JEVE LRY Background of the invention The present
invention relates generally to an item of holl ow

wo 2ovgosisaped jewel ry and a net hod for maki ng aP¢DIB2007/000898
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ring-shaped jewelry item More particularly, although

not exclusively, it relates to a jewelry ring. Prior

Art Finger rings cone in many Wifferent designs,

assortments and prices to cater for _people of

different ages and sexesJ IRWidsLaRe&Y al so neant for

di fferent occasions and purposes, for exanple, a

wedding ring set wwth a preci ous genstone, or a

magneti c ring that | ps ' V: circul ation

Oten, a finished ri i &%1ﬁvg59 han one ri ng,
usually two rings: The rings are usually connected or
attached together via different neans such as a hinge

or t hroiugprovegnatvientiah tretdsi generalic bo andiesn gif wltow disg-shaped
aesthetic value to those who bu% or wear them Rings
ewelnyagmbta sncshedrefor smalkingde d o /THRE-ShERlafeav el dtem. More

used for. therapeutic reasons.. US Patent .0, 101, 843
rRartegarly oﬁg‘“ﬂ&%ﬂ(&ﬂxp l‘feﬁ]%gl&e??ﬁeﬁéo aﬁlﬁ"%?“% gm Pises
an inner ring and an outer ring, wth nagnets nounted
in an outer circunferential region of the inner ring
and in an inner circunferenPiial Aregi on of the outer
ring. The outer ring is held in suspension by the
repell ant force of the magnets. US Pat ent No.

5,669, g4l deseii BeS: 3 Thide ifl i HRVLAY Aol Rths bR 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 such as a
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



menbers, connected together at a point by a hinge,
wth the first nmenber having a clasp hingably

w@omsectsed t hereto, while the second nenber haRCHIB2007/000898
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catch. In acl osed position, the clasp engages with the
catch to forma finger ring. US Patent No. 5,727,399
di scloses a ring insert assenby conprising a pair of
rings for accommodati ng an engagenent or ot?er ri.ng
tdlesaslyzasiieem the plaspengagesrwidl %m%ﬂtdptﬂaquéh% HECNGNZ\ND
2004/ 105539, when a pair of jewelry itens is in
sufficiently close proximty, a perceptible attractive
force y eqt.aly 4 iof 1 iqi
ragnet P8 PAFAT REF o6 21y difeles 4 ol nsORsgBROly Clmprising a
m&_iﬂbflﬁngé Rt deayinfsh duingantingagbmesat edotheritihg plodrebetween.
Ile his partner wears a wedding ring having
outwardly directed north poles. Conventionally, the

met hod of nmaki ng a holl [ ' ' ;
T o P P e Bl PoRPl 55" paie of
ri ng,.to,becone t i : .

B PSR R b b pe SOURAE sty foree may
the SRbUsR&H dw 16 StheRNchapRamBMAat mHgabtit olarities, like when a

Accordingly, the present invention ains to provide an .
i paIs O evbane hhwaddihgrekg hgvimg duigvatibpditejtedisonsh poles while his

Summary of the invention |n one aspegt, the present

i| PALEIET (VeRRrH A ovaddling BngderB @%Waﬁilm %Cgpfﬂwﬁe)w es.
ring-shaped jewelry item by assenbling an internal
cylindrical piece within an external cylindrical

pi ece. | akhPhReFodSFiMEEng 4 adilak! ding MAGsIves solderin
peri phgrggﬁelgﬁnggg’elt%? t he (Jgewel rynlgt em whi | egt he s
egtiehaldlsidy efthedefig méth anatheti hAll pideuofethepeng tthbecime a complete

surface of the jewelry item_ The quter di a{reter of .t he
i holdowiaing. However, by adopting this method, a fine line that exists along the

soldered joints can be somewhat visible.

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

making a ring-shaped jewelry item.

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
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.



piece is smaller than an inner dianmeter of the
external piece, such that a generally annul ar hol | ow

wGepase1Baé st s between the internal and exter nabCPIB0&%000898
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when the two pieces are assenbl ed together. The hol | ow
space on each side of the assenbly is closed off by
joining a respective side piecé that bridges the

nei ghbauri.ng axi al %g?es of. tggt'ntern

| d t I ...
pi eces |IRHOHOB Frdss QT SEbSIdE Y the e gy S8 HOSHRST By joining a
ST REE RN plche ARt e AR nellypOl b Ea il ks of the internal and

C exteant? Hicdek ETIRS cihidgBitBe sf¥cqfieccah ¥acH $ife ofHRs ARbmbly is done
pi ece and/or the external piece each further conprises

pbyt mesho s shderiext @ndolderingt hechalihgwios phe emeftheof which the
protrusi ons divide the holl ow space into a few hol | ow

s ERDPERGI IR e kS ted to |locate the internal and

external pieces relative to one another. If required

or preferred, prior to closing off the assenbly,

nmagnet peefBlBRE iR Gl 'P{e%er hedow thBi Bxtefifal agilaeg ﬁédach further

hol | ow sectidns that exists between the intern

ezompnia¢s piotasnsTthet exignédtint tHeelaivve spadxe ddedpionsisitis divide
the body of the ring, make it magnetically attractive. .
stherhaotiyn space 1atq ﬁfg‘ﬁ’ihﬂll% sentiens and are Adapted te iecataithe internal
rrgﬁ tto b? st ackef Qr_.conbi ne and worn on the sane

f ‘5825 Sl RICCER tTf3VeROIE IO ys, when desi gned and

sold as a set, are adapted respectively to be worn by

a couple of lovers. After sintering, the assenbled

j evel rif réquireids ot heefaeal, epriof fto Gosibg! bffeshemaysdiebly, magnetic
visible due to the sintering process. Therefore

ePlghEinepn be dasestednwithin the annular hollow sections that exists between

the internal and external pieces.

The magnetic elements embedded inside the body of the ring, make it
magnetically attractive. Such magnetic attraction enables two rings of the same
make to be stacked 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

by a couple of lovers.

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 different decorative appearances. The jewelry is then sent for

polishing to make it sparkling and captivating.
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outer surface of the jewelry assenbly after sintering
to make the lines |less or not visible. For the purpose

wo@boosmkisng the jewelry item | ook nore attracti RET/IB20€7/000898

jewelry may bear different decorative appearances. The
jewelry is then sent for polishing to make it

sparkling and captivating. Further, in another aspect,

the prEgAREr. iR Vi aw..r i ngshaped X

i eigeq;l a y item consi%e?irhﬁgé(gf hg‘ﬁﬁ{e%? Qflﬁ{é’lengWiPﬂaYﬁ%la hollow ring-
pshaped  mwednst éronal congistingr o ah Rit&sE]1 cra{m tiye

Si q&cﬁj efe_ that bridges .tghe. nei ghbouri ng ggaélgic%%%t ha\él external
i kel piegeesdanedpeplive sisletpiead thae britiged i ﬁ@%lhl%‘iﬁring edges
S Foleh e%l%? ide of the assci‘%bly. Preferably, the .

j ewe rf} i FRoteread picces 4p | cdavendidythe moltawespaseon each side of
caeABnbiysed |ike gold, silver or platinum For a

gold jewelry item it can be of different kinds such

as yellow gold, white gold or red gold. The jewelry

itemmay al so conprise external ornanentation |ike one

or a rRirfareblye e jevediolterst onepriseend HLRG Bikly of materials
t.he equival ents thereof, bearing

t t.al A
?ﬁo?l?nrgfs)%]lﬁ&%a&]iﬁ*%"s ciad%lb@ﬁ @f Biptevwm. Héorar geltli jewelrydfenant can be of
i Af t t i I it i
Akt fInds{sth 3B ¥ b bl dbciaTde. v ket ea.

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

ri ng- Shepewelmwidmymay alvo comprise external ornamentation like one or a
multitude of precious stones, semi precious stones, crystals or the equivalents

thereof, bearing different designs, depending on the creativity of an artist or

craftsman.

After the jewelry item is polished, the jewelry is then sent out to be
marketed.

Brief description of the drawings

Fig. 1 shows front and side views of an external piece of a hollow ring-shaped
jewelry item.

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

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

of a hollow ring-shaped jewelry item.



Figs. 2 shows a front view of an internal piece of a
hol | ow ri ng-shaped jewelry item Fig. 3 shows a front

wao e@s/oafso@an i nternal piece assenbl ed wi thi n anPErRIB206TAI00898
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pi ece of a hollow ring-shaped jewelry itemFig. 4

shows each side of the assenblysis closed off by

joining a respective side piece. Fig. 5 shows hollow

sdtigi drahowfs eachasdeob tedassembiyviy Elged bEPEY jd)iﬁi‘?fg a Yespective side
item Fig. 6 shows an assenbl ed hol | ow ri ng-shaped

jé?AE‘Fer-y itemwi th a precious stone as external

ornanentation. Fig. 7 shows nagnetic elenents within

hol | ow sections of a ring-shaped jewelry item Fig. 8

TS KGwohbRBHA Lot Bg: shaped :

j e\/\glls ry itens 0 enbgﬁgsygg?ﬁeg\%re gﬁ?g%?}l{)@%\gtq&-ghap%ﬁjewelry ltem.

Description of preferred enbodi nents The invention is

[ [@],ustrat ed, although not linmted by the follow ng

dd4grt prowh all@fasw@bl led ﬂaeﬁownmwf shapdcbjeviteigitérs veitly @préious stone
of exanple opnly with reference to the acconpanying

\é\?é\ﬁ({?&gﬁ qr;ﬁalﬁl@e&t%’ﬁnce with the enbodi ment, a nethod

for making a holl ow ringshaped jewelry item

conprising the steps of assenbling an internal

c¥ig.rtishews npigeetic 21éfbmyRetdh Hdt LS FiRgiabhyg ;

i nner peri pherggll‘é surface of the jg)\t)\wlegg{/ﬁl eorrﬁaawflggisﬁaggdjewehy

eX¥€Brnal cylindrical piece 1 (Figure 1) that defines a
radially outer peripheral surface of the jewelry item

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

they are brought together.

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.

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

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.



Preferably, the jewelry item conprises a holl ow body
of conventional materials commonly used |ike gold,
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internal cylindrical piece 2 is assenbled within the
external cylindrical piece 1, a6generally annul ar
hol | ow space exists between the”internal and externa

Pi eces WiRnt Bt ierndt 5 NALPIICSR DY D %}séﬁrﬁ@glﬁﬁhin the external

outer dianeter than an”inner anet efr er nal

pi edindrithepieyt ilnar gamralpy ee@slad hoBoWasRica ekt bbiilen the internal
short axial length and basically define the axial

wi adexdernghpiecendie to the imdraabipfete heving 4 smalei ostenfliameter than
the pieces 1, 2 n the ot her hand, defines the radi al
tfﬂ%ﬁ‘ﬂ@%&amet?rh‘i’eﬂ?‘?ﬁ&erﬁ? 1g¢%bly, the internal piece

2 and/or the external piece 1 each further conprises
protrusions 3 that extend into the hollow space. In

the preBentcytinlifdalmpidcesal t Ot dhvOfa SelativeBf 'sUditOARiaP length and
are formed on the outer surface of the internal piece
2 bagalpiglafinertheiagialewizlth Diehe fal nimigoAhediffiesence in radius of the

preferably of the sane terial as.the. internal piece
2 ,Pl%ﬂsge Peanihs pther Bandrdetiies éﬁ%raéhaltth@hnﬁ@%@mp Higece
2, of simlar rounded shape, and equally spaced apart
at approximately 9.8mm from one another. The nethod of

sol der ipreferAllyPHR itteh Hid bhhd/ot B 8kiePhdlGReéd 1 each further
known to those skilled in the art. Figure 3 shows the

proovgsises pratesssomd 3 tigpt telveenidningr thel halldw sptidecal pi ece 2
within the external cylindrical piece 1. The
protrusions 3 which extend radially outward on the

intern ' re then ad dto locate th
i nter ng*ltg% gv?egsg.ﬁg?@odbrpg%tegﬁggﬁﬁff e p{%tr%gnsaﬁ G dprmed on the
Adudriaicfabglof thé intbshal ?%c%xi,ec{s%bmﬁi fiCPighrd BaThe protrusions 3 are
conpri ses protrusions 3. Thé
preferably of the same material as the internal 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.

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.

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

protrusions 3. The protrusions 3 which extend radially inward on the external
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protrusions 3 which extend radially inward on the
external piece 1 are adapted to locate the interna

w@nwsmexises nal pi eces relative to one anot her. PCT/IB2007/000898

Alternatively, both the external and internal pieces
1, 2 can conprise protrusions 3. The protrusions 3
which extend radially inward oh the external piece 1
and the protrusions 3 which extend, radially out

d .
{fiecd headibs pptasions hrdiderng ragally guspti on dic.dismal piece
t hat .th ' .
LSR5, R B R b B 3 500, BB PRRLET 3 con b
Oalal%p?e@%flSEate T ﬁllﬂ@r[‘%l SierdiOrrlal gid%@i'élbéﬁi}@fbs@né heother.
hol'tow space is now divided into holl ow sections 4.

However, if both the external and internal pieces 1, 2
conprise protrusions 3, the spacing on each piece

be r e|1agﬁthmr¥ ylumiohthsi grgrusions, shevlipllaw Fpges s npwivised into
i de. { ig th d.off .

o S o e PRSP RRE By 2 comprise

Agtraiony 35 e sHCRE SRRH B CHARE iVl utbiager,

on each side of the assenbly is done by neans of

sintering in this enbodi ment, by usi ng‘la sinteri nﬂxe
machi nas showwin tfigures $eansk) ¢ash’ side phéherpssemily ietheneclosed off

si de, pieces 5 are being join t.qg the.externa n .
i cloWinEp P dePeRive, ABlHenig ke ids sPEFe. s D pridges  the
hol. he. pi S. i nA- id
B GRSE B5E% RSt Gl B PR AL g o o i
B &5 ohOe&ARIdet 6F thhasniI9ss abmd by afchnwidfhsintering in this
eating the two external and internal pieces 1, 2 and
sérdbogineaesbBusing a siitgting enqeding, knewrTieghpssskiligd in the art.
process takes roughly between 2 to 3 m nutes.
While 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 them from

moving about.

Sintering takes approximately between 5 to 8 minutes to complete. The
process starts off with heating the two external and internal 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
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 Sin a

chamber of the sintering machine. After the power of the sintering machine is
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For gold, sintering is done at a tenperature within a
range of 8800C to 9200C. For white gold and red gol d,

WG@ERWBMOIISNEG i s done at a tenperature within a reemyEB2067/000898

8600C to 9100C. For silver, sintering is done at a
tenperature within a range of 850 oC to 900C. The

heating process is performed ®y first placing the

pieces 1, 2 and 5 in a chanber of the sinterjng . .
switbhateon Afrt iduttien poring devien avhich ﬂfewwmﬁdcm thg machine will

i sswitched on, an inducti heati nag. ' ' i
Lo e osPon s BLACR . SR o s by
t enperat ure f.or i ' .
b5 e RSl oAt BT e b ek ofins
g)eggﬁgsleﬁﬂ)l&[] the types of rings to be assenbled. After
reaching the range of sintering tenperature, a

pressing machine will press the side pieces 5 to
bri dge the nei ghbouring d%;es .0of .the internal

ext or Adrpariias Vo ng? of SHigH g SRERET ¢ fros 1 paghine will
0 0,to.1 500 kP 2.1 0 J j

Bl i S SR 1S Aol BRSO @il and
%Qiégﬁhaﬁgﬁé&g 105, MiaGhot PRRSHAL WitRirPd aritleddT 30 S5 60@ kPa (0.5 to 15
enabl'es side’pieces”5"to be joined together to the
&xf)eTRalprénthg piizse tatespoegldy bitwaen 30 se¢rmdsdad mjrpe.
nitrogen gas is also used as protective gas during
sintering at a flow rate of between 500 to 800

: It tere}]r ,/Alg %gﬁ@ﬁ&f&{?&r @ﬁ%& k. Fﬁt{lh:axi(f ﬁf@ﬂnﬁgs&@%ﬁﬁ%s side pieces
tof%pl?%_gotl%%cateo tﬂ%@ttﬁ Ph& PR{Pd Al herRAGHEcesdY, BVAL tiai agne time,

e sintering machi ne, whi I'e

TRirbEA] Bh9As tae hikawasfproteetive ogasctlinieg gargeiingtdiea flow rate of
chanber of the sintering nachine.
between 500 to 800 liter/hour.

After 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
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The cooling off period takes roughly between 3 m nutes
to 4 mnutes, after which the jewelry itemis renoved

w0 e@s0133e6 si nteri ng machi ne. The assenbl ed andPGEE20€7/000898
jewelry itemis shown in Figure 5. However, just |ike
a conventional soldering nethod of two half-ring
pi eces, the sintering process9my al so cause sone
l'ines, although mnute, to be visible on the surface

sidet piec¢ et bridgesdie neighpairpsedgss ofdlke dpermad and fadernal pieces

stipucby greanm oty Olring. 08 Shbfiying FEPTgRRILiTRgH 1 fhose skilled
i i c i i | v ..

TPl e B RSy g R B il timic e

lstOsk of @ ihOémtidiy of respective annular plate-likeside
pi ece that bridges the nei ghbouring edges of the

internal and external pieces is done by neans of
sol derin The sol derii te hnigue igIknomn
a1

skil a&? OFe §0ideing 1Hperipane : joldaring Huney AReligico 1 pprts that
D, B ot cRPINRAE Prorr LM BnBP DRlng PAdering, kara

fsb¥eri she@PR! 184 8fd Q:)Pemﬁé‘ﬁst of iydtodeeedericpatoe, jsldaddg torch will
to provide proper soldering quality. ring sol dering,

Kenaupstiedpleceh eatil itse sskidr shdetoynatisaarsl ofusey dhogainces to stick
generator, soldering torch will heat up the pieces, o
ingether. hEe@ﬁﬁr@@ireswaelveéeHWén&rﬁ@l@weés &F@V%neg@é toto 650°C
stick .toget her.. Tenpe [ ved during sol dering
i%fﬂg%{l&?&%ﬂk%lbb“o@‘tvgg%g%‘%&@ﬁf’*%&ﬁme taken i s between

10 to 20 seconds. After sintering or soldering, the
assenbled jewelry itemis then sent for polishing,

whi ch Agfisit gintarigg bewoklespg, dse dissoibded jewelrgiitem i tlaen sent for
the itemis cleaned for approximately 1 to 2 m'lgut es, . .
ipolishingat whishr CORPEE & JRWaSHES vitlt érSCifﬁ%&d herein. First, the item is
cleaned for approximately 1 to 2 minutes in a container which contains water and

hydrogen peroxide mixed together.

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

piece of jewelry items.

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

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.
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hydr ogen peroxi de m xed together. The itemis then
transferred to a rotary tunbler, which contains a

w@odosnissme of pol i shing powder and anti rust pomEIB2007/000898

m xed together. The power to the rotary tunbler is
switched on for approximately 30 to 45 m nutes,
dependi ng on the nunber of itéfs inside the tunbler,

since the tunbler, can _all ocate nor.e than one _piece .
S cvel lishing Duftris arsod dROMErhe PRLSH fBirieRie Faido ERring or a

out by. rubbin bur ni shj i :
b it Pl e, DA BOR BIdERY i e rouge is
Q% j@pd polished, using three different tools. During

[ Ptial pol i shing, 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 | .

ri ng. Feor fanal melisbing, rettem buffiis ysed and sed poygesis anphied for a gold

itens. For a.gold.ring.or a silver rin I L .
055 POt i PR or Rriesioheh it e o5 L A ring.
applied. For final polishing, cotton buff is used and

red rouge is applied for a gold ring or a silver ring,

whi | e hidoessaiy 0 ftan geweloy deern sisappwi sghdiyoforanpitang numking the
ring. If necessary, the jewelry itemis now ready for X
reppeRragce heodi ngt tobezlagsydat b owitting RTORSSS i0GOR BYEE R, machine or

T W G 8 SR BET OB DBl g cose e
k . - !
PSRy SRS e, teak yneg) o pars ar

coREQH Lt fapk aRda@fuck deforermbeing! &\ fidt manihg, Mid epe is removed
matting, the tape is renoved or the | acquer is cleaned

uwi thg ladguenisr gledreidarsing thiniergbefors sending iter fentlerilegping.

The matting step can be skipped by sending the item straight for cleaning,
to remove rouge residues that may be left behind after the hand polishing steps.
This is performed by putting the item into a container of boiling wax removing

liquid, followed by performing ultrasonic sound cleaning on the item.

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.




The matting step can be skipped by sending the item
straight for cleaning, to rempve rouge residues that
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This is performed by putting the iteminto a container
of boiling wax renoving liquid, followed by performng
ul trasoni ¢ sound cl eaning on tlhde item A gold jewelry

item can be of many kinds of gold plating. They can be
||ﬂm10ﬂld ar white ﬂnLd The plating nmethod is

3. Ekyelkeorgold y | Risewilveuplatiag grow der mairet ayidei watstew t h
(Table 1) by way |of ..non- 1. xanpl nly. Table 1
If only sections ﬁdJBSWYFﬁQEWe%{]@@M gﬁ(}?j evel ry
itemare to be pl %ﬁﬂ}%‘f%ﬁ%l@lg SEE £nt colour, for

0

exanple white, th I'sS'sim arto mattlng

Seofhpepddat nee C!Jé&q{hdcﬁuﬁﬁsdb@ﬂlé@nﬁk@d edtheweteappl i ed

wi th lacquer before the jewelry itemis plated. It is
al so preferred thadtdjtustaecfied ofymaclanetbedrd. ext er nal
or nanent ati on. The _outer surface of the jewelry
assenbl y may be c@é@i@@@%tﬁn%’éeor mul titudes of

A e T AR Ty SRR T e ekl

dependi ng on the %ﬁﬁ&t‘r\éﬁﬁﬁeﬂﬁfﬁﬁcﬁh&'tétloov craf t sman.

I n anot her enbodi e Jewelry 1tem broadly
conpri ses of an ilMsimatine)ikilodetord. pi ece 2 that

defines an inner [peripheral surface of the jewelry

item and an external cylindrical piece 1 that defines
an outer peripheral surface Qof tﬁe jewelry item The
internal piece 2 has a snall I§dt er di aneter than an
i nner di aneterof the external piece 1, such that a
general ly annul ar hol | ow space exists between the

i nt er npl o@YkeRAbAS BRla BhR®BES 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.

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.

In another embodiment, the jewelry item broadly 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.

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



The internal piece 2 and/or the external piece 1 each
further conprise protrusions 3 that extend into the

whelosovssspace. Preferably, the protrusions 3 aP&r/mE2007/000898
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simlar rounded shape and equal |y spaced apart at
approximately 9.8mm from one another. The protrusions
3 extend radially between the Buter wall of the

internal piece 2.and.the inner Il o he external .

oPble Sterbaf Bives 17 gt penpralS anetlm ieToRs SR ipts between
SpAGe. L V] L Lot o hollow sections 4. A
rggﬁgg#ﬁﬁgﬂ%h%%%ggfé$g e-1ike side piece 5 bridges the

nei ghbouri ng concentrically arranged edges of the

internal and external pieces 1, 2 to close off the .
hol | owI'bpduoternal pigch 2s aud/onfthe hextersabpidog byeachr furthepfcomprise
sintered joints between sai(d respective side piece 5
aﬁﬁﬁgﬁﬂﬂméﬁ@@§eﬁ?n@Wﬁoﬂh?gpﬂﬁﬁ’%ﬁ@eexternal pi eces 1,

2. In another enbodinment and referring to Figures 7

and 8, a nethod of making a magnetic hol | ow

ri ng- SPAFBEbIE WA M ProtruSiBnk S3 Ghs fOsiftllar HognBE@TsBEPE@nd equally
di mensi ons of  'the internal and external pieces 1, 2,

t bgacpd @partsit approXimattly B8 mmmgfiteti ancedreotirert Thampeotmbisions 3 extend

di scl osed. The wdth of the external piece 1 is 5 mm
wiadialy hetwasncths eaderowall rf thetiatesnal piceed andathe inper wall of the

exttern I.éoi ce 1 are the sanme, i.e. 0.5 mm However,

t FECAPHCS t he internal piece 2 may be varied

dependi ng on the designs of the ring. The dinension of

each of the protrusions 3 is 0.8 nun (thickness) x 3.5

mm (W Bufther, The teniy profrusiandy tireohollswospdce suhbabbivided into
small so that there is

hollow sections 4.

A respective annular plate-like side piece 5 bridges the neighbouring
concentrically arranged edges of the internal and external pieces 1, 2 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.

In another embodiment and referring to Figures 7 and §, 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.

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.



enough space within the hollow sections 4 to
accommodat e the nagnetic el enents. For the purpose of

woradosiesses magneti ¢ hol | ow ri ng-shaped j ewel ry PCEM2007/000898
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magneti c el enents are then inserted within the holl ow

space, nore particularly within the holl ow sections 4.

A mini mum of one piece of magntlic elenent is inserted
cti.on

wof P'onTiﬂegi RSSO0t BbA 46, prtE B if by hickness) x 3.5
for rrB lfr‘dtlﬁl g(ffag?eﬁignﬂggne | cn {]dtﬁlsdéﬂe'f?%ﬁaﬁl Ns g & 'ﬂﬂﬁ there is

rea rragne I C plece

ThAot@ONPhte WBIHENhS WEowesceeions edl ion alb(ﬁﬁﬁldéwtdl&hﬁ OUmagnetic
tool s such as tweezers, pliers or adhesive, as known

bylenhege skilled in the art. Referring to Figure 7,
the thickness of each magnetic elenent is 0.7 mm (for
wonman' s ring) and 0.8 mm (for man's ring), while the

wi dth i . .
o Sy U A, R0 S Byl 1B B gy fem,
Ofma%thlé Q:l&ﬁel@ts aFs 3Rl %@s@:ﬂ%ﬁ&vﬁﬁrﬁtﬂ%%%w ‘%fpaf:@ Cﬂn@fes particularly
such a) the length of the holl ow sections b)
thxatlﬂnﬂmehéllm\heecmmg;4and c) the nunber of magnetlc

el enents inserted in each hollow section 4, The

magneti c el enents can be rmgnetised before or after

bre o b RERRRERT P it bF pnSiie Yamet: i inshaSY within the
NgBfolOsREohe W %hﬂg[%efé}alt) ?e%zfchnl%lld% %‘éb‘ﬁén Th6uld contain the same

magneti sation i's perforne [acing the magnetic
ehambrt of ataghbtc elements.

The magnetic elements can be in the forms of flexible magnetic thread or
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
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

c) the number of magnetic elements inserted in each hollow section 4,

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.



jewelry itemw th nmagnetic el ements incorporated
therein, in a container of a charging nachi ne. The

wore@smetissat i on period is only for a few secondBCT/IB2007000898
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2 seconds) and it starts after power to the charging

machine is switched on. In the case where the nagnets

are magnetised before being indorporated into the

jewelry . item the.arrangenent. of the netic el enqents

s Suckhp aEnsHast & Peyorred By RAgRE e rerhebiv doments or the
faci i al: ' i : d,t .
i, SR8 ey pheR; HiBicled Inbiftbatte iy Bftainer of a

j eN@bing tfaehineFdheemasidiRatibA et 13 Sllyeforfa F@ seconds (1 to 2
magnetic el ements of an assenbled jewelry ring is

f sexionds oandh sertaradter pewso to thepdiaeging rhachingis swigehed on.
When another jewelry ring wwth the south pole of its
magneti c el ements facing outward and the north pole

faci ngi t ' I [ j t yal |

! 2o B, D G OGBS PP BN ibororaca
CIr3§ $he ASwERPHEM, thd hahhgerfent 31 e TRARIICCl8hEARGE isBEh that one
enabl es"the two rings of the sane nake to be stacked

opoladip ofidek magdetio clenments efacanerddiglie outgardrofetheijewelry item,
The two rings, when designed and sold as a set, are
adpttBel anpepde alatity 1o Engoedially nweidoPE the jewebysitem. For

Each si dg of the as ly is.then closed off b . ..
s Sfnls: e BoRE P whesRiic 18nEnS DY sllieddovwelry ring is
n i I i t . e . .
o Bt SRS Rl PRI I SR LARAJWRE Botber jowelry ring
ofvithhiheapatirbble b8 itd anapneyic eamenf faginyt eutwigd aBdst@ed north pole
on the dinensjons as stated above (the thickness of )
bacing Wewansh dhe dwoajrivalit singal wil dsesutyally ingagnetisalipmatiractive

' [ 3 s 0. . .
t@vﬁe}l I%lllé:ykerl]r%ss?glﬁ 1c:t:11r1]t?y gfo%te,r 4t shown in i?lgure % g{lrlh magnetic attraction

enables the two rings of the same make to be stacked 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 by a couple of lovers.

Each side of the assembly is then closed off by joining a respective side
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
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.
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after the assenbly and the joining processes, the
t hi ckness of the conplete jewelry itemis 1.8nmmIf the

wore@nmelises el enment s have not been nmagneti sed eaP¢T/EB2007/000898

they are now magneti sed using the nethods as al ready

descri bed above. For mmgnetic levvel ry item enaneling
al so hel ps to prevent water orlhoisture from seeping

e naghnE it Tetdis HERent e bt e FERslieathey are now
PhitichBgsHRRT, (le'mBRGAS A8k HtadPadRTpEERBEvSAr [T er are

adapted for a magnetic hollow I ng-shaped jewelry

item The outer surface of the nmagnetic jewelry

assenbly may al so be decorated with one or nultitudes

of pr eEPbiASNCHA cisWedBhiitepr, conasueling elsos helpsykst arevent water or

the.equival ents. t hereaof,. bearing different. designs, .

DTt A5y e RinactRi, i depFlist i, i adfecsing P feagntism of the
The sREEs 8 mbodi nents are for nmaking a hol | ow
riné-;ﬁgpggﬁﬁgﬁelry item wherein the jewelry itemis

a ring. The invention can also be applied to other

types of jewelry itenms, such as a bangle, a necklace,
an ear Fhengama palisbingamethochand phatingastdps (iferatassary)oas described

ri ng-shaped c onent elenents of such jtens. Wile
p?aéﬁ@f ?r&?%éﬂﬁgggﬁé ARASISHG gieoé]é’@hr@ﬁ WS Bed,
various nodifications and substitutions may be nade
thereto without departing fromthe scope of invention.

Accor dThgbiter kirfade bﬁ&%ﬂ@ﬁ&fcﬁ%@%ﬁy@%%mﬁéﬁmﬁﬂl &R e decorated
i nvention has been described by way of illustration

awdhrate o1 multatuidos ofipaeeisus stones, semi precious stones, crystals or the
equivalents thereof, bearing different designs, depending on the creativity of an

artist or craftsman.

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.



1. A nethod for nmeking a hollow ring-shaped jewelry
item conprising the steps of: assenbling an internal

weyiosntisical piece (2) that defines an inner peRCT/[B20674100898

10

15

20

25

surface of the jewelry itemw thin an external
cylindrical piece (1) that defijpes an outer peripheral
surface of the jewelry item the internal piece having
a Glwliser outer dianeter than an inner dianeter of the
external piece, such that a generally annular hollow
space exi sts between the internal and external pieces;

d closing.off the hol] ow space on each side of the
2SS ARG omalkit 2 BpLSK AT Sendevsisoeemagompsing the steps
brgrdges the nei ghbouring edges of the internal and
external pieces. 2. A nmethod for making a hollow

ri ng- s fsgeenbligy\eh inteidad &yALGIEL gﬁkﬂzet(Q) ‘flll:ﬁi e 1(}1155 \gﬁ ?Iﬁxﬁégrberipheral

the joining of the side piece (5) on eac .

asyeaee of the jewelrynjemmweitiinein sitemel c:flgldr_&:al :ﬁld&t(mpd&_lat defines an
[ hol | hg-.shaped jewelry item according

I %5\1 qrrrgq!(e:ﬂn ?Iam%%\év qrtjﬁgg i JﬁW@ﬁMdtej%i dednternalapigce having a smaller

i . . h 0 i ses .protrusions
(SR RERmEtCE Sl ol G MG 5 60 TRl iRt st 4ch generally
makinigr AoNew!spuce EXigtsSBERBEN HAVEdHal W)ﬂ@{i}%ﬁ Biddds fhd
claim1l, wherein the internal pilece ( or ‘the
ext er nﬁiOSbigec&“ (@) héllow epace empeachesideroft thesaseBmbiyd by joining a

I.nt he hol | ow space. 5. A nmethod for
ERPROTSE NOPIRIFF: (ish Brideey tachnghbauingredgiion et micrnal and

c laim4, wherein the protrusions (3) are
ag)g%{%agp?%e ‘ocate the internal and

2. 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 sintering.

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

protrusions (3) that extend into the hollow space.

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.



external pieces (1, 2) relative to one another in the
assenbly step.6. A nethod for making a holl ow

w0 2evgosIsaped jewel ry item accordi ng to cl ai m 3POI/IBW&H/ w898
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4, wherein the protrusions (3) divide the holl ow space

into sections (4). 7. A method for making a hol | ow

ri ng-shaped jewelry item accord’ng to claim1, further

c I Sj he step of jnsertin netic elenments,, )
WO e Bl £ beliOR i At erisi et goarding to claim 3
hol| . ! Lo : . .

£ or Chanl 1 SIGREPR IrpAESoKs (A RESRE HoDO, o TS Retions ),
el ements within the hollow sections (4). 9. A nethod

for making a hollow ring-shaped jewelry item according

t d- é4 glethad Gor wpling sshollwe riigashdped feyeky iiene hecmding to claim 1,
are jnserted such that ope polarity of the magnetic

elBTHRH: SOMPTIsLg Hyy Stegi &b 1 egmw%gr@rwtﬂ@njeé%ewa@nn the hollow
igggge.and the opposite polarity is facing radially

inward of the jewelry item 10. A nmethod for making a

hol | ow ri ng-shaped jewelry item according to claim?7

or claim8, wherein the magnetic el enents are

mégAetietant] frefmaleng helyoltove ringsdiraped aéwelry flet atrding to claim 6,
jewelry item 11. A nethod for naking a hollow

r THE0ehepaprip@getheystep eoft iseting mpenetie | dementsowithimithe hollow

8 6031521@2'4? the magnetic el enments are nagnetised after
t A% i'ncorporated into the jewelry item 12. A

met hod for making a hollow ring-shaped jewelry item
according to claiml, wherein the jewelry item

cOMA insethod dbeimalthig £ holbw, rifi@ehgRdddetVelr§i itatBaccdrdling\to claim 7

met hod for making a hollow ring-shaped jéewelry item

alt sladmnng, whersimiha magnetic elements are inserted such that one polarity of
the magnetic elements is facing radially outward of the jewelry item, and the

opposite polarity is facing radially inward of the jewelry item.

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.

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.

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 -
920°C for gold.



1, wherein the joining step is done at a tenperature
within a range of 8800C - 9200C for gold.14. A nethod

wo e0osiedshcilg a hol | ow ri ng-shaped jewel ry item BCDIB22dO Y0898
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to claiml, wherein the joining step is done at a
tenperature within a range of 8600C - 9100C for white
gold or red gold. 15. A nethodl§or making a hol | ow

HEACTRRRY. bF ek RONGY e shghscdetieniiemn avcarding to claim

ran : ;= C f S| hod for o
e s P P Siming M, Bing by, WRRT glq of s60°C -
cha01C for white @old bheed &il@i ng step is carried out at a
pressure within a range of 50 to 1 500 kPa. 17. A

met hod for making a hollow ring-shaped jewelry item

according to.claiml, erein during the_joining step, )
n!rfg'r 8%fqr§n%1§1€a gBokywirEg-shapegaswalry dtem agcersting to claim

0 = Jdter/hour. .18, A nethod. for ing a o
by PR AP bl SR 997 o CnBbBR R RELA Jafae. of 850°C -
odo®@afdrssifi3rt 0 17, wherein the joining step is done

by nmeans of sintering. 19. A nethod for naking a

hol | ow ri ng-shaped jewelry itemaccording to claim18,
wherein after the joining step, the assenbled jewelry .

i temA medlaed Eor mﬁklﬂgra)hpﬁﬂ‘ﬁf ringrslkapedgewelyeten aceoning to claim
to approxiymately 5500C. 20. A nethod for making a

hg’l Y"ﬁ it the ISR i caied: 3 &l Ecphessug Wllghléll Hrapge, of 50 to 1
Whey gpyp the total time taken during sintering is

approxi mately between 5 to 8 mi nutes.

17. A method for making a hollow ring-shaped jewelry item according to claim
1, wherein during the joining step, nitrogen gas is used as protective gas at a flow
rate of 500 - 800 liter/hour.

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.



21. A nethod for making a hollow ring-shaped jewelry
itemaccording to claiml1l, wherein the joining of the

war@e/opisece (5) on each side of the assenbly iBCHIB2E071000898
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means of sol dering.22. ‘A nethod for nmaking a holl ow
ring-shaped jewelry item accordl ng to claim 21,
V\hereln t he Jevvelry |tem conprl%es platinum 23. A

e oRdmrglooret ke b hoffot SR ele byt gk g to claim
| 51 dOR&eRt 1R Jm?éfl ksr#gkfsgéﬁlaﬁﬁg@ge of 6000C to

6500C. 24. A I'ng a ow ri ng-shaped
jewelry itemaccording to claim2 1 or claim 22,
wherein the total time taken during soldering is
a%%)ré\xmﬁﬁloél iior bealvmgm hollow rg-shapsddeweby ifemrechouding to claim
| ow ring-.shape ewel ry item according
t 31 ToGTntd B st soliring R glorkebics dmberaNIG RO dgrange of
t face of the jewelry assenbly after the
Jgg%ﬁ% ét(gg:,[ and decorating the outer surface of the
jewel ry assenbly with ornanentation. 26. A nethod for
maki ng a hol | ow ring-shaped jewelry itemaccording to
c%.l A methmbfw makhg 4 hmﬂbwynmg -glmapies! Jaweﬂnygimﬁ‘raccérdmg to claim

| ow, r.in ry [tem. conprising; an

1 r?éfflllb%? ite E@i tepg taleesy durdng seldesing isranproximately
gﬁrﬁlt £ §f the jewelry item an external
Ficar of 5 éc(l ) that defines an outer peripheral

surface of

25. A method for making a hollow ring-shaped jewelry item according to claim
1, further comprising the steps of:

enameling the outer surface of the jewelry assembly after the joining step,
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.

27. A hollow ring-shaped jewelry item, comprising:

an internal cylindrical piece (2) that defines an inner peripheral surface of
the jewelry item,;

an external cylindrical piece (1) that defines an outer peripheral surface of
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

a respective side piece (5) that bridges the neighbouring edges of the



the j ewelry item the internal piece having a smaller
outer dianeter than an inner di aneter of the external

wpr@smlsssach that a generally annul ar hol | ow Sp&ELEB2007/000898
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exi sts between the internal and external pieces; and a
respective side piece (5) that bridges the
nei ghbouri ng edges of theinter2®al and external pieces
to close off the holl ow space on each side of th
dgtandll gnd zsterpalhpiccemto |0ﬁ:@ws,qmﬁpté@ hadloay spacq em cach side of the
acc%ggbpg to claim 27, conprising sintered joints
‘sai d respective side piece (5 and said edges
of the internal and external pieces (1, 2). 29. A
hol I ow ring-shaped jewelry itemaccording to claim 27,

VIer Al hollosy iriigsigledp et Z)erﬁln&bdohﬁngxtcﬁ robaiin (17 ceomprising

(1) each further conprises protrusions t hat extend

i siter¢chgoimts [betwegraseid sepestiveisidewpidongtDhapdgaid edges of the
jewelry item accordi n? tQ claim 27, wherein the

|1ﬁ$@flﬁgﬂ nd,prie@ P)e°6$ LKa- external piece (1) further

conprises protrusions (3) that extend into the holl ow

space. 31. A hollow ri ng shaped jewelry item accordi ng

lzat 3
tdf’%lcég '6}11%%1 Qﬁggélﬁt?pa < |\#l}§|it%h{] akB& AL 16 UéibﬁﬁSZ’( Wwherein the

sections (4).
hiakdrawl pieog (Bhaetic jegtehalypiete(h)ack futithney ctompnﬂsms pr8tipsions (3)
wherein the protrusions (3) extend radially between
tthet exicnd iniglthe bpllowespage.er nal pi ece (2) and the inner
wal | of the external piece (1) in the assenbl ed
jewelry item 33. A hollow ring-shaped jewelry item

356 0N 38 obP AR jeWily Henf ARSI G0 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 elements is facing radially outward of the



magneti c el enments di sposed within the holl ow space.

34. A hollow ring-shaped jewelry itemaccording to
w@b@snB30q further conprising magnetic el enentBCT/IB2007/000898

di sposed within-the hollow sections (4). 35. A hollow

ri ng-shaped jewelry itemaccording to claim 33,

wherein one polarity of the nmddnetic elenents is

facipg radially outward of thej.ewel.ry item .and th .

dEW@EfB’t iteporad ithg qpeoFilf PAGIIT. df ﬁﬁlyg xadialy BivargdF the jewelry

j.ge\éﬁl ry item 36. A hollow ring-shaped jewelry item

4cLor di ng to claim27, wherein the jewelry itemis a

ring.

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

5 jewelry item is a ring.



