Description Bar nmade of noble netal, and production nethod The invention
relates to a bar of noble netal, for exanple, gold, silver, platinum
pal | adium or alloys thereof and to a me-5 thod for the production of such a
bar. Prior art Proportionable dental gold naterials are comrercially
available in the formof platelets, the platel ets having been obtai ned by
produci ng identical pieces fromrolled sheet gold. The sheet 10 gold is
made by rolling an alloyed gold bar, as described in DE 10 2004 060 730 Al.

For the production of gold bars in small pieces, i.e. pieces wighing 1 g,
59, or 10 g it is known to stanp ijafor,nmti,on concerning the weight, the
manuf acturer, the purity of the netal, 15 and the type of netal onto each
single bar. Bars of a(l)rblmeden%tfarlaok!lre] S! ahl ﬂidec;eosd (gtr.eonvgert){logopul arly with

i nvestors but are individualTy expensive To produce iN rélation to the

metal price. Summary of the invention Instead of making a | arge nunber of
i ndi vi dual miAFatUFe ¥ar 8120 dcha ofetacs peet§ Meerimader kamitlfse f undament al
i dea of the igawentdidmCOoNSitShsn, PBa Praaduciodgal lichs &hekr&gd enpassa we-pl aque or

bar having. a S n [.Si plyrality of such mniature bars and
95 §fquBtr?e grc%cﬁxl%{%ﬁ o@gsﬁh A%a@‘.

subsequently dividing u ague or bar by conplete or partia
separation of material to formthe mniature bars, 25 whilst the mniature
bars are disposed in an n x m arrandéh®nfiin which each of n, n2. Thus the
total mass nB of the bar is given bynxnxnk. Due to the fact that there is
first producedorcifarritictHratfbranidfradepldqueroforreront Hal armassbyB, which is
t hen divi ded wpthdteOrn of platelets, the platelets having been obtained by
producing identical pieces from rolled sheet gold. The sheet
10 goeld is made by relling an alloyed gold bar, as described in DE

10 2004 060 730 Al.

For the production of gcld bars in small pileces, i.e. piecsas
weighing 1 g, 5 g, or 10 g it is known to stamp information con-
cerning the weight, the manufacturer, the purity of the metal,
15 and the type of metal onto each single bar. Bars of noble metal
in small pieces are very popularly with investors but are indi-

vidually expensive to produce in relation to the metal price.
Summary of the invention

Instead of making a large number of individual miniature bars

20 each of a specified mass mk, the fundamental idea of the inven-
ticn consists in producing, in a single pass, a plague or bar
having a mass mB and comprising a plurality of such miniature
bars and subsequently dividing up this plague or bar by complete
or partial separation of material to form the miniature bars,

25 whilst the miniature bars are disposed in an n X m arrangement
in which each of n, m 2 2. Thus the total mass mB cof the bar is

given by n x m x mk.

Due toc the fact that there is first produced a bar in the form
of a plague of a nominal mass mB, which 1s then divided up into
30 a plurality of miniature bars, for example by embossing, which

miniature bars may, if required, be separated from each other or




30 a plurality of mniature bars, for exanple by enbossing, which mniature
bars may, if required, be separated fromeach other or lifted froma
backi ng wi thout the use of tools, there is both a reduction in the

manuf acturing costs and an inprovenent in the handling of the mniature
bars. Thus the invention relates to a bar of noble netal or an alloy 5
containing a noble netal having a mass nB, which bar is subdivided into n x
in mniature bars each of a specified nass nk, wherein n and m each denote
an integer2. Between the directly adfé%éht mniature bars there is an

i nter connectj.qn_of. %QI d materi %% S“‘%ﬂeths%to he_mniature ars are firmy
attached to et f i rect nel Bors |ntercdnnec i Ng ma erial can,

for exanpl e, r4sEciivPnt e tﬁ@r@ﬁnéfac&ubmfﬁg@sf"@r agd GonHeePyeRgnk ard the
Advant ageousianditdiect ninereonnectd enr-0f solid material can have a
predeterm ned break point. The bending strength of the interconnection is

breferably sueh Lal, REnngepy Lhe, LOEee 0, Qi auld, 13! &, not jpossi bl e

whereas its upper limt Is suo destruc- tion of 't rconnecti on
of solid fat&ritairirg HEsstvretdpy hﬁ&mﬁaﬁlf@asﬁéﬁdl ey Gr Pt éakﬁuﬁ’@lt he sane. In
addi tion to tihedintercaeannechionef baal tgnrat er lsﬁéqlf(iéd alzkermc, nativel y

thereto, the.undersi de af Jhe. 00l "RY ; e.RL VLA MLD 20 & &,Backi ng

mat er i al e mniature bars aré produced frooma bar or from
a pl ague, tHEF2EHT BEGORA eret yheehdratednid THBRRACTE A opr eiidi ®aT of an
i nter COI’]I’]ECtﬂe&ﬂansuSlﬁﬂUhdt n@beﬁiralatwd bagy vk tiewiy atpiedeter mhagd break

point. T i tion qlid materlal can dvant eousl form 25
part of g@de%%gsgﬁlgg&%r%\sn &Pea efﬁonnﬁcung eeﬁ%aegm oh f?r%y Ormed on the

top surface %dnaﬁ@eoﬁﬁé‘sf’ﬁg{ Hé&q@sgf gncoreEReduhdel-si de, and the
i nterconnection of solid material can be set at a distance fromthe top
surface and Addventdckeudinydertsi decofotivetbar of Thie ideptessilonaxcanvbe i n the

formof a OrORMErermined break point. The bending strength of the intercon-
' necticn is preferably such that bending by the force of gravity

15 i1s not possible, whereas its upper limit is such that destruc-
tion of the interconnection of solid material is possible by ma-

nually bending or breaking the same.

In addition to the interconnection of solid material, or alter-
natively thereto, the underside of the bar may be provided with
20 a backing ma?erial such that when the miniature bars are pro-
duced from a bar or from a plaque, they can be completely sepa-
rated without the provision of an interconnecticn of solid ma-

terial with or without a predetermined break point.

The interconnection of solid material can advantageocusly form

25 part of a depression provided in the bar. A depression may be
formed on the top surface and an opposing depression on the un-
derside, and the intercconnection of solid material can be set at
a distance from the top surface and from the underside of the

bar. The depression can be in the form of a groove.

30  Another object of the invention is a bar of nobkle metal or an
alloy containing a ncble metal and having a mass mB, which bar

is subdivided into n x m miniature bars each having a specified




30 Anot her object of the invention is a bar of noble netal or an alloy _
containing a noble netal and having a mass nB, which bar is subdivided into
n X mmniature bars each having a specified nass nk, wherein n and m each
denote an integer 2 whilst a backing material is attached to the underside
of the bar and the mniature bars are peripherally spaced all round from
their adjacent mniature bars and are exclusively attached to said back-

5i ng. Advant ageously, the mniature Qags_can be separated from each ot her
via a depression that penetrates the bar down to the backing. It is

part icul ar | y.advant ageoys mhep | DEAeRLESS 0N A8l 1Q.pigsged, since by
t his neans econom cal production Is possible. Another object of the
i nvention i sPE AR ABECT6F thetprdatctd ohe srdarHar Havithgaa ardsshaB
consi sting ofimeble peisakropeancral-koy epaieal Al iNGomabkeormehals, akh which the

bar is in on nyf.acturi step, divided up into n.,x mmniature bars, each
of a speci fi?:acfrm. fg naé:sn%ﬁ, vﬁ:er ein n and n éach denot & an in eger 2,

whi | st i n° bet%een the directly adjacent niniature bars there remains an

i nterconnection of solid material. The interconnection of solid materi al

can advant agebuastageborim, perd mofizarudepraessiaonbe s2far¥etd aivotherchobj ect of the

i nvention is,the proyi &henQbna Rt had for. .t e BLOdUEEian.of ya par having a
mass nmB consisting of noble nmetal or an alloy contalining noble netal, in

whi ch the bar®d's affixed, in one manufacturing step, to a backing materi al
and, in another manufacturing step, is divided up into n x mmnia- 25 ture
bars each ofItispecitiddrimssvakiaopber ehen fhantrpeedeh idefot e an i nt eger 2,

and the m nigtdegy baiscane Pekiphesaddoyospaged Allcaund bigmthe adj acent
m.niature bars and are attached exclusively to the backing material.

Advant ageoushyenLiepbar 6AN0; SIRCERLYS 1 BLIRCEShE Hokiian 30T nto
of a bar having a mass mB consisting of noble metal or an alloy

containing ncble metal, in which the bar is in one manufacturing

step divided up into n x m miniature bars, each of a specified
.15 mass mk, wherein n and m each denote an integer 2 2, whilst in

between the directly adjacent miniature bars there remains an

interconnecticn of solid material.

The interconnection of solid material can advantageously form

part of a depression.

20  Yet another object of the invention is the provision of a method
for the production of a bar having a mass mB consisting of noble
metal or an alley containing noble metal, in which the bar is
affixed, in one manufacturing step, to a backing material and,
in another manufacturing step, i1s divided up intoc n x m minia-

25 ture bars each of a specified mass mk, wherein n and m each de-
note an integer 2 2, and the miniature bars are peripherally
spaced all round from the adjacent miniature bars and are at-

tached exclusively to the backing material.

Advantageously, the bar can be embossed to effect said division

30 into miniature bars.




Yet anot her object of the invention is the provision of a nmethod for the
production of a bar having a mass nB consisting of noble netal or an alloy
contai ning noble nmetal, in which a continuous band of noble netal of
appropriate thickness is rolled and fed 5 stepwi se to a shapi ng device and
i s advanced foll ow ng shapi ng. The shaping consists in dividing up the
continuous band into a row conprising n x 1 mniature bars each having a
specified mass nk, wherein n denotes_ ? integer2, while |eaving an

i ntercon- nection of solid materi al ween directly adjacent mniature 10

bars and th%@é‘z‘idtﬂé’?%;@@ﬁ@f Qﬁé' §an@#&§§11 Lt pSsihlie: &0 Jkor mea,onti nuous
conposite bar. The desifed ba produced by severing the interconnection

of solid rrat%@rrl qpe p ﬁoci%él‘?réﬁ%‘?] bﬁét}%ﬁé’éﬂgé F%W &ﬁdcoc“ﬁés?légto%f“’?%
conti nuous beandlfal kowilngy apneaispegifo-ed metabernofhikows codSnthes cont i nuous

band can havg a é#%@ mw@ghlcgfi 9reAL el %h@ﬂletst; sW'rgi b a&{ fLhe bar to be
fabricated, so that m% e continuous b I's sh J‘ I's augnent ed by
a protrudi ngStéatj?ese FP SHApIIRG f9EFtdes %ﬁjta@ﬁ%f’tqeé i?"él%ﬁ‘@éilg %ffapéaﬂd edge, it

wi || be possital ehdo@ng atohyi it nsunlal@:el\gem r@e ofont henceeanaunits band fol - 20

| owi ng the py %dk'&?pr‘i’é‘l nd qe3! i8¢, Au eQEh &%dur tosé’eﬁ%fé%e the finished

bar. Advant ageous e 'm niature ars 1 or ne can be
si mul t aneousty WW@F? BedenBrepein daseaeirpt iZon"bif' et h@vdﬁévﬁnng%teZSOIExenpl ary
enbodi ment s -t fie of NeRtiORear A bbimhr@lredtlynaamedf awhngSrei N Whi ch:

Fig. 1illpstr te§ndat|9_ea co%tz %895 ballE Eah;l My ?(hg f%é‘s}s%lea Bl Agye containing 4

X 3 mni ature ars; OWs a etal
continucus comp031te bar.

The desired bar is produced by severing the interconnection of
solid material in the region between a row and the rest of the

continuous band following on a specified number of rows.

i5 The continuous band can have a width B which is greater than the
width b 0of the bar to be fabricated, so that when the continuous

band is shaped, it is augmented by a protrﬁding edge.

If shaping includes automatic removal of said edge, it will be
possible to carry out such severing. of the continucus band fol-
20 lewing the production of a desired number of rows, to produce

the finished bar.

Advantageously, the miniature bars formed during shaping can be

simultaneously inscribed.
Brief description of the drawings

25 Exemplary embodiments of the invention are illustrated in the

drawings, in which:

Fig. 1 illustrates a bar of noble metal in the form of

a plaque containing 4 % 3 miniature bars;

Fig. 2 shows a detail of Fig. 1;




Fig. 3 Fig. 2; is a partial section taken along the line A-A of Figs. 4A -
4Dshow various forns of an interconnection of sol-

id material between the miniature bars in a pla5que; Figs. 5A - 5Dshow
other forms of an interconnection of solid naterial between the mniature
bars in a plaque; Fig. 6shows mniature bars di sposed on a backing and not
I nterconnected by solid nmaterial. 10Fig. 7 Fig. 8 Fig. 9

- 5 -

Fig. 3 is a partial section taken aleng the line A-A of

Fig. 2;

Figs. 4a - 4D show various forms of an interconnection of sol-
id material between the miniature bars in a pla-

5 que;

Figs. H5A - 5D show other forms of an interconnection of solid

material between the miniature bars in a plaque;

Fig. © shows miniature bars disposed on a backing and

not interconnected by solid material.

10 Fig. 7 is a cross-section ¢f the continucus band com-

prising miniature bars;

Fig. 8 is a top view of the shaped continucus band

shown in Fig. 7:

Fig. 9 shows edges of a tocl for the production of mi-

15 niature bars.
Description of exemplary embodiments of the invention

Fig. 1 illustrates a bar 1 of noble metal in the form of a pla-
gue comprising 4 x 3 miniature bars 2, 3. To this end, a bar
(not shown) was first of all produced in the form of a plagque

20 having a nominal mass mB. Processing of the bar to provide a
plurality of miniature bars 2, 2 can be effected, for example,
by embessing. This can take place at the same time as an emboss-—
ing operation by means of which the data 4 concerning the minia-
ture bars 2, 3 are impressed, namely a manufacturer’s logo, the

25 mass and the purity, such that production can take place in a
single pass. In the exemplary embodiment shown, the parameter 4

indicating the mass is shown as “1”, which denotes 1 g.

As shown in Fig. 2 in detail, the shaping operation has involved
the creation of depressions in the bar 1 at specific intervals,

30 such depressions being in the form of grooves 5, which dis-




is a cross-section of the continuous band conprising mniature bars; is a
top view of the shaped continuous band shown in Fig. 7; shows edges of a
tool for the production of m- 15niature bars. Description of exenplary
enbodi ments of the invention Fig. 1 illustrates a bar 1 of noble netal in
the formof a pla- gue conprising 4 x 3 mniature bars 2, 3. To this end, a
bar (not shown) was first of all produced in the formof a plaque 20 having
a nom nal mass nB. Processing of the bar to provide a plurality of
mniature bars 2, 3 can be effected,‘f@r“exanple, by enmbossing. This can

take place al,lhe, spue, Ll bR, 3880 .60P9ssINg, OneLat] on by pans of which the
data 4 concerning the mniature bars fﬁ are I pressed, . H%nely a
manuf act ur er t&e PEeRF et HE 2B UFaSR rand- (The Rwiriopy, oSudh wivareprodacti on can
take place ifmapsinglke asssed Budihenexenplanya rbadi-gent sshawn, the

aranmeter 4 indicati t he mass. i s shown as . Which denotes 1 g. As
ghomn in Fig?ﬂfdi%{ g%axf?v?%e %‘Ep?%b%%%EFSHF%ﬁ-has i nvol ved the creation
of depressions in the bar 1 at specific intervals, 30 such depressions

bei ng i n the”¥IrATYE - gFt5ob@ds <87 RARch sHPSificfi Wéf oy geldkares Héor ndi vi dual
m ni at ure bars t2ewitshifgespectibo, thecrad] acentq eniad vee Aans 3arThe

osition of r i he. Ls..sel ected h the_m niature
Ears 2, 3 delg{bﬁrdi g%gg ;ﬁe’iaﬁa Cgkr %o%lél??é %ng\%%%ﬁe&gjé:gi r@gg%ég%ag%?gf erably,
the bar can H#vE RSPECIPFFed ufifior ma ArEKFess:1r foretls thet diapi ng
operation, seitthatpesshapiings clo1thacbar can be carried out by neans of a

si ngl e enbossi ng punch, while the nass of the mniature bars 2, 3 wll be

sufficiengl YAﬁxyiﬁﬁﬁﬂéyo%lh%& 4 $ar can be produced in the form of a plaque

is illustrated by a fine gcld bar having a mass of 100 g being
subdivided into 100 miniature bars each weighing 1 g. For this
purpose, a ceontinuous metal band of 99.99 % fine gold is pre-
viously rolled to a calculated thickness. Plaques weighing 100 g

15 are punched out of this band.

These plaques are enmbessed in an embossing machine known per se
for embossing cecins, in a similar manner thereto and in a single
pass such that depressicns in the form of ¢grooves 5 are formed
between the individual miniature bars, and that the manufactur-
20 er’s logo, the weight and the purity are inscribed on each indi-

vidueal 1 g miniature bar.

The depressions 5, 5’ in the form of grooves can be so thin that
the displaced material forms only a comparatively small lateral
bead, which can, however, be flattened immediately on the sur-
25 faces, if desired, by the embossing operation. In this context,
"thin" meéns that the width of the depression is smaller than

its depth and iz preferably not more than 50 % of its depth.

Fig. 3 1s a partial cross-section taken along the line A-A of

Fig. 2, and it can be seen that the depressions 5 do not pene-
30 trate the entire plague but that a groove 5 is formed that ex-

tends from the top surface 6 toward the underside 7, the inter-

connection of selid material 8 being in the form of a connecting




Wi thin perm ssible tolerances. 10 An exanple of how a bar can be produced
inthe formof a plague is illustrated by a fine gold bar having a nass of
100 g bei ng subdivided into 100 m niature bars each weighing 1.g. For this
pur pose, a continuous netal band of 99.99 %fine gold is previously rolled
to a cal culated thickness. Plagues weighing 100 g 15 are punched out of
this band. These pl agues are enbossed in an enbossi ng machi ne known per se
for embossing coins, in a simlar nmanner thereto and in a single pass such
that depressions in the form of grooVe% 5 are fornmed between the individual

m ni ature ba t ufactur- 20.,er's |0g t ight and the
purity are i%%%??%%hkg%fﬁggﬁpgg y&?d%gﬁ'Iﬁbéﬁfﬁ?3¥hr§r5§$$l#ﬁggaepressions
5, 5 in the§%r foregpooves: eanfé- sd bhislehat the displaced materia
forns only a conparatively small |ateral bead, which can, however, be
flattened i mediiatelcynortide csuseli2bfaeessl Bf irdese ragredsyot e ceabossi ng

operation. Ip,this, context.;  "Lbi ﬁ;ewm%nagfﬁam%eam dt.hsof (e depression
is smaller than its depth and 1s preferably not nore than 50 % of its

depth. Fig. 38'$-a partial cross-section taken along the line A-A of Fig.
2, and it can be seen that the depressions 5 do not pene- 30 trate the
entire plaguénbit. tHattle grdovel s Ps flophedet dratreextoendsofnamonhe t op

surface 6 towandhdheoyndgrsids s Tnet F@dd&@tﬂeCMQQB{QQlepta§Qi]jegf Er%t eri aI4A84D
an escription o i gs. -

being in the formof a onnectl,nlglél ésee the d

bel ow), or of? BFl?e&g@mf%%pﬁnﬁéC Sctq pbT oPofUERGS.° 80 SB° 08I%6H) .~ The
i nt er connect pote Gfoflsoh¢ dblrmtoer Liad b8s¢ 11t hie tdeptepsss Tnss camnd dket vari ous
shapes, as shoywRai-fiikl 08 tAAAD ANde 5A- B0 hOL 18X:: 3AMPIE: the con-

necting land of the interconnection of sclid material 8 between

adjacent miniature bars 2, 3.

Fig. 4B differs from Fig. 4A in that the base 11 of the depres-

sion is tapered toward the underside such that a predetermined
15 break point 12 is formed at the point of greatest depth of the

base 11 on account of the smallest cross-section of the connect-

ing land at said point.

With the presence of a predetermined break point 12, the inter-
connection of solid material 8 in the depression 5 can, if re-
20 quired, be broken without the use of a tool to allow the minia-
ture bars tb be separated from each cther. By reason of the
known position of the predetermined break point, a planned

weight distribution is ensured.

In Fig. 4C, the side walls of the depression 5, which is created
25 only from the top surface 6 of the plague, are tapered toward
the base, the base 11 of the depression 5 being steeply tapered
as in Fig. 4B. This produces a predetermined break point 12. In
cross-section, the depression shows two different angles of
spread, the angle of spread of the base 1l being larger than
30 that of the side walls 9, 10.

In Fig. 4D, the side walls are as in FPig. 4C, whereas the base

11 is rounded, somewhat like a gutter. Here again, the predeter-




In Fig. 421/2, the side walls 9, 10 of the depression 5 forned only from
the top surface of the plaque are substantially parallel to each other and
perpendi cular to the top surface 6 and the underside 7 of the plaque, the
base 11 of the depression 5 being flat 10 and parallel to the underside 7.
The base 11 is part of the connecting | and of the interconnection of solid
material 8 between adjacent mniature bars 2, 3. Fig. 43 differs fromFig.
421/2 in that the base 11 of the depression is tapered toward the underside
such that a predeterm ned 15 break p0|%t 12 is forned at the point of

greatest deplhgf,Lhe hase 111 00 -agEount of o1 he. syl | &st igss- sect i on of

t he connecting | sal d pol nt he presence of a predeterm ned
break poi nt %?*l?%éflﬁFeﬁﬁﬁﬁﬁ%ﬁﬁ"6ﬁ“bﬁ solid material 8 in the depression 5
can, if re- 20 quired, be broken wi thout the use of a tool to allow the

m ni at ur e barigist 0°7béD sigparated dthemfeach ot merintByopeagonn 6ff the- known

posi tion of Qh%agéﬁgﬁﬁﬁﬁgngd 9{%§&3Q9&§¥1a Rhanned.ywei.ght, distribution is
ensured. In Fi t he si epression 5, which is created

25 only ftom# %ét‘fec‘ib @ﬁr?‘%&ét%reofoaf%é’ p? a%éfu% PlaFest 4peiredrd &\ﬁﬁ?‘d t he base,
t he base 11Eahstha.depmeSSﬂonhé:been@nsﬁsephyﬁtapEmEdamﬁuah:Elg 4B. This

produces a Qﬁ%ggéﬁfﬂkﬂﬁqeﬁ&ﬁékmpg'@1t%gt cﬁ&@éé?ﬁﬁﬁtﬁgﬂ-ukh%oﬁepreSS'On
shows two different %Hgﬁes of sp read, he an | e of spread of the base 11

bei ng | ar gerSWHar 30t rﬂ?t?%éngFH%ﬂﬁaTl§n9tJfoca“%1ﬂﬁﬂmﬁVﬁéﬁlp0|nt 12 is
in the regiax ofsglhecsmatl est tior ass-secidon ofd bheeomnectidrg?l and 8. Fi gs.

5A 5D i114istsal e ot hers borae of @g:idtereannectionol.solsodd mterial 8

having, 1 n sone cases, a predeterm ned break point 5 12 between the
mniature bar'$"2, 3 in a plague, differing fromFigs. 4A-4D in that the

i nt erconnecti on of solid material is disposed in a depression 5,5 that is
creat ed bot hif Fom thetitcoplsuefade 6isnded roph tihe wirdesisiedé 2stimg t hi s case,

the materialod s gdigphaced Loth:at ithe topsulfacesf, and.atvd heasndersi de 7
such that even when the miniature bars are completely separated,
15 that i1s to say, are not interconnected by solid material, a cer-
tain degree of coherence is still given. The material can be in-
tercepted by creating a depression 5 in the form of a groove,
said depression being impressed from the top surface 6, that is,

from the surface of the plaque opposite the backing 13.

20 A suitable backing 13 is, for example, a backing board provided
with a gum coating 14 which is similar to that coated on self-
adhesive labels and from which the individual miniature bars 2,
3 can be readily removed without any traces of adhesive remain-
ing on the miniature bars 2, 3. The backing board can consist

25 elither cof comparatively thick paper, of paperboard, or of plas-

tics material.

Thus one or more of the miniature bars 2, 3 can be removed from
the backing, while the remaining miniature bars stay on the

backing 13 and can again be handled collectively.

30 In another embodiment, illustrated in Figs. 7 to 9, the bar 1 is
produced by starting from & continuous band 21 as illustrated in

cross—section in Fig. 7 and rolled to a precalculated thickness




10 and can, if desired, be flattened during the enbossing operation. In
Fig. 6, the plague 1 is disposed with its underside V resting on a backing
13, to which it is attached by, say, adhesive neans such that even when the
m niature bars are conpletely separated, 15that is to say, are not
interconnected by solid material, a cer- tain degree of coherence is stil
given. The material can be intercepted by creating a depression 5 in the
formof a groove, said depression being i npressed fromthe top surface 6,
that is, fromthe surface of the plagu opposite the backing 13. 20 A
surtabIe backing 13.is, for ex ¥p ta@ ggrgg board Erovrdeﬁ with a gum

coating 14 whi’Ch %9487 i FH° €8 dbated on sel $iadhesiye Pabel s and from

whi ch the |h@ﬁ¢#@ﬂ@h1WFﬁ|at@¢ep%aﬁstQﬁb8mdaﬁIbelﬁ@aﬁrhvﬁreﬁbvedsmnthout any

trace's of aattestweecee{tahmsnaeea bhga rfhniattylrge oRaf saBi1c 30 The backing board
can consi st 25 either of onp?ratrvel t hi paper, E)%ﬁrﬂk)ggperboard or of

pl astics mat 481 . “TAUE °8RL “oF "Hore 9 tt%e%ﬁiﬁ? t ik & S*3Pcan be
renoved f¥ontitdre backiavgredvniiheattue Yegmad nihagh romdatar € bars cshay on t he

backing 13 and:can oegaaledbfettaem ed,, ol !aeratltyejrx »30kN,-anethern emrbodi ment ,
illustrated in Fi to the bar 1 is, produced by startrngﬁfronta

cont i nuous bHHd"? lﬁssﬁﬁﬁﬂsﬁrétﬁﬂaPhJ@r8§§tégpﬁﬁyhhhﬁ‘ﬁP 2PSH FRU rolled to
a precal cul atiedethivekness it eand chawiatgtiae bise ogok dieocmstsentl ofth89. 99 % and

shapi ng the gcgntinuousbapd %;oa;eepmeseegast%%thetrrwo%ucrfe bars. To this
end, the contrnuous metal band 21 restrngﬁon a table 20 is caused to

approach SHEST A SSPEIAUERT 222 ahd 1 iF 49%hapi hrg 2BE é5°5 "t hék¥ Par e produced
M ni ature barde22iMii ¢h stowprinsehaditattepconinedtanon Bf fteobktermaterial 8 with
a mniature %a%vgspgggq$ggnrn the previous shaping step and in addition

wi th the unshaped continuous band 21, in each case at the base of a

depr essi on S, that takes E rntof a . groove. % essron 5 |n the form

e f
rom Lt shoyn i e mi
of a 10 groove g prodﬁce&a arp edbe 22, i 4nd afot her sharp
bars 2, 3 are each dlSpOSed in a row 23, 23 1 at right angles to

15 the direction of advance 24 of the continuous band 21 and are

separated from each other by the groove-shaped depressicn 5.

On completion of shaping a row 23, the continuous metal band 21
is forwarded in relation tc the sharing device (not shown) by
cne step and the shaping operation is repeated in order to pro-
20 duce the next row of miniature bars 2, 3. The bar itself can
then be severed at a suitable point sc as tc give a bar having

the desired number of rows 23 of minlature bars 2, 3.

When the continuous metal band 21 has a width B greater than

the width b of the bar to be fabricated, each miniature bar 2, 3
25 is subjected to the same shaping operation during fabrication

thereof. However, the lateral excess of material on the conti-

nuous metal band 21 beyond the width of the bar 1 produces a

lateral edge 26 of width r separated by a depression 25 in the

form of a groove extending in the direction of advance 25 but is
30 still connected by sclid material. The edge 26 can be removed

during shaping or it can be removed after shaping.

This method of shaping can include the production of depressions

5 impressed both from the top surface of the continuous band 21




edge 22.2 is shown in the direction of advance 24 for other grooves (not
shown). As may be seen fromthe top view shown in Fig. 8 the mniature
bars 2, 3 are each disposed in a row 23, 23.1 at right angles to 15 the
direction of advance 24 of the continuous band 21 and are separated from
each other by the groove-shaped depression 5. On conpletion of shaping a
row 23, the continuous netal band 21 i's forwarded in relation to the
shapi ng device (not shown) by one step and the shaping operation is
repeated in order to pro- 20 duce the next row of miniature bars 2, 3. The

bar itself can then :J@@ &1@&’@9&%@ altheaa&ﬂk&@&'ﬁpﬂﬁhgiorﬁgfaas gEé')ona' ve a bar
havi ng the desired nunb iature Wien t he

cont i nuous &?Oﬂucﬁ%ﬁaoﬁfhﬁa@dﬁr%d&t ﬁs @aéjr%a&tlﬁradtvﬁ%??gteﬂ‘ésm ‘(“ﬁ‘aﬁl b%f the bar
to be fabricetigdresach menpat dp ecdvagredt B 25hirgnsubjoectredsti@ tohéy sanme
shapi ng oper at i@Qn, dut Lng.fabrication thereof. However, the l|ateral excess
of material on the conti- nuous netal band 21 beyond the width of the bar 1

pr oduces teral e 2 dth ! se arate depr essi on 25 in the
form of aggr %bvg lSaE 9m neg breay it %Cr?%olfy 5 %a%éréa@ "put Fs 30still

connect ed byD@@ﬁF@ﬁnﬁt@T¢é¢baThéléﬁgeEZthaﬁ Ye iewovededurémgishapi ng or
it can be reg@l\&@dm@fetrgﬂ ghapl Rgve an 1z @Ndpfd@mpi tisckinggrsi-de. The

addi ti onal pr ovi roo roduced, f he under5|de is basically
advant ageousfy’ mﬁ% ﬁ ﬁ?éﬁné§§ggfe?sén%ar I& b G ear O “Shapi ng from
one side onl ydtn@tb@agu$ fqaeii@n’p_a thickness of from 0.05 mm to 0.4 mm,

10 although other thicknesses may be adequate for effecting manual

separation.

Fig. 9 illustrates edges 31, 32 of a tocl for the production of
miniature bars. One edge 31 extends at right angles to the di-
rection of feed 24 and produces the depression 5 in the form of
15 a groove, another edge 32 in the direction of feed 24 produces,
for example, the depression 25 in the form of a groove situated
in the marginal region 26 of a miniature bar 2, 3 shown in Fig.
8. The edges 231, 32 are pressed into the continuous bard and
displace the material such that a depression is formed, whilst
20 at the same time an interconnection of solid material remains,

which 1s in this case not shown.

The embodiment illustrated in Figs. 7 to § alse includes the
possibility of using backing material instead of an interconnec-
tion of solid material, said backing material being attached to

25 the continuous band.

The bars are fabricated, for example, in the following sizes:
For gold 100 x 1g: 74 mm x 105 mm x 0.667 mm or
85 mm x 150 mm x 0.406 mm; for silver: 100 x 1g:
74 mm x 105 mm x 1.226 mm; for platinum: 100 x 1lg:
30 74 mm ®x 105 mm % 0.602Z mm, and for palladium: 100 x 1g :
74 mm x 105 mm x 1.073 mm.

'




5 The predeterm ned break points produced by the formati on of depressions 5
in the bar in the region of the interconnection of solid material 8 can
have an angl e of spread of from approxinmately 10 degrees to 60 degrees and

the interconnection of sol- id material 8 can have a thickness of from 0.05
mmto 0.4 mm 10 al though ot her thicknesses nmay be adequate for effecting
manual separation. Fig. 9 illustrates edges 31, 32 of a tool for the

production of miniature bars. One edge_ 31 extends at right angles to the
direction of feed 24 and produces the &epressi on 5inthe formof 15 a

groove, anot her, edge gﬁsesiiff;ug he g!@fg@gédtq?gtte%g&?e%g (?]”A". ngbtorgeg&%n for exanpl e,

the depression 25 in or m of groove situate e margi nal region
26 of a mi ni &tUré BaFt2on3eKEW A E gt B PrItfesegesc3E, 32 1age pressed
i nto the continueusinbandovaad zdi apl acet heripmat ehi atbisuadtat hateed depr essi on
is forned, [ ~the. ti i, onnectjon,of solid materi al
remai ns, V\h:,\%# ;Sté t%% ﬁﬁaé %é%ggﬁ%lts gﬁg\%ﬁ%ﬂﬂag{e@n%%o |uﬁjé'n?h?lﬁuﬁcst rated in
Figs. 7 té 9sA=oteRcPiAfEs thé PUESi imPpisinefnagsinly backphgismicedi al

i nstead of aRct REEFGORANEGLLORBroft50kid nomiLhéall, bsad, dwhaekingsmat eri al

bei ng attached ¢t t he continuaus. band. The bars are fabricated, for
oxamml o 1 PR Pl Rovng e b8 B R L B R e 300, 667
mm or 85 r antROESOaTRYNCTES 406 epmhichorrespineer: 100 x 1 g: 74 mm x 105 mm x
1.226 mm for platinum 100 x | g: 3074 mm x 105 mm x 0.602 mm and for

pal | adi um 100 tkel gcond Faman, 105 ommimxiols BA3d MM noble metal of a de-

10 sired thickness is rolled and forwarded to a punching machine,
in which a complete row, for example comprising 10 miniature
bars weighing 1 g each, is simultaneously notched and inscribed.
The band is then advanced such that a continuous composite is
produced, which is seversd after every tenth row to give a com-

15 posite bar containing pieces weighing 10 x 10 x 1g.

Both variants are suitable for achieving high-gloss surfaces.




Thus it is possible to differentiate between two fabrication variants,

al t hough ot her manufacturing processes, such as casting, are not
unfeasible. In the first variant, a noble netal sheet is cut to the final
di rensions of the finished product. The cut 5 sheet then passes to a norma
enbossi ng machi ne, such as is used for enbossing coins or standard noble
netal bars, where it is enbossed to produce the final shape using
appropriately shaped enbossi ng punches under high pressure. In the second’
variant, a continuous band of noble-mta of a de- 10 sired thickness is
rolled and forwarded to a punching machi ne, in which a conplete row, for
exanmpl e conprising 10 mini ature barst %ﬁ?ghlng 1 g each, is sinultaneously
not ched and inscribed. The band is then advanced such that a continuous
conposite ils prddeced nphiehsitsl saven ed labt@emteveing hemtehrmeoal to give a

corn- 15 positenhahgCORaaL mmgcm;eae@&magm Q@la@otﬁ& %Qr X(1|) Ois '%%h variants
are suitable for %leV|ng gth oss surfaces. - - Clainms 1A bar of

nobl e metal or %E'r’(lﬁF‘F dﬁ’tEOIhtxa Hy2hom &aret S ﬁ)a\ﬁaﬁﬁ BavidRg s nB,
characteri zed ispechated hesbaik, (d)eresn suland di wadedidrate an XrtBgErnkat ure bars

(2, 3) each havj ngaanspecificedsMBss. e el Je 400 gn,each denote an

integer 2 and that there 1s an interconnection 1d et eri al (8)
between the dir €t Pt atithtineehilat e cpak §“l(’123t‘-3-)e b?rs The Par as defined
in claim2, characterized in that the interconnection of solid material (8)
has a pr edet er niedabragaliePigiedt i £23im 3, dherabaerigsddef ithet tte any one of

claims 1 to 2, ﬁﬁ@f@&;n%&z&ﬂoknséﬂatmaacegﬁgf'(@9 1a3) boeRLLARNRd to the
underside (7) of the b

break p01nt (12) .

3. The bar as defined in any one of claims 1 to 2, character-
ized in that a backing (13) is attached to ithe underside
(7) of the bar.

4, The bar as defined in any one of claims 1 to 3, character-
ized in that the interconnection of solid material (8) is

part of a depression (5,5’) formed in the bar (1).

5. The bhar as defined in claim 4, characterized in that there
is & depression (5') on the top surface (6) and a depres-
sion (5) opposite thereto on the underside (7) and that the
interconﬁection of solid material (8) is set at a distance
from the top surface (6) and from the underside {7} of said

bar.

6. The bar as defined in claim 2 and claim 4, characterized in
that said interconnection of solid material (8) is part of
a tapered depressiocn (5, 5') formed in said bar, and that
said interconnection of solid material (8) has a
predetermined break point (12) in the deepest region of

said depression and has a thickness enabling manual break-
off. |




4. The bar as defined in any one of clains 1 to 3, characterized in that
the interconnection of solid naterial (8) is part of a depression (5,5")
formed in the bar (1). 5. The bar as defined in claim4, characterized in
that there is a depression (5 ) on the top surface (6) and a depression (5)
opposite thereto on the underside (7) and that the interconnection of solid
material (8) is set at a distance fromthe top surface (6) and fromthe
underside (7) of said bar. 6. The bar as defined in claim2 and claim4,
characterized in that said interconnedtion of solid material (8) is part of
a tapered depression (5 5') fornmed in said bar, and that said

i nt erconnetti oa pir Sal h&al@&ﬁ@c{dlal:r (B 2has, @o&{]aQ%Il& %%e@%?ak EF' nt (12)
ness™enabl i ng

in the deepest f[;lg}gn on ofsss;a?]g gﬁgr essi on and
manual br eak- of 1% K BEPCSFLFRSbILE ?Fﬁtth%rbaanl%ISPégﬂ*cont ai ni ng
nobl e netal haVidef dnhlgs xrmBindharracheds zepl Jnekdathat, gy Rakpds _subdi vi ded

inton x in mapaiad Yae b&rsy(e% aseC|f|e mass nk, where n,
p 59 )H?%g&l aC| 'E) % %affdched to the

To each denote ﬁm In%e‘%&; and t hat
undersi de (7) 6F*%&i Pgah"@)t h%ltatFﬁ‘é"etﬁ P d’ch?renmrssdé A7)3)f ar e
peripheral |y spaisetiaaldndr thuid the ek euradpacent, n@)n'a@é We;paLs and are

attached excl ugi . . _The bar as defined in claim
7, characteri zedl\ﬁfah}%“&:’Ql §gial 89%}8% a uéhee %3?%09(1‘2 m’S‘)laEl‘r‘ree Saparaded from each

other by means®Uf 2AteRSFevsiloni(Dy permatidabiargnd hesbar down to said backing
(13). 9. The bar as defined in any one of clains 4 to 6 or 8 characterized
in that tRe dePresston Hstinepressedin I0. cbﬁarﬁ&l’:&QQein:{n thgr praduction a bar

having a mass mBicons shiNgL0fan an al ] oy _cont ai ni ng nobl e
metal . characterized in thq ?)n%g%e gggg? Fﬁ?“i ﬁ&cgt%ﬁert% bar (1) is

di vi ded up i nt'S R XCTPniFRTEE R YAt Pepetr)ingadie havidvgnatspecifi ed mass
nk, wherein nizedimy dash. denote an integer 2 2, while an interconnection of
solid material (8) remains between directly adj acent mniature bars (2, 3).

11. A nethod fooe bhe praduetyon, 9f, 3,03 in nsi sting of
nobl e netal or_an Aloy cont ai ni ngY ngg 4 @% 594 har a@ferlcg‘é”da?n t hat the

bar is attached ~f# &fet n’fﬁea(?leﬁﬁsr'?@%t@plm@tﬁsa@@ackl ng (13) and, in
anot her nanufacturlng step, is divided up into n x in mniature bar s (2, 3)
each havi Hy a?spediori &er mhs soavkiuciiver elmarnhaxndlgnaaaﬁ:sb #e-congt &-an integer 2

2, the m niatunhe &ﬂthﬁQmeﬁﬂ?%@l&Naﬁ@@?%gn@%hukg frOW}Hhe adj acent (2,

3) and are at ed exclusiv to said en mnicat ure bars backin
| (13) Eﬂ§£gé%erlzed in é%az, in one manufacturlng step, the bar g

(1) is divided up into n x m miniature bars (2, 3) each
having a specified mass mk, wherein n and m each dencte an
integer 2 2, while an interconnection of solid material (8)

remains between directly adjacent miniature bars (2, 3);

11. A method for the production of a bar having a mass mB con-
sisting of noble metal or an alloy containing noble metal,
characterized in that the bar is attached, in one manufac-
turing step, to a backing (13} and, in another manufactur—
ing step, is divided up into n x m miniature bars (2, 3)
each having a specified mass mk, wherein n and m each de-
note an integer 2 2, the miniature bars {2, 3) being peri-
pherally spaced all round from the adjacent miniature bars

(2, 3) and are attached exclusively to said backing (13).




- 14 - 12. A nethod for the production of a bar having a mass nB of noble
nmetal or an alloy containing noble netal in which a continuous band of
noble nmetal is rolled to a desired thickness and is fed stepwise to a :
shapi ng device and noved away therefromfollow ng shaping, characterized in
that during the shaping the continuous band is divided up into a row (23,
23.1) of n x 1 mniature bars (2, 3) each having a specified nass nk, where
n denotes an integer2, an in- terconnection of solid naterial (8) being

| eft between directly adjacent niniatifé bars (2, 3) and the continuous
band (21).143. nThernwat hod tas dehingdni 6 ¢l akimnk2inghanaed e zed in the
shaped conti nuous. web_is sever in the. reqgion.of the interconnection of
solid material n(%;)e be ?/\Jzéjﬁ g rag\%m( f:?)ntg%llnn&nghneoq%gn ?tr?goﬁlg @ég 121)

fol | owi ng the creginugns gfand shecbid adtaumserclgiedrong ¢esired3 1), for the

production of thexbaks A :Jheabtdedsasdef imednd teehad Nnk2@svee ai m 13,
characte- rized in that_the cgnt I nuoHs band %21% has g w (Huh B which is
f (=} %fa terize at

greater than tRENTFERSH °Bf fE°H BAs FY Y o abri“Cat €t "Sfieh that shaping

produces, in additngpnhé ghbhéndahe (dptimuqusobarngdiagiiedded (@6)ntdBs. The

met hod as definggd i any 19ngs of xCf AiAB. kO GRArACLEE 2891 ot hat the
m niature bar is inscribed during production thereof. _
specified mass mk, where n denotes an integer 2 2, an in-

terconnection of sclid material (8) being left between di-
rectly adjacent minizture bars (2, 3) and the continuous

band (21).

13. The method as defined in claim 12, characterized in the
shaped continuous web is severed in the region of the in-
terconnection of so0lid material (8) between a row {23) and
the continuous band (21) following the creation of a speci-
fied number of rows (23, 23.1), for the production of the

bar.

12 or claim 13, characte-

14. The method as defined in claim
rized in that the continuous band (21} has a width B which
is greater than the width b of said bar (1) to be fabri-
cated such that shaping produces, in addition to the bar

(1), a protruding edge (26).

15. The method as defined in any one of claims 10tc 12 charac-
terized in that the miniature bar is inscribed during pro-

duction thereof.




