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Finger rings come in many different designs, assortments and prices to
cater for people of different ages and sexes. Rings are also meant for different
occasions and purposes, for example, a wedding ring set with a precious

gemstone, or a magnetic ring that helps to improve blood circulation.

Often, a finished ring consists of more than one ring, usually two rings.
The rings are usually connected or attached together via different means suchasa
hinge or through magnetic attraction. Such a design provides aesthetic value to
those who buy or wear them. Rings with magnetic elements embedded inside

them are also used for therapeutic reasons.

US Patent No. 6,101,843 relates to a double-ring finger ring which
comprises an inner ring and an outer ring, with magnets mounted in an outer
circumferential region of the inner ring and in an inner circumferential region of
the outer ring. The outer ring is held in suspension by the repellant force of the

magnets.

US Patent No. 5,669,241 describes a finger ring having at least two
members, connected together at a point by a hinge, with the first member having

a clasp hingably connected thereto, while the second member has a catch. In a



1 JEVELRY Background of the invention 5 The present
invention relates generally to an item of holl ow
ring-shaped jewelry and a nethod for making a hol |l ow
wdﬂg@&?&gd jewelry item Mre particularlypcfhdRieiidbsos
not exclusively, it relates to a jewelry ring. Prior
Art 10 Finger rings cone in many different designs,
assortnents and prices to cater for people of

di fferent ages and sexes. Rings are al so neant for

di ffosedpositios,dhs tlass ergagepwith dseegtclf orfoararmasr riag.
wedding ring set wwth a precious genstone, or a
magnetic ring that helps to i nprove bl ood circul ation.

15 O'tegyg ??éhﬁmh%ﬁzﬁim Giohsicat 5 rigk iBBre atdeablPREmprising a

ring, usually two rings: The rings are usually

copair@f eihgs foradctamhedating et rgageinaniirfdtesrging therghetween.
such as a hinge or through magnetic attraction. Such
5a design provides aesthetic value to those who buy or

wear t h%ﬁﬁ@ﬁla%ﬁﬁ PRSIRsLibE M. RN DBOLTOSSBEdwhen a pair of

i nsi de emare also used for therapeutic reasons.
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forger rin Lch ¢ ri ses an inner ring d.an ;.
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cir i b QfheOhavitle oliRlly diftRNSouth pales, while his
in %%%F‘?%%?Z‘k’%%‘tﬁ% .gglfé? on gf 25 ty:)e outer ri r?g The

100 Utpartnerd wears 8 weeldihg ringshespegentwrardly diteested apshipatas.
force of the magnets. US Patent No. 5, 669, 241
describes a forger ring having at |east two nenbers,

connect gq téé}gﬁ,gl\ggg,gﬁ{eé%emeh erf B¥kifg i Rflfow WirdghinkbRres soldering

first ne a clasp hihgably connected
t henethalf sifis bethehingswithrdotherrbelf skiesofahe asingho bepome woomplete

2008/.015506 PCT/ 1 B2007/000898. 2 cl gsed. pqgsition, .the
c1 SeoB TgaE HOWPY, PHACRT ISR tHoR, & TFRgie R e lon the

15  soldered joints can be somewhat visible.

Accordingly, the present invention aims to provide an improved method of

making a ring-shaped jewelry item.
20 : : : Summary of the invention

In one aspect, the present invention provides a method for making a
hollow ring-shaped jewelry item, by assembling an internal cylindrical piece
within an external cylindrical piece. The internal piece defines a radially inner

25  peripheral surface of the jewelry item, while the external piece defines a radially
outer peripheral surface of the jewelry item. The outer diameter of the internal
piece is smaller than an inner diameter of the external piece, such that a generally
annular hollow space exists between the internal and external pieces when the
two pieces are assembled together.

30



US Patent No. 5,727,399 discloses a ring insert
assenbly conprising a pair of rings for accommobdati ng

an engagenent or

other ring therebetween. 5 In the

W Rbddgkdegnal Publication No. WO 2004/ 105539 p-Y&sdo 7000898

pair of jewelry

itenms is.in sufficiently close

proximty, a perceptible attractive force may be

est abl i shed, due
pol arities, |ike

havi ng I9M/SRICE Q81984
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vi si bl e. Accordingly, the

present invention ains to provide an inproved nethod
of making. a ring-shaped jewelry item 20 Sumrary of
Herhis, ritg

the i nvéA

nitergab piece; pad/pr dhe rxiqrpgle pigcgneach further
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pi e¢heholéw Bpatedntoex feav holllow gedtivas infid hrepidapeed td hécate the internal
internal piece defines a radially inner 25 peripheral

105 ang cxtegnal prrees a@laiyetq eragnofRat e t he external piece
defines a radially outer peripheral surface of the

jewelry item The outer dianeter of the internal

pi ece i $f seqiitedr off pasternd) prier tdi doghgrofdfthé 8sembly, magnetic
external piece, such that a generall annul ar hol | ow

sp&EBety sasbe apspeed wiHunthe anpder holteve secsions thasj exists between

2008 BTEEdaR:

¢ . assenbl ed together. 30 WD
@%6%8'00898 3 The hol | ow space on

15each side of the assenbly is closed off by joining a

respective side

pi ece that bridges the neighbouring

axi al edfednagnetipelements fambedded tesidetheabody o€ dhe ringe make it
Ji glngﬁéﬁgﬁ@afllyt ffadlAe bk Gaghdti€ %&pacﬁbg %n:%leg Rso ‘i‘fﬁ%ﬁ rS?I tHe same

make to be stackedA

or combined, and worn on the same finger as an entity. The

two rings, when designed and sold as a set, are adapted respectively to be worn

20 by a couple of lovers.

25
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After sintering, the assembled jewelry item is then cooled off. Some lines

may be visible due to the sintering process. Therefore enameling is done on the

outer surface of the jewelry assembly after sintering to make the lines less or not

visible.

For the purpose of making the jewelry item look more attractive, the

jewelry may bear di

fferent decorative appearances. The jewelry is then sent for

polishing to make it sparkling and captivating.



by means of sintering or soldering, according to the

metal of which the 5 conponent pieces are nade. :
Preferably, the internal piece and/or the external CT/IB2007/00089
pi ece each further conprises protrusions that eXteﬁéitWed29hh1200
into the holl ow space. The protrusions divide the ¥
hol | ow space into a few holl ow sections and are

adapted to locate the internal 10 and external pieces

relative to one another. If requi¥ed or preferred,

prior to cl oading RfdnothBEadese EH@:: ﬁfeseﬂfgiﬁ?&i‘ibﬁ &I M Silow ring-

can be inserted within the annular ow sections
that exihaped luelfidiem crpsistingeringn integalexilindried] pitesces. external

15 The ¢yagdiehi GidkeaRAtS gepeafidedal f}ﬁéc@?fthtd{‘%é@gﬁs‘/ Rl joins the .

the ring, make it “ magnetically attractive. |
magnet i E'EkPeITHE158F eI iatsmahend Prigmalafieqeh do stose off the hollow

makes t Qphte chleAdk FmcARiRgd. and worn on the same
finger-as an entity. The twbd rings, when designed and
sold as a set, are adapted respectively to be wor n 20
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. assenbl y gfter siﬁte?%ngv%%ﬂdgiel?Rg%??ﬁ%%ﬁ'ess or not

25 Wi sible. For the purpose of neking the jewelry item

| ook nore atpt iAGduyNim H&?_ aléo?c%ﬁ%fi%’e TR %ﬁ{am%hragxgxﬁ B one or a
decorati ve appearances. The jewelry is then sen or

pol i shiliteds efeecipus signesk sqmipredielis céqmes, vaystalg or 3% equivalents
PCT/| BRIt iR, aifredt Viellerd dMBKERD ol kUt iflty din artist or
anot her aspect, the present Inventidn provides

hol | oW shaped jewel ry item consisting of an

ingernal cylindrical piece, an external cylindrical

pi ece,. and a respective side piece that bridges and

joins the After the Jewelry item is polished, the jewelry is then sent out to be

_ marketed.

. Brief description of the drawings
.20 .
Fig. 1 shows front and side views of an external piece of a hollow ﬁng—shapcd

jewelry item.

Figs. 2 shows a front view of an internal piece of a hollow ring-shaped jewelry
25  item. '

Fig. 3 shows a front view of an internal piece assembled within an external piece

-of ahollow ring-shaped jewelry item.

Amended éheet
IPEA/AU



nei ghbouring edges of the internal and external pieces
to close off the hollow 5 space on each side of the
assenbly. Preferably, the jewelry item conprises a

W Joveibsegly of materials comonly used |i ke pg®l82007/000898
silver or platinumFor a gold jewelry item it can be

of different kinds such as yell.ow gold, white gold or
red gold. 10 The jewelry iten1ngy al so conpri se

ext Figial shwwneaehtsédd oNtheiakeentl9 i9tloBed BE By 1018 frespective side
preci ous stones, sem precious stones, crystals or #ﬁe
equP¥§fents thereof, bearing different designs,
depending on the creativity of an artist or

craftsman. 15 After the jewelry itemis polished, the

j ewEig. § showk hellowerttionitoftad.asfenblB@ hbRER FingBitaEd i i
gescri ption of the drawings 20 Fig. | shov‘(\;/segfﬁédn{ewaer]i‘gltem'

ide views of an external piece of a hollow

ri ngs, ' i F.gs. 2 sho a front view
ot "2 B3R s St B, e 50 ous o
25 ad extrernkl grnam@nglieons a front view of an internal

pi ece assenbled within an external piece of a hollow
ring-shaped jewelry item Amended Sheet | PEA/ AU WO

i cigo AR Fel STorcnly §iBip Betlow) pestiiei g e shaped jowelry

10resipeati ve side piece. Fig. 5 shows holl ow sections
of an assenbl ed hollow ring-shaped jewelry item 5

Fig. 8 shows the orientations of two magnetic ring-shaped jewelry items when

they are brought together.

15 Description of preferred embodiments

The invention is illustrated, although not limited by the following
description of preferred embodiments, that is given by way of example only with
reference to the accompanying drawings.

20

In accordance with the embodiment, a method for making a hollow ring-
shaped jewelry item, comprising the steps of assembling an internal cylindrical
piece 2 (Figure 2) that defines a radially inner peripheral surface of the jewelry
item within a external cylindrical piece 1 (Figure 1) that defines a radially outer

25  peripheral surface of the jewelry item.

Preferably, the jewelry item comprises a hollow body of conventional

materials commonly used like gold, white gold, red gold, silver or platinum.



Fig. 6 shows an assenbl ed holl ow ri ng-shaped jewelry

itemw th a precious stone as external ornanentation.

Fig. 7 shows nagnetic elenments within hollow sections

Wl Mosio154gs Shaped jewelry 10 item Fig. 8 sheeszbieernoosss
orientations of two magnetic ring-shaped jewelry itens

when they are brought together. 15 Description of

preferred enbodi nents The i nvenfion is illustrated,

al t houghypapl, %‘té‘f&a%gﬁéﬁm&?bi&@" i‘g% ags%ﬁﬁﬂé(fWiﬂﬁll Q{le external
preferred enbodi nents, at 1s"given by way of exanple

onl gyliidrival peterle aggentmllylaanalae dwjlewyspage existsi bepweer?the internal
In accordance with the enbodi nept, a pethod for nakj ng

a herd eera) giecss, EB“eEP fheiternpl pesmharimgs $I§@1L@ Opiffg diameter than

steps; i ' | cylindrical iece 2
(Fi gﬁ@eﬁ?ﬁdﬁéﬁ%@gﬁ%@g@q?gﬁ%l I z : nne:r peri Blheral

Surface of the jewelry itemw thin a external
cylindrigcal piece I (Figure 1) that defjnes a radi

Il
outer 2EhgeligrBral Pisgrs dee? diavene jelaierhy shert xial length and
™ CbaliEiY dethtCb SR Widi SFHEHIRIIARS The WL adius of the
mat y ed I'Tke gol d,

of Conventiona erial’'s conmon
whi piecewol @, ohdte gthed haikd, ldefinesothe padihi thiokneddOf the ring.
2008/ 015506 PCT/ 1 B2007/000898 6 When the internal
cylindrical piece 2 is assenbled within the external
ylindri i1eC : I n

6% ot pRlulby fue nifiubE B8 2 ka0 W bxiBfid BEcRFEBReh further
t 0 ¢thraplises romhsioned thab axtend ireto stieholtow epdcer di anet er
than an inner dianeter of the external piece. 5 The
cylindrical pieces 1, 2 have a relatively short axial
| engt h .cal [ he i:al_ i dt
inal rihgne HEGR ol i8R ar ot alforped on the
2, @itet figfehsdth ameimallplec8as ad Sieowmth Blgukd2 CKRepfot@bions 3 are
the ring. 10 Preferably, the internal piece 2 and/or

13 hepr@;‘{qrgblyaq)f thecsama raatemalf air theeinternal piece 2, soldered to the outer

surface of the internal piece 2, of similar rounded shape, and equally spaced apart

at approximately 9.8mm from one another. The method of soldering the

protrusions to the internal piece is known to those skilled in the art.

20 Figure 3 shows the process of assembling the internal cylindrical piece 2
within the external cylindrical piece 1. The protrusions 3 which extend radially
outward on the internal piece 2 are then adapted to locate the internal and

external pieces relative to one another.

25 Alternatively, it is the external piece 1 that comprises protrusions 3. The
protrusions 3 which extend radially inward on the external piece 1 are adapted to

locate the internal and external pieces relative to one another.

Alternatively, both the external and internal pieces 1, 2 can comprise

30 protrusions 3. The protrusions 3 which extend radially inward on the external



conprises protrusions 3 that extend into the holl ow
space. In the present enbodinent, a total of six
protrusions 3 are formed on the outer surface of the
Wwol26dsndssopi ece 2, as shown in Figure 2. The pc1/1B2007/000898
protrusions .3 are 15 preferably of the sane materi al
as the internal piece 2, soldered to the outer surface
of the internal piece 2, of sifilar rounded shape, and
equal | y spaced apart _at_.approxi mat.e 9.8 fromane . .
arDeRe) andifhe AEsthGIons P WHrREKIHE TEHELY BROYYOn GRS gl picce
the i [ ' bl '
ar ¢ OIS, sBloB BpdsELERRER o hORREs5 thit (B pldtnisifhs 3 oan be
i ni@ipnal todpbats thid ipRimaliaad ex@mabipidvenrdlitivesntomemabther.
cylindrical piece 1. The protrusions 3 which extend
radially outward on the internal piece 2 are then
adapt edyt 0 t ' . : PLEGESivi i

5 Tetat 1 vt b SR r0lGtin. AR bl PAR, < hEREHvided into
exhelleRisegticaset. Howratr, ¢Opagth itlsesxtamat andsinteraaldiecblad, 2 comprise
protrusions 3 which extend radiaILy inweid on %he
expestvaionside e spaging ongagh Bigce san Poralatyelmuch Oigesy|
and external pieces relative to one another.
Al'ternatively, both the external and internal pieces

1, 2 capsGRAWhIiA Figels £aal 5yshdnsids of THeeaspembiyuis itherscldsed off
whi ch extend radially inward on the external

10 2009/ PiBBY6 APCTPEEPE0 Proesgplaterliky cide Pigeey X HRat bridges the

protrusions 3. .which,extend.radial 0 r 3 :

i n?@ﬁﬁﬁ?“rb%&@geszo aPE 10 %Ilas‘ seg%%}e(‘%l @%‘Vé?sf q%lg \%ehfe}ﬁg Sk &he side

angie% r5 o bidd sitibofPihet 4suehBRS is3d6m bpemeaeiapf ethttring in this

| otate the internal and external pieces relative to

onembodinhent, busing & ivbrering maehine, aopindp theseskyled;ip dhe art.

hol | ow space is now divided into hollow sections 4.

However, if both the external and internal pieces 1, 2
15CONPI i SeYhiRY Mie'sitd BGes 3, ark MRirgjaficdgo G eaeimapasd mteraal pieces

be relatively nuch bigger. As shown in Figures 4 and

5, 1edcboldeing dWeeders ars3wabity hokl thecriceassoers tor prevely thom from

j oi nin respective annul ar plate-like side piece 5

thQF“%&ia “the neighbouring edges of the interna

and external pieces. The joining of the side piece 5

on each side of the assenbly is done by neans of

si nt eri Biptening tikes appmdna@ﬁ( bettweens iy Samineselq pemplete. The

20 na%?éc%?s’ stle(t{']t(swc\)ﬁ%f %v?thth%gtsu?g keI %vlloegxtlernnai gﬁd Hibinal pieces 1, 2 and side

pieces 5 at a high temperature. The heating process takes roughly between 2 to 3

minutes.

For gold, sintering is done at a temperature within a range of 880°C to

25  920°C. For white gold and red gold, sintering is done at a temperature within a

range of 860°C to 910°C. For silver, sintering is done at a temperature within a
range of 850°C to 900°C.

The heating process is performed by first placing the pieces 1,2 and Sina

30 chamber of the sintering machine. After the power of the sintering machine is
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15 Wiile the side pieces 5 are being joined to the
external and internal pieces 1, 2, soldering tweezers

are used to hold the pieces so as to prevent themfrom
Wovskdisdeput . Sintering takes approxi mately GeiBRe/osos
to 8 mnutes to conplete. The 20 process starts off

with heating the two external and internal pieces 1, 2

and side pieces 5 at a high genperature. The heating
process takes roughly between 2 to 3 m nutegﬁ. For hine will
gawdiched ohear imgjuttorbertingtdexiceariieh it eanpegiefdip fhgmachine wi
range of _880C,to 25 92QC. Faor, | | 4 .and

gdieat uri Fag PPW&umstegg’r%aqﬁ © fg’r &%éear %ﬁ&?eé%vm Th E%g be set fup by
r 86050 GnidhPbn Sl n&dhine dep@idimgon sheckypes of rings
a?ﬁg%‘%fﬁ%grat l}?égr%&?nalmnsﬁg range ofé§85%c to 900C. The
haatbergsepitledss is perfornmed by first placing the

pieces 1, 2 and 5 in a 30 chanber of the sintering

machi ne. After the power of the sintering machine is 1
WO 2008 ' ep&iehire e Pregsing amchine wi
i nduct i%@&ﬁggﬁ%ﬂﬁﬁﬁ%%ﬁ%ﬁ&% cgnnect edgto t%e

e thevbidde pibezat S up. bridge tptneighhousmsesdaesraf theringareal and
heating to continue.can be set, b '

usentersakipess od Araduainpntsh WY gt e deinf e O 0 19
t . I 1 esiati

¢ %xﬁ.ﬁ]ﬂ%@rgsffslﬁg é}?ag? itatlé%s P& AP 68 30 Bednde to 1 @iatiteng

ng tenperature, a pressing nmachine
will press the side pieces 5 to bridge the

nei ghbouri ng edges of fhe internal an ext : :

pi eces A ,cogﬂgmatg)nmfglﬁglé teRRerATS ARg, ﬁg%aprlﬁ 5%13% @g%blg%mg g preces
1 500, kP S . i fl8cazhia e Atakesame time,
rondhPs et d ikt 18 npBldmal Ay REGES, Mea

Conioash igaB i9faldy obed esmpestattiveegamn duting lsinjeseg ¢ & flow rate of
enabl eés side pieces 5 to be joined together to the
exbemiean 586 & Eﬂ@ lfesAoupi eces 1, 2. At the same tine,
nitrogen gas is also used as protective gas during
sintering at a flowrate of between 500 to 800

liter/ hager sintering, the assembled jewelry item is then cooled off from the

-

sintering temperature, down to approximately 550°C, by switching off the power
to the sintering machine, while maintaining the flow of the protective gas in the

chamber of the sintering machine.

The cooling off period takes roughly between 3 minutes to 4 minutes, after
which the jewelry item is removed from the sintering machine. The assembled
and sealed jewelry item is shown in Figure 5. However, just like a conventional
soldering method of two half-ring pieces, the sintering process may also cause
some lines, although minute, to be visible on the surface of the jewelry. For the
purpose of making the lines less or not visible, enameling is done on the outer

surface of the jewelry assembly after sintering.

The sintering process is applicable only for gold, white gold, red gold or

silver rings. As for a platinum ring, the joining of respective annular plate-like



15 After sintering, the assenbled jewelry itemis then
cooled off fromthe sintering tenperature, down to
approxi mately 550C, by switching off the power to the
Wonh&lohdxe machi ne, while maintai ning the fl owcefsiobooses
protective gas in the chanber of the sintering

machi ne. 20 The cooling off period takes roughly

between 3 mnutes to 4 mnute®, after which the

jewelry itemis renoved fromthe sinterin chj ne. .
Thﬂfd@p%een’dlaé bﬁdaeﬂjthﬁé?&l@bo}lmpﬁlgﬁsiqqéh‘? ?@g@gﬁ%ﬁi ?’ﬁemal pieces
Figure 5. However, .4 u ' - I I ' ille
o e
By, Ak 87 R USRi1PexsIRied heresth ! shotgihnatibeuwtonsidexedde limit the
visible on the surface of the jewelry. For the
pusqops ef thie invdaitiog. t he |1ines | ess or not visible,

enaneling is done on the outer surface of the jewelry
assenbly after sintering. The sintering process is

applic @ét@reogulg%ﬁlg isOSdrebrmetl] §d@igdflux éslapplicdl an the3parts that
or

silver rings. a platinumring, the joinin

. f.
r esqeectoi beejained; | tar provisleeprppetesoldsringDgyalitpoByring sBldering, karat
PCT/ |, B2Q07/ 000898 9. si de pi i . .
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! Sh%‘? q%nﬁl)é prads uffil Bl siRddnhectl Bl ndecdusgs ties pivceuiéo stick
IS no

to those skilled in the art but is still oC
10 extugathee dTémpenaiurh iavolved slukiag rsldamec tn betieea HA0GC to 650

limt the co f the ] ntion. 5 Before sol dering
i swﬁ‘@?f@eﬁéée,n gg?eg@??lhg) #qr%)ise]cgn plied on the parts
that need to be joined, to provide proper soldering

quality. During soldering, karat solder sheet is used
and by  Afiensintdrirtey drr sqdering ribe asssmbledjerealishgemos dhen sent for

\ém.nlgglésgggtsw pgt gq%ggiigg qu gevg ? qtt%glg %sg %isc%f‘ sgﬁ g}e_%élﬁ.e t'Fiﬂ{fl the item is
15 ;I'g E%EJB@@ fé\.'i;\%ﬁn‘?)‘kﬁhﬁt%ﬂf oW b Rendeb 464 Chftainer Reicteesnt4i89 Water and

e tine taken Is between 10 to 20 seconds.
Af hedrogémperokitly mixeddbgkehérng, the assenbl ed jewel ry
itemis then sent for

»)

The item is then transferred to a rotary tumbler, which contains a solution

of polishing powder and anti rust powder mixed together. The power to the rotary

20  tumbler is switched on for approximately 30 to 45 minutes, depending on the
number of items inside ;che tumbler, since the tumbler can allocate more than one

piece of jewelry items.

After tumbling, the items are smoothed out by rubbing (burnishing),

25  preferably using a tool with a smooth, rounded end.

The item is now ready to be hand polished, using three different tools.
During initial polishing, wheel brush is used to apply yellow rouge if it is a gold
ring or a silver ring, while white rouge is applied if it is a platinum ring.

30



pol i shing, which contains a few steps as discl osed

herein. First, the itemis 15 cleaned for

approximately 1 to 2 mnutes in a contai ner which

ﬁ;g%@m%oy\ater and hydrogen peroxi de m xed pogetdET000898
he itemis then transferred to a rotary tunbler,

mhlch contains a solution of polishing powder and

anti rust powder m xed t oget hép. The power to the

20 nbl hed f j |
to eryrﬁqmmté% bufd e nchip BiF T DAL e RoE s et 20ld 3l or a
ongxlvegi lﬁlzvn‘fcﬁ\g%hig e{pgi'f@ﬁe 8Toflal ﬁﬁﬁlﬁnnﬁﬁg blaanrouge is

ertu l1ng, the itens
pivgot hed out by rubb| ng (burnishing), 25

preferably using a tool with a snooth, rounded end.
The itemis now ready to be hand polished, using three
d| ffer I r r a gold
5001 ool ARy LM it e abi 7 Pigc Mg for a s
ri fiflg OF a 8ilér riigy, mnlegmmﬂ arangd foage sapplicd fmmoplla@uumfnng
it s a platinumring. 30 WO 2008/ 015506
PCT/ 1 B2007/ 000898 10 Pol i shing buff is used to

pro-fi ol | r | aking th
- si I ver Iﬁ %&"I gn% leg\ﬁgﬁgf Ixtgﬁabsa IQ@ dfka\%nl?)eo#laﬁmg (making the
Pl apaatiice '16&« nél 146 glexege The mating pastessisfdone fusing a machine or
pol Shl ng, cotton buff 1's used and reo{

10appiansaly ot o it e e geriarsed bl IGAGHOERS. s Where
or _or e rou a f I AU
neg&a%%?%}‘ t‘ﬁ%ﬁf ?‘f‘?‘g fg}ﬁf Wt?ﬁela{é H% &"l&ﬂng‘ lﬂose parts are
(Ml ded Wit taﬁ@l%@%cﬁlﬁl@lebéf@@é( mmngt @cft@lmmg, tthtepe i removed
mattin rocess is done using a machine or 0
maoutiel lggquspisclednedhisuig thinmen defiue sendingitfor émher glganing.
workers. In a case where the designer wants sections
of the jewelry itemto be glossy, those parts are

15cover edTik tihthRPstepcah 86 @klj@pe@ 8t Qéﬁdm?iﬂie nem sﬂﬁi@lt for cleaning,
matting, the tape 1s renoved or the [acquer is

cI ¢@ 0o ESTaUge trhsldlmrthatbmamb@ lefihghing arfterftm hangd ppdshing steps.

ﬁlwggﬂeﬁé? Eﬁ%ys]?l} & %t%?l i f ng%%ﬂtéﬁe? It%g%roe wax removing
?'ﬁﬁhl ?(ﬁld%@?b;‘ Béltfoﬂﬁﬁi’ig BRrds6hit sBehd Pidagihf @0 thé ﬁeﬂxan d

ng step

20 A gold jewelry item can be of many kinds of gold plating. They can be
yellow gold or white gold. The plating method is already commonly known but is
still tabulated herewith (Table 1) by way of non-limiting examples only.

1.916 yellow gold | Use gold plating powder mixed with water.
Adjust rectifier of plating machine to 10 V.

Plating time is 10 second.

2. 835 yellow gold | Use silver plating powder and gold plating powder
mixed with water.
Adjust rectifier of plating machine to 10 V.

Plating time is 10 second.




This is performed by putting the iteminto a container

of boiling wax renoving |iquid, followed by

perform ng ultrasoni c sound cleaning on the item 20 A
O shod/euRs" Y i tem can be of many kinds of golgtris2007/000898
. plating. They can be yellow gold or white gold. The
plating nmethod is already commonly known but is stil
tabul ated herewith (Table 1) bylway of non-limting
exanpl es only. 1. 916 yell ow gold Use gold plating
pouwder m xed with water Adiust rectifi ting

machi760 veBoweold | Bisssiliier nlptiee pewde mixedmdth watepzs

yal | ow gol d Use si|lver .pl atd 0 r old plating
pgwder m xed with ‘%@?Séfggﬁoﬁqﬁgﬁla\rég@?i@?gr\gof pl ati ng
mgchine to 10 V. |[Rhiaid i) ko, second. WO

2008/ 015506 PCT/ 1 B20071000898 113 750 vellow gold

Udet. SVhiteegold! at i nd [rewimdiumselitioh mixed wath waterlj ust

rgctifier of machijne,.tq 10.). Rlating.ti is 10

sdcond. 4. Wite gdﬁ‘dd“&’éd}:ﬁ%d’ffﬁ?ﬁcb&%l}??o " mixed with

wgter. Adjust redtr{i£riabidThedhie to 3 V. Plating
5. Red

tilne_is 1 mnute. ed _gol d Use Auruna C_nlor Salt
M p&. lRed golded wit r_meuuna&dylmrsSaltrM@tﬁnfei naixedfwithmwhtste

tg 10 V. Plating ti IS 10.second,. Ta 151f only
sdctions of a fini S{@HSVE&FWO ﬂﬁlﬂ%ﬁb&'item are to
bg plated wth a|gj S 0h edbondf or exanpl e white,
the _nethod is simjl aé&%%tlfﬁq. rlSecti ons _that need
not to be white plated are applied with | acquer before
the jewelry itemis plated. 1 is also preferred

I 1
that the jewelry item bears ablerhal  or nanent ati on.
The

5 If only sections of a finished yellow gold jewelry item are to be plated
with a different colour, for example white, the method is similar to matting.
Sections that need not to be white plated are applied with lacquer before the

jewelry item is plated.

10 It is also preferred that the jewelry item bears external ornamentation. The
outer surface of the jewelry assembly may be decorated with one or multitudes of
precious stones, semi precious stones, crystals or the equivalents thereof, bearing

different designs, depending on the creativity of an artist or craftsman,

15 In another embodiment, the jewelry item broadiy comprises of an internal
cylindrical piece 2 that defines an inner peripheral surface of the jewelry item,
and an external cylindrical piece 1 that defines an outer peripheral surface of the

jewelry item.

20 The internal piece 2 has a smaller outer diameter than an inner diameter



outer surface of the jewelry assenbly may be decorated
wWith one or nultitudes of precious stones, sem

preci ous stones, crystals or the equival ents thereof,
Resdod@issedi f ferent designs, depending on the pcr/iB2007/000898
creativity of an artist or craftsman. 15 In another
enbodi nent, the jewelry item broadly conprises of an

i nt ernal cylindrical pi ece 2 tlAhat defines an inner

per eral rfac of .t ewel r |te nd an .

bt S e Rlepal i dafhich B6h BoRorely arsbibr oty Gifpe prists between
Pert!lﬁ'ﬁ%ﬁla_l%ﬁéﬂ&%apfne&&? ] evel ry item 20 The

internal piece 2 has a snaller outer dianeter than an

i nner di aneter WD 2008/ 015506 PCT/ 1 B2007/ 000898 12 of

ol | ow SRCIRIBRACPIEch L ARUAT ThSHeLIGHe b demipapapomprise

1 SfBRusibhes bk QRAN B AREnSIAPIHRe, t he o pi ece

urt er conprise protrusions 3 that extend
[ nto the holl ow space. Preferably, the protrusions 3

are of sim.lar rounded sha and ed apar

oo ety S, B oo b AE b gt ropBes Shap 85d equally
ieal

D L 1 o B AP A EBRABEIS St

extadidly piteea the dusert well ,ofdhe internbhpiepe @t andstheriapert well of the

hol | ow space is now divided into hollow sections 4.

1015 exi¢r@alydees e annul ar plate-1ike side piece 5

bri dges the nei ghbouring concentrically arranged

edges of the internal and external pieces 1, 2 to

cl ose ofHurthiehedirokd ake ppotzasions, ehe Motlode spdcet Benow divided into
assenbl y b¥ virtue of sintered joints between said
re§ﬁ§kﬁ¥ ned. pi ece 5 and said edges of the interna

and external pieces 1, 2. 20 In another enbodi nent

and referring to Figures 7 and 8, a nethod of naking

152 magnetA crefysdctiow annalir splaelikq sidel pigce teibridges the nelghbourmg

di scl osed. The preferred _dinmensiqgns of the interna

anccaageririGally prrarasd edges of thecintsreal and;cxtmal IH?RPStlhg to close off

the hollow space on each side of the assembly by virtue of sintered joints

between said respective side piece 5 and said edges of the internal and external

pieces 1, 2.
20 |
In another embodiment and referring to Figures 7 and 8, a method of
making a magnetic hollow ring-shaped jewelry item is disclosed. The preferred
dimensions of the internal and external pieces 1, 2, the protrusions 3 and the
magnetic elements are also disclosed. |
25

The width of the external piece 1 is 5 mm, while the thickness of the
internal piece 2 and the external piece 1 are the same, i.e. 0.5 mm. However, the

width of the internal piece 2 may be varied depending on the designs of the ring.



magneti c elenents are al so disclosed. 25 The wi dth of
the external piece 1 is 5 mm while the thickness of
the internal piece 2 and the external piece 1 are the
§0Mes/dise 0.5 mm However, the w dth of thedmsoneoss
piece 2 may be varied dependi ng on the designs of the
ring. WO 2008/ 015506 PCT/|B2007/000898 13 The
di mensi on of each of the protrd8ions 3 is 0.8 mm
(thi cknesgs) ,x 3.5 (W dth). The.l engt.h eachy.
protr usie@ﬁ? ﬂ’?’%’lﬁ’r%&}%acgn‘éﬁt tE‘eégoﬁrﬁsd?nSt %é? (Qoé ?mgﬁﬁ?}ﬁ‘ﬁss) x 3.5
SPafhm ‘Q’Mcﬁhr the 16!?1%'&%%?’ e%@ﬁ}#r@@ésién i@ sREANTREAL o A& there is
magneti'c €l enments. For the purpose of naking a
magerstuigh  $yeck owithinn ghe Hmjled jsestidnsy4i toempcommgdatei the' magnetic
el ements are then inserted within the holl ow space,
nor @SSRS cul arly within the hol | ow sections 4. 10 A

i ni mum of one piece of magnetic elenent is inserted
within the hollow sections 4, and preferably each
hol | ow Semtthepuspusel of makingianmbpeetkahsllow uingeshapéd jewelry item,
magneti c, el enents. The pagneti ¢_el enmepts can be in the,
f or FRAZRAtIcr ¢lexpepisar tnsert%CL wathin ghe ﬂq@wgm jmgore particularly
pi e&,ﬁﬁmtﬂpﬁom%ggﬁ Se‘i enments may be secured in place
by using tool's 'such as tweezers, pliers or adhesive,
as known by those skilled in the art. Referring to

Figure 7, the thickness of each magnetic elenment is, . _.
19. 7 nm A roinipyEneisong BiFre Hfdmagnctismelguasnt pig nmgerted  within the

5" qowShifont 1 Ao i Y RRUE BB secfith SARAE YoBtain the same
bet yBberidfénagn@figefen®fnt®). 0 to 23. 0 nm and depends on a

nunber of factors such as; a) the length of the holl ow
sections 4, b) the size of the ring, and c) the

nunber offenl%%gﬁéticcelgﬁgﬂﬁ Mok v $he ?&rﬁsnofeﬁégblg%éﬁx\@tic thread or

section
15 magnetic pieces. The magnetic elements may be secured in place by using tools

such as tweezers, pliers or adhesive, as known by those skilled in the art.

Referring to Figure 7, the thickness of each magnetic element is 0.7 mm
(for woman’s ring) and 0.8 mm (for man’s ring), while the width is between the
20 ranges of 2.5 to 3.0 mm. The length of each magnetic element is between the
ranges of 9.0 to 23.0 mm and depends on a number of factors such as;
a) the length of the hollow sections 4,
b) the size of the ring, and
¢) the number of magnetic elements inserted in each hollow section 4,
25
The magnetic elements can be magnetised before or after they are
incorporated into the jewelry item. If they are magnetised before completion, the

magnetism may need to be recharged in the final product.



The magnetic el enments can be nmagneti sed before or
after they are incorporated into the jewelry item |If
they are magneti sed before conpletion, the mgnetism

WR200006s060 be recharged in the final productpcriifo07/000898
2008/ 015506 PCT/1B2007/000898 14 The magneti sation is

performed by placing the magnetic el enments or the
jewelry itemwi th magnetic el elénts incorporated

rgnet § el BRCTHa FooStrgied 3 iori B8 dpiedetiy ¢lémpnss or the
nmagnet i |
seGepdsy ifnd with ?ﬁ%ﬁ%ﬁc @feh%tfﬁi%&p&r@te& r136:1‘53{1‘13"&9'z’PSon’camer of a

machine"is swtched o ase where t
magehatging meachin dlhiesmdgiptibation pediodyis oalyrfoo raafeadsecuondsa(l to 2

t he ry, it the arran t of the,ma |
ol GREMIE) Pd tisERts A pane ‘w%g@ sﬂargwgdpa@%%e ’?fé ek on
5e| enments is facing radially outward of the j evvel ry
item. and the opposite polarity is facing radially
i nwar d df thdeageewhereythe tnagnefsadre Iagnetisgl bcfotehbelng rindforporated
poI e of the magnetic el enents of an assenbl ed | 3[/1
r| Agta the jewelry, &e%tt%%a%%leﬁh@ &@Lmﬁgr&&ceelmgemw that one

Viﬁ)rlﬂlt ¢ e!e@%ﬁ*s i fﬁélﬂg Ia vvar‘g ogﬁgar? Ot %efry item,

I'ts gne |c e emen acin he n

polamd thecomwsitovpolgrityt fsefdcing rzﬁﬂﬂly Ynwhrigef whe ljewelry item. For
mutual |y magnetically attractive when they are
10g; WWX% g 90@ Bele ofske BREURtG Femegisral 29, asmedjewelry ring is
ma e l. r
%Shng%gﬁ%% 0%381 r ch? &ﬁgéﬁ ‘X}%ﬁl d I‘ﬂ}*\/\l/t‘g‘sl?hnEﬁ{c’tﬁé}%{3 Welry ring

S amtﬁ ﬂibgﬂfutl@?:o&n offts midgnetideleinwdty fae8%; owherd ded itgnasith pole
and sold as a set, are adapted respectively to be

worfAciBg 1Bwarshifhe 5o jegvpbiystingss gl heysnwgpalish ragaetiaallyyattractive

| Splengh 8RS eiality LU A0 IRt STREALE ¥ 58U ppfBic atraction

151 ntepablad temvErh ey Bﬂ‘themaﬁ!éetﬁake oige stacltddnét Wmbih&d, Sind&vorn on.
pi ece 5 on each side of the assenblgms done by neans
of the; same finger ape eatitynThe BV FimgRsY ndcsokhay @ set, are

g A o o 1

protrusions 3 is 0.8 mm, after the assenbly and the

joining processes, the thickness of the conplete
Each side of the assembly is then closed off by joining a respective side

20 piece 5 that bridges the neighbouring edges of the internal and external pieces.
The joining of the side piece 5 on each side of the assembly is done by means of

sintering.

Based on the dimensions as stated above (the thickness of both the internal
25  and external pieces 1, 2 is. 0.5 mm; the thickness of the protrusions 3 is 0.8 mm),
after the assembly and the joining processes, the thickness of the complete

jewelry item is 1.8mm.



jewelry itemis 1.8mm WD 2008/ 015506

PCT/ 1 B2007/ 000898 15 If the magnetic el enents have

not been nagnetised earlier, they are now magneti sed
Wo) 2068/d1k36 "et hods as al ready described above.pdaB2007/000898
magnetic jewelry item enanmeling also helps to prevent
water or 5 noisture fromseeping into the jewelry

item thus affecting the magnelfsmof the magnetic

el ement The sa ol i shi.ng nmethod and pl ating. steps
(it oot ik SrBRR A3mrRE e 25t PR Aeafhsdy shoiets GBY aro now
MBGAREdetiseDhiAYHel rSth APReArda8WakIcYibed 8Fbvel 0 The outer
surface of the magnetic jewelry assenbly may al so be
decorated w th one or nultitudes of precious stones,

sem pr%%i ous st.ones, .crystals or..the eﬂ%ﬂp\/al ents
e

t her eof T OhdBPERYCHOHELY efitmy SOPGRINE Gl50eAEiPR JOoPFeVFY Water or

5CT §Rbiktokd ¥roftf s®Pingdintd e g@ﬁveﬁif ?h%fg? RERI3- affe%tiﬁg\%le magnetism of the

10

preferred enbodi nents aré for ng a hol

ri moeghietipeltnjemsel ry item wherein the jewelry itemis

a ring. The invention can also be applied to other

types of jewelry itenms, such as a bangle, a neckl ace,

an earr : el : r :
ring- shgggga?gn%vgiﬁgfnt e%grr?gﬁatﬂgo%léﬁg%giﬁﬂs glggﬁt(n'éejsr%rg}y) a8described
Wieadiep axef alapted forb attigmetic hohaw eingeshapahjewelgritbm.,

descri bed, various nodifications and substitutions

may be nade thereto without departing fromthe scope

e A

i | vt oee oo mudtithden of Iprevidust stomes, W2 PRBIAAE SA6iEs, crystals or the
PCT/ 1 B2007/ 000898 16 ins 1.. A nethod for peking a
ho|eﬂw,a1%r*ﬁgt— ng,elaeajn@&éﬁff?rqnf drfizns dependiing opihe §¥<‘@g§1ty of an

artist or craftsman.

15

20

25

The preferred embodiments are for making a hollow ring-shaped jewelry
item, wherein the jewelry item is a ring. The invention can also be applied to
other types of jewelry items, such as a bangle, a necklace, an earring, a
wristwatch, a locket and a pendant, or ring-shaped component elements of such

items.

While preferred embodiments have been shown and described, various
modifications and substitutions may be made thereto without departing from the
scope of invention. Accordingly, it is to be understood that the present invention

has been described by way of illustration and not limitation.



of: 5 assenbling an internal cylindrical piece (2)

that defines an inner peripheral surface of the
jewelry itemw thin an external cylindrical piece (1)
Woaositatsepes an outer peripheral surface of ptiras2007/000898
jewelry item the internal piece having a smaller

outer dianmeter than an inner difaérreter of the external

pi ece, such that a generally annular holl ow space

exi §lainiet ween the i nternal and external pieces; and

10 closing off the hollow space on each side of the
assenbly by joining a respective side piece (5) that

oxt LTRSS R AR AR RER sRonsd Eb Tk Tl opfrising the stps

ri ngtshaped jewelry itemaccording to claim1, 15
%,her ein the joining of the side piece Ehizt on each side
f the A58 s indermal gyfindricalmpieast (23 that defimes. arGinndr peripheral

e e R AT

andoutaeperigheral Surface of thel jevRasité! ﬂi&%temié@eeﬁaviﬁg a smaller

protrusions (3) that extend into the hol | ow space.
A ndtteodiamgter #y e dianaster ofige shtepeal pieoepbuch thaeangenerally

or PR Bolthy Sptes DR, B bl ] Sermbl e, aha

10pr ot r usiciuséng 3 thaolRw @Eﬂ% oielcH Bie Ny ﬂl@vﬁs%lﬁybf Joining a

5. A nethod for making a hollow ring-shaped |ewe

i t JRFRESHYR Sidgpiecs @)éﬁ&h 1gidgss th¢ acighbiquritigeedges ofhthe internal and
pr QLk Usi 3) are adapted to |locate the internal and
ex?gtér#%ld%g‘?cee%'es (1, 2) relative to one another in the
assenbly step. WO 2008/ 015506 PCT/IB2007/000898 17 6.

A et hod for making a hollow ring-shaped jewelry item

ac deAomsthoddos mekinga hoHow ringrshhpedfeweinitetenccording to claim 1,

150 o oteth 0 g P Sidiens (0) RBIcRbSHe 9 i permby is done by

| e\f@éahyofgigfe@@gor ding to claim1l1, 5 further
conprising the step of inserting nmagnetic el enents

within the holl ow space.
3. A method for making a hollow ring-shaped jewelry item according to claim 1,

wherein the internal piece (2) and the external piece (1) each further comprises

20  protrusions (3) that extend into the hollow space.

25

4. A method for making a hollow ring-shaped jewelry item according to claim 1,
wherein the internal piece (1) or the external piece (2) further comprises

protrusions (3) that extends into the hollow space.

5. A method for making a hollow ring-shaped jewelry item according to claim 3
or claim 4, wherein the protrusions (3) are adapted to locate the internal and

external pieces (1, 2) relative to one another in the assembly step.



8. A nmethod for making a holl ow ring-shaped jewelry
itemaccording to claim®6, further conprising the

step of inserting magnetic elenments within the holl ow
W0 20R™I4s96s (4). 9. A nethod for making a holpcomB2007/000898
ring-shaped jewelry itemaccording to claim7 or
claim8, wherein the magnetic elenents are inserted

such that one polarity of theldagnetic elements is

15 G pnehdfod sl kY ol G sp R eksly Ty BREpiPg o claim 3

] eVed d1¥ind 4. SFherbfh the pasthiishs{(9Y diviie Hi8 ha}lmlsbgd& ig‘;o sections (4).

ring-shaped jewelryitemaccording to claim
claim8, wherein the magnetic el enents are magneti sed
beforg t re Jd.ncorporated into.the jewelry item .
50 Bk ot RiscorloRE FHRmeg Hensinb ekt S pbgordiig to claim 1,
3 €Virth¥r cbffiA il §ep toF iﬁk&ﬁﬂ% Znagg{eﬁglaélﬂe s WIIGHOhE hollow
the magneti C el enents ‘are magnetised after they are
I ncspaporated into the jewelry item 25 12. A nethod
for making a hollow ring-shaped jewelry item according
toclaim 1, wherein the jewelry item conprises gold,
whi ' . . .
i 2 o FEmBRhE ool ik shebda 6B} 108 dflbnding to claim 6,
cl afuntherl comipeisignthichstep @f rinsgting epagretid wdemerits avithin the hollow
tenperature within a range of 880C - 30 920C for gold.
10np ssedensdfd506 PCT/ 1 B2007/ 000898 18 14. A nethod for
maki ng a hol l ow ring-shaped jewelry itemaccording to
claim 1, wherein the joining step is done at a
t erfpeAahethedvibi Raking 4 Boliay @ﬁlﬁ&ﬁ@g&:d jeOR0E ifed avdoirdidg to claim 7
gold or, red gold. 5 15. A nethod for_naking a hollow )
ri ri§-daap8dwhersin the megpaticcelomenta gre inserted fychithat one polarity of

wh i j Qi St IS e a { epper at .

i 1 sl AbEAY 1§ Flinl SR AE Ry o FBE VAT gy and ehe
15f orop?sagqitmgolaritgoisl faving ratalShReed bewr! jewelry @dmaccor di ng

to claim 10 1, wherein the joining step 1s carried

out at a pressure within a range of 50 to 1

10. A method for making a hollow ring-shaped jewelry item according to claim 7
or claim 8, wherein the magnetic elements are magnetised before they are
incorporated into the jewelry item.

20 |
11. A method for making a hollow ring-shaped jewelry item according to claim 7
or claim 8, wherein the magnetic elements are magnetised after they are

incorporated into the jewelry item.

25 12. A method for making a hollow ring-shaped jewelry item according to claim

1, wherein the jewelry item comprises gold, white gold, red gold or silver.

13. A method for making a hollow ring-shaped jewelry item according to claim
1, wherein the joining step is done at a temperature within a range of 880°C -
30  920°C for gold.



500 kPa. 17. A nmethod for making a hollow ring-shaped
jewelry itemaccording to claim 1, wherein during the
joining step, nitrogen gas is used as protective gas

Wb 20bslols3w¢ 15 rate of 500 - 800 liter/hour. p8T/1¥2007/000898
nmet hod for making a hollow ring-shaped jewelry item
according to any one of clainse 13 to 17, wherein the
joining step is done by neans B si nterlng . 20 19. A

ggrgl {h( g{a@r 53 ?ngglhl W n%sSha@F;e\f/ ; {l‘l?%l(!ﬁ:tﬁle({n mg to claim

St QPWHeﬁﬁnacﬁé ?Gfﬂ stk \’i@h&){e hf g 'férh eraRis %\qth(?lfx fa Jahgé“gf 860°C -

the sintering’t erature pproxi mately 5

20 910° Gréorwbiité goldmrkeahgo]d hoI I ow ri ng-shaped jewelry
itemaccording to claim 25 2, wherein the total tine
taken during si ntering is approximtely between 5 to 8

5M 1Yt ASmethbd Or T lﬁﬂ% Tlo%%gha%ea\%\!v% 'itbﬂﬂa&:g?cﬁﬁg to claim

Jevvelryltemacco g to cla ereint

j oilpwhgreif thégoinimdestpp dc dofSht aneraperhtuse cdthif at faage of 850°C -
as s, done 30 by neans of sol dering.

PC%W%Z%@W/‘](YGB% Received 29 May2008 19 22. A net hod

for making a hollow ring-shaped jewelry item according

to claim 21, wherein the jewelry item conprises

pl a6i A metRSd fok weltihgd H@lbWTﬁhg-@HagﬁdU@Wélﬁwwenﬂ&c%hﬁﬁgdo claim
jewelry itemaccording to claim 21 or claim22

10whé=r whredn thrajaipigsi sterdisrrartiad auttal ppressuge within pirange of 50 to 1

E@; L 600C to 650C. 24. A nethod for making a

OW i ng-shaped jewelry itemaccording to claim 21
or claim 22, wherein the total tine taken during

sol dering is approximately 10 between 10 to 20

Seéz’”agng@md/fomm ﬁé‘pllmmﬂl&ﬂtﬁphémmw itg: mapdmg to claim
| n L ebdrst SFRAE i B Bomn 2is i PirRprORFRYE 2% o flow

151 ey 67506 S U liYerA{duer the joining step,

20

25

30

18. A method for making a hollow ring-shaped jewelry item according to any one

of claims 13 to 17, wherein the joining step is done by means of sintering.

19. A method for making a hollow ring-shaped jewelry item according to claim
18, wherein after the joining step, the assembled jewelry item is cooled off from

the sintering temperature down to approximately 550°C.

20. A method for making a hollow ring-shaped jewelry item according to claim

2, wherein the total time taken during sintering is approximately between 5 to 8

minutes.

21. A method for making a hollow ring-shaped jewelry item according to claim

1, wherein the joining of the side piece (5) on each side of the assembly is done

by means of soldering.



15 and decorating the outer surface of the jewelry

assenbly with ornanentation. 26. A nethod for making

a hollow ring-shaped jewelry item accordi ng to cl ai m PCT/IB2007/00089¢
1, wherein the jewelry itemis a ring. 20 27. A hol | Ré¢eived 29 May200¢
ri ng-shaped jewelry item conprising: an internal

cylindrical piece (2) that defines an inner peripheral

surface of the jewelry item an external cylindrical

pi ece (1) that defines an outer 6 ri pheral surface’ of

25 t he 32vemethol tfeminaking aihioliew Ridg-shiped Gevadiyi i@n according to claim

smal | er_ ou er.dt'hamst?r fhan an inner dianeter of the

ext er nad !> PRECE the (eI Higm CompEReSPIRYYMa nnul ar hol | ow

space exi sts between the internal and external

pi eces;_and a respective sigde piece (5) that, bridge )

and j oi47s /t WEALIHBRIIRS ﬁ§°ﬂ%@§gz§hapeg@ew 7B AFEThng 1 claim

Sheegt  J1PEAGARh Y8) 2B6RI0JdRbife REH6APR0D niRAB%8 wilfn a range of
internal and gxtoer nal pieces to close off the hollow .

space SW0EathdWHe of the assenbly. 28. A hol | ow

ring-shaped jewelry itemaccording to claim 27,

conprising 5 sintered joints between said respectiye .

si de piZdce psthodfar makigs adigew singshaped jetyediiigm agrgrding to claim

ext ernal; @ gads24, whetdin teStotaf iRl il duirid@-sdSRRABE is approximately
jewel ry itemaccording to claim27, wherein the

i nt¥€r nRetwser @ 1q 28 sespfdst he ext ernal piece (1) each

further conprises protrusions (3) 10 that extend into

t he hol |l ow space. 30. A hollow ring-shaped jewelry _ )

i t em adéofdnethod franaking oholloyhengspiapediswelngitepyageording to claim

pi ece (2pur@tr dRSrBxerda@lpsRiece (1) further conprises -

protrusions (3) that L
enameling the outer surface of the jewelry assembly after the joining step,

‘15 and
* decorating the outer surface of the jewelry assembly with ornamentation.
26. A method for making a hollow ring-shaped jewelry item according to claim
1, wherein the jewelry item is a ring.
.20 ' .
27. A hollow ring-shaped jewelry item, comprising:
an internal cylindrical piece (2) that defines an inner peripheral sutface of
the jewelry item; . _
an external cylindrical piece ( 1) that defines an outer peripheral surface of
25 the jewelry item; _
the internal piece having a smaller outer diameter than an inner diameter
of the external piece, such that a generally annular hollow space exists between
- the internal and external pieces.; and o
a respective side piece (5) that bridges and joins the neighbouring edges of
30 the

Amended Sheet
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extend into the holl ow space. 15 31. A holl ow
ring-shaped jewelry itemaccording to claim29 or

claim 30, wherein the protrusions (3) divide the

mad t0080159@8Cce i nto sections (4). 32. A hol | owPpCT/1B2007/000898
ri ng-shaped jewelry itemaccording to claim 31,

wherein the 20 protrusions (3) extend radially

bet ween the outer wall of the 2hternal piece (2) and
the inner wall of the external _piece

) 1) in the .
as JelieHabangd spberpgl picees to3glosy o rheolwlﬁq‘% gﬁgq?ag%&ach side of the

| evggée{r%lbcﬂ,t em according to claim27, further conprising
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maghe el ements di sposed within the holl ow space. 25
34. A hollow ring-shaped jewelry itemaccording to

claim 31, further conprising ,nmagnet i&i el errepts ..
di 8oshdheliawiting-phaped| JexgliTe iemoAccording tos claimy, 47y S@mprising
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PCT/ 1 B2007/ 000898 21 jewelry item and the opposite

polarity is facing radially inward of the jewelry
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30. A hollow ring-shaped jewelry item according to claim 27, wherein the
internal piece (2) or the external piece (1) further comprises protrusions (3) that

extend into the hollow space.

31. A hollow ring-shaped jewelry item according to claim 29 or claim 30,

wherein the protrusions (3) divide the hollow space into sections (4).

32. A hollow ring-shaped jewelry item according to claim 31, wherein the
protrusions (3) extend radially between the outer wall of the internal piece (2)

and the inner wall of the external piece (1) in the assembled jewelry item.

33. A hollow ring-shaped jewelry item according to claim 27, further comprising

magnetic elements disposed within the hollow space.

34. A hollow ring-shaped jewelry item according to claim 31, further comprising

magnetic elements disposed within the hollow sections (4).

35. A hollow ring-shaped jewelry item according to claim 33, wherein one

polarity of the magnetic eclements is facing radially outward of the
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jewelry item, and the opposite polarity is facing radially inward of the jewelry

item.

36. A hollow ring-shaped jewelry item according to claim 27, wherein the

jewelry item is a ring.
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