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@ Bimetallic coin blank and method for producing the same.

@ A bimetallic coin blank is made of two different
parts: an inner part (2) circular in cross-section, and
an annular part (1) compressed around it. A tight and
solid juncture between the two parts of the blank is
created by means of a continuous groove (3) formed
in the inner part.
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The present invention relates to a bimetallic
coin blank and to a method for producing the
same. A bimetallic coin blank is composed of two
parts: of an inner part, circular in cross-section, and
of an outer annular part surrounding it. A tight
juncture between the two parts of the blank is
created by means of a continuous groove provided
in the innermost part.

The term 'coin blanks' is normally used of
metal blanks which are manufactured, through
minting, edging efc. procedures, into metal coins,
used as metal money, tokens or medals, for exam-
ple. A bimetallic coin blank is formed of two parts
made of two different metals, which are intercon-
nected by means of mechanical joining carried out
in the process of minting.

From the EP patent 0,080,437, there is known
a bimetallic coin blank for producing money and
medals, as well as a method for manufacturing the
blank. The coin blank is made of two separate
metals, the inner of which is essentially circular in
cross-section, and the outer is annular. The inner-
most circumference of the outer annular part is
tapered so that the thickness of the inner edge of
the annular part is only about one third of the
thickness of the rest of the annular part. From this
narrow edge, there are extended small teeth
towads the center of the ring. The outer part is
tightly compressed to around the inner part, so that
the metal of the outer part is compactly pressed
against the inner part. The purpose of the dent-like
protrusions is to prevent sliding and any other
reciprocal movements of the two elements of the
blank.

In the EP patent application 0,312,436, there is
also described a method for manufacturing a metal
coin blank. In this method, the inner part is pro-
vided with single openings extending from the pe-
riphery inwards. When the outer annular part is
compressed around inner part, the metal of the
outer part is pressed into the openings of the inner
part and thus creates a compact junction between
the two parts.

According to the present invention, it is now
discovered that the joining together of the parts of
a piece composed of two different elements, such
as a bimetallic coin blank, can be carried out in a
remarkably simpler and more advantageous fash-
ion than in the inventions described above. Accord-
ing to the invention, the junction between the dif-
ferent parts of the bimetallic coin blank is created
by means of a continuous groove formed on the
outer periphery of the inner blank part, so that in
the compression carried out in connection with the
minting, the metal of the outer part flows into the
groove of the inner part. The essential novel fea-
tures of the invention are apparent from the appen-
ded patent claims.

10

20

25

30

35

40

45

50

55

In the production of a coin blank composed of
two parts, it is essential that the junction between
the inner part and the annular part to be com-
pressed around it becomes sufficiently tight. In the
examinations carried out it was found out that the
bond strength between the different parts of the
coin blank of the invention is at least the same or
better as with for instance the coin blanks referred
to in the description of the prior art. From the point
of view of tool production, however, it is a com-
pletely different matter if the annular part is pro-
vided with taperings and dentings and/or if the
inner part is provided with single openings, com-
pared to the case where these methods are re-
placed by a continuous groove provided on the
outer periphery of the inner part. The production of
a continuous groove in the inner part is remarkably
more economical in costs as compared to the
costs accumulated when manufacturing the prior
art junctions described above.

The invention is also described with reference
to the appended drawings in principle, which show
how the junction is made.

Figure 1 illustrates an outer, annular part of a
bimetallic coin blank;

figure 2 illustrates an inner, circular part of a
bimetallic coin blank, and in

figure 3, the two parts are compressed together.

As is seen in figure 1, the annular part 1 is not
provided with any taperings or protrusions deviat-
ing form the essentially vertical inner surface, i.e. it
is principally smooth. This arrangement is remark-
ably advantageous from the point of view of tool-
making.

From figure 2 it is apparent that on the outer
periphery of the inner part 2 there is formed an
annular, continuous groove 3 parallel to the outer
circumference. The height of the groove with re-
spect to the height of the whole inner part is about
1/4 - 1/6, and the groove is advantageously located
in the middle of the piece when seen in the vertical
direction. If the groove is made too wide, it disturbs
the smooth proceeding of the blanks in the minting
machine, and if the groove is too narrow, it is
difficult to create a sufficiently solid juncture.

In order to create an adequately solid juncture,
it is important that the edges of the groove are
sufficiently sharp, and that the groove is sufficiently
deep. The depth of the groove is advantageously
0.3 - 1 times the height of the groove. In the
production of coin blanks, minimum folerances
must also be applied in order to achieve a suffi-
cient strength for the juncture. The use of several
grooves was also experimented with, but the
strength achieved with them remained poorer than
with only one groove.

In figure 3, the two parts of the coin blank are
interconnected, and it is seen that the metal of the
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outer part is pressed, in the compression, to the
groove of the inner part and thus forms the re-
quired juncture.

Claims 5

1. A bimetallic coin blank for producing metal
coins, tokens and medals, which coin blank is
composed of an outer, annular part (1), made
of some other metal than the inner part (2), 10
which is circular in cross-section, character-
ized in that the inner edge of the outer part
(1) of the coin blank is essentially smooth, and
that the outer periphery of the inner part (2) is
provided with an annular, continuous groove 15
(3) parallel to the outer circumference of that
part.

2. The bimetallic coin blank of claim 1, char-
acterized in that the continuous groove (3) is 20
located, when seen in the vertical position, in
the middle of the inner part (2).

3. The bimetallic coin blank of claim 1, char-
acterized in that the height of the continuous 25
groove (3) is 1/4 - 1/6 of the height of the inner
part, and that the edges of the groove are
sufficiently sharp.

4. The bimetallic coin blank of claim 1, char- 30
acterized in that the depth of the continuous
groove (3) is 0.3 - 1 times the height of the
groove.

5. A method for producing bimetallic coin blanks 35
for metal coins, tokens and medals, wherein
the coin blank is composed of two parts made
of different metals, the outer part (1) thereof
being annular and the inner part (2) round in
cross-section, characterized in that the inner 40
surface of the outer, annular part (1) of the coin
blank is made essentially smooth, and that on
the outer periphery of the inner part (2), there
is provided a continuous groove (3) parallel to
the circumference, to which groove the outer 45
part is pressed while being compressed ar-
ound it, thus creating a solid juncture.
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