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This invention relates to an improved method 
for making colored or multi-colored embossed 
emblems, badges and ornaments. 
The present day method of manufacturing 

multi-colored emblems is slow and costly. The 
ornamental design is first embossed on the em 
blem. The attaching means, in the form of ra. 
pin, catch, stud or the like, is then secured by 
soldering to the back of the emblem. When the 
emblem has cooled down from the soldiering op 
eration in the case of coloring through the air 
dried lacquer process, the Colors are then Sepa 
rately applied by spraying or otherwise Over a 
mask or stencil. Experience has shown that it is 
impossible, by applying the colors over a mask 
or stencil, to confine the coloring material to Only 
those portions of the embossed surface which 
should be colored to produce the desired design, 
so that after the application of the coloring ma 
terial to the emblem it has always been neces 
sary to carefully remove by hand, excess color 
ing material from certain portions of the emi 
bossed surface, and finally, before completion, 
there are the steps of pumicing or relieving and 
plating, repeated individual handling of the 
small emblems being required in the course of 
production. 
The present invention comprehends applying 

the coloring material to the emblem by screen 
process or printing or lithographing the same 
thereon before emboSSing the emblem. This pro 
vides for putting on the colors with precision, for 
confining the coloring material to those portions 
of the surface which should be colored to produce 
the desired ornamental effect. The necessity for 
carefully going over the surface of the emblem. 
to remove coloring material from certain portions 
which should be left free of coloring material, is 
avoided. - 
The invention also contemplates the use of 

prefinished stock and the embossing of a secur 
ing means on the back of the emblem formed 
from the material of the body thereof. In this 
Way, the usual steps of Sodering, pumicing and 
plating are eliminated, together with the repeated 
individual handling of small pieces of stock, and 
makes it possible to rapidly produce the emblems 
in multiple. A superior article is produced at 
less cost. 
An object of the invention is to provide an 

improved method whereby the coloring material 
can be easily applied to only those portions of the 
emblem which it is desired to color so that it is 
unnecessary after the putting on of the colors to 
remove coloring material from those portions of 
the surface which are to be left uncolored. 

2 
Another object of the invention is to provide 

'an improved method which will provide for form 
ing securing means on the back of the emblem 
simultaneously with the embossing of the emblem 

5 and thereby the usual step of soldering the at 
taching means to the emblem with the attendant 

O 

danger of spoiling the coloring of the emblem, 
is entirely avoided. 
Another object of the invention is to provide 

for producing the emblems in multiple from a 
strip or sheet, and for simultaneously embossing 
the emblem and forming securing means on the 
back of the emblem, and then cutting out the 
emblems from the sheet in multiples, to the end 
that emblems can be more rapidly produced with 
a considerable saving in the cost of production. 
A still further object of the invention is to 

is eliminate the usual steps of separately pumicing, 
relieving and plating the small emblem pieces, 

20. and the repeated individual handling of the same. 
The invention, With other objects and advan 

tages thereof, will be understood from the fol 
lowing detailled description, when considered in 
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connection. With the accompanying drawings. 
forming part hereof and illustrating one form of 
apparatus for practicing the improved method. 

In the drawings: 
Fig. 1 is a diagrammatic showing of one form 

of apparatus for carrying out my improved 
method; 

Fig. 2 is a top plan view of a pre-finished metal 
piece or strip as used in the apparatus shown in 

1. Fig. 1 of the dra Wings, the Strip being shown after 

40 
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coloring material has been applied to a number 
of separate sections of the strip and the same 
have been embossed; 

Fig. 3 is a transverse section, on an enlarged 
Scale, of One of the emblems after coloring, en 
bossing the face thereof and the forming of a 
boss or flange on the back of the same by the 
apparatus shown in Fig. 1; 

Fig. 4 is a top plan view of the construction 
shown in Fig. 3; 

Fig. 5 shows diagrammatically a device for Se 
curing a Screw stud to the back of the enben 
shown in Figs. 3 and 4; 

Fig. 6 is a side elevation of the construction 
ShoW in Fig. 3 With an attaching stud Secured 

... Stud; 
thereto and with a retaining member On the 

Fig. 7 is a transverse section of one of the em 
blems provided With a modified form of flange 
for securing a bar pin type of attaching means 

55 to the back of the emblem; 
Fig. 8 is a rear elevation of the construction 
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shown in Fig. 7 with a bar pin type of attaching 
means secured to the emblem. 
In accordance with my improved method, pre 

finished stock is employed. This may be plastic 
material, base metal, semi-precious or precious 
metal, in the case of base metal the Stock being 
plated as well as polished. The color or colors 
are first applied to a surface of the prefinished 
stock by printing, screening or lithographing the 
same thereon. When contrasting colors are to 
be applied, the colors are put on Separately in 
successive steps, one color being put on and dried, 
and the same operation being repeated with the 
other coloring material or materials. 
coloring material has been applied in this way, 
the stock material is pressed between dies to 
emboss the printed Surface to complete the de 
sired design. The method includes Striking up 
a boss or flange on the back of the emblem, 

After the 
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badge or the like. for securing attaching means 2: 
thereto, and this is done by the dies simultane 
ously with the embossing of the sane. The in 
vention contemplates producing the emblems in 
multiple from a Strip. or sheet, a coloring ma 
terial being applied to individual separated Sec- i. 
tions or alreas of a surface of the strip, and each 
of Said Separated areas of the Surface of the 
Strip being emboSSed, the plurality of colored 
and embossed Sections being afterwards stamped 
from the strip or sheet. 

. In Fig. 1 of the drawings is shown diagran 
matically, by way of example, one form of ap 
paratus for practicing my improved method, the 
particular apparatus indicated being adapted to 
produce a block of four emblems from a strip or : 
sheet of material. In this view designates a 
printing plate which has four separate similar 
printing. Surfaces arranged in Staggered relation, 
2...a metal or plastic piece or strip resting, upon 
a support 3, and 4 and 5 are respectively a print 
ing roll and a coloring roll suitably supported 
for reciprocatory longitudinal travel over the 
printing plate and the strip or piece of mate 
rial 2. 6 and 7 designate generally suitable cam 
means to Cooperate With Supporting means (not 
shown) for the longitudinally movable printing 
roll 4 and the coloring roll 5, the latter receiving 
coloring material from a coloring supply device 
comprising a reservoir 8, a feed roller 9 and a 
roll f G, the latter being disposed for contact with 
the coloring roll 5 when the rolls 4 and 5 are 
moved on the stroke to the right from the po 
sition shown at the left in Fig. 1. As the rollers 
4 and 5 travel from right to left after color ap 
plying roll 5 has received coloring material from 
the roll (), Said rollers are raised by the cam 
means 7 above the strip or piece 2 but allows roll 
er 5 to descend upon and color the printing plate 
f. On the return movement of the rollers 4 and 
5 from left to right, roller 4 descends upon the 
printing plate and receives therefrom upon its 
rubber blanket or covering the impressions of the 
printing plate and in the continued travel of the 
roller 4 to the right, it prints the impressions on 
the metal strip or piece 2. and 2 designate 
cooperating dies of conventional form for em 
bOSsing the Several colored sections of the strip 
or piece 2 and striking up the securing flange or 
bOSS On the back of each of the strip sections, 
there being a gang of four pairs of such die 
members, in the particular exemplification illus 
trated in the drawings. After the coloring and 
embossing of the several sections of the strip or 
piece 2, the strip is removed from between the 
dies. and 2 and placed between a gang of dies 

?? ) : 

() 
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4. 
3 and 4 of any suitable construction for stamp 

ing out and ejecting the colored embossed Sec 
tions from the strip or piece. Suitable means 
(not shown) is provided for readily placing and 
holding the strip or piece 2 on its support 3 in 
proper position relatively to the printing plate 
and between the gangs of embossing and stamp 

ing dies i 1, 2, 3 and || 4. For this purpose, the 
strip or piece 2 may be provided with bosses or 
projections On its bottom face to cooperate with 
aligning recesses on the Support 3 and on the 
lower members of the embossing and stamping 
dies. 

In Fig. 2 of the drawings, the strip or piece 
; 2 is shown after coloring material has been ap 
plied to four separate sections 2a of the same. 
Fig. 3 shows one of the emblems after coloring, 
enbossing, and the forming of a securing flange 
5 On the back thereof by the apparatus shown in 

Fig. 1, the colored portions of the printed surface 
of the emblem and the uncolored portions thereof 
being designated 6 and T respectively. In the 
particular construction illustrated in Fig. 3 of 
the drawings, a depression 8 is formed in the 
back of the emblem to receive an end portion of 
an attaching screw stud or post 9, the flange or 
bOSS 5 extending around the depression and 
having an outer beveled surface 5a to facilitate 
SWaging of the fiange against the stud 9 to se 
cure the Same to the back of the emblem. 
In Fig. 5 of the drawings is shown a device for 

SWaging down the flange, or boss 5 on the back 
of the emblem around the inner end of the stud 
9 to Secure the same thereto. This device is 

ShoWim as comprising a lower die member, 20 hav 
ing a central tubular part 2 to receive and hold 
the cylindrical stud, and an upper beveled an 
nular face 22 adapted to engage the beveled sur 
face 5a of the flange or boss 5 when the em 
blem positioned on top of the stud as shown is 
forced downwardly by a cooperating upper pl’eS 
Ser member 23. A retaining screw button 24 
of conventional form, is provided to cooperate 
With the screw stud 9. 

In Figs. 7 and 8 of the drawings another form 
of Securing flange is shown, appropriately shaped 
lower. die members 12 of the embossing dies be 
ing Substituted for that form of the lower die 
members shown in Fig. 1 of the drawings to pl’O- 
duce this modified construction. In this instance 
the flange, designated 25, is of elongated general 
rectangular shape with an enlarged portion 25a 
centrally, of its ends to correspond with the shape 
of the body portion 26 of a bar type pin or clasp, 
the flange. having a beveled outer face 25b and 
being forced down over the body portion 26 of the 
clasp for Securing the same to the back of the 
emblem. The attaching pin or clasp shown is of 
Conventional form, comprising a pin 27 pivotally 
Connected at one end to the body portion 26 at 
One end thereof. The body portion 26 at its other 
end is provided with an upstanding slotted por 
tion 26d to receive therein the pointed end por 
tion 2a of the pin, the latter being retained in 
Said slotted portion 26a by a rotary safety catch 
28 of Well-known form. 
My improved method results in a more pleas 

ing, Satisfactory article and a considerable re 
duction in the cost of manufacture. The appli 
cation of the coloring material to the emblem by 
printing the same thereon, previous to emboss 
ing the emblem, provides for putting on the col 
ors with greater precision, the colors being con 
fined to those portions of the surface which 
should be colored to produce the design desired. 
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The necessity for removing coloring material 
from portions of the Surface by hand after putting 
On the Colors is avoided and a more SatSifactory 
coloring of the emblem is assured. By forming 
Securing means for the attaching means on the 
back of the emblem, the step of Soldering is elim 
inated and by the use of pre-finished stock, re 
peated individual handling of the emblems in 
pumicing and plating is avoided. 
What claim is: 
1. The method of making colored emblems 

which includes applying coloring material by 
printing, lithographing or silk screen process 
printing on portions of the Surface of a rigid 
metal plate, allowing the coloring material to 
dry, and thereafter while maintaining the plate 
at normal temperature forming on the opposite 
face of the plate by pressure a continuous out 
Wardly projecting fiange defining a Seat within 
the marginal portion of the same, and then per 
manently attaching a pre-formed part of a fas 
tening means on Said last mentioned face of the 
plate by Swaging said flange against and about 
said fastening means part. 

2. The method of making colored emblems 
Which includes applying coloring material by 
printing, lithographing or silk screen process 
printing on portions of the Surface of a rigid 
metal plate, allowing the coloring material to 
dry, thereafter While maintaining the pate at 
normal temperature embOSSing said surface to 
produce thereon the desiredi design, and Simul 
taneously forming a bOSS on the rear face of said 
metal plate, and then permanently attaching a 

O 

3) 

6 
pre-formed part of a fastening means on said 
last mentioned face of the plate by interlocking 
by pressure a portion of said fastening means 
part With Said boSS. 

FRANK. J. BROWN. 
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