip from the
center cut from the front of a composition
frame, expanding this strip to encircle a
lens, and subsequently bevelling and groov-
ing the same.

3. The process of utilizing the centers cut
from the front of a composition frame,
which consists in forming therefrom rims
for ophthalmic lenses, by cutting out a flat

8

spiral from the center, straightening the
same, and grooving it.

4. The process of utilizing the centers cut
from the fronts of composition frames,
which consists in forming therefrom flat
spiral strips, adapted to be expanded and
clamped about ophthalmic lenses to form
rims therefor.

5. The process of producing a demi-amber
rim for a metallic eyewire, which consists in
forming a flat spiral strip of the demi-
amber, bevelling” and grooving the same,
placing the strip about the eyewire, and sub-
sequently heating the same to cause it to

contract on cooling to grip the eyewire be-

tween the forms of the groove.

6. The process for producing a composi-
tion rim for ophthalmic lenses comprising
making a disc of composition material, cut-
ting out the central portions thereof to form
a spiral, having one end lying -within the
other and in the same plane, and expanding
the spiral to a continuous lens rim.

7. The process for producing a composi-
tion rim for ophthalmic lenses comprising
making a disc of composition material, cut-
ting out the central portions thereof to form
a spiral, having one end lying within the
other end in the same plane, expanding the
spiral to a continuous lens rim, and groov-
ing the rim to receive a lens.

ELMER L. SCHUMACHER.
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