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equal amount of saltpetre and placed into a large 
crucible which should be about three-fourths full 
of the mixture and saltpetre added to entirely fill it. 
This is placed in the melting forge until the metal 
melts and flows to the bottom, where it forms into 
a button. Many jewelers send the button thus ob- 
tained to the mint or to a refiner. This is certainly 
the best way of dealing with it; but as some may 
wish to separate the metals we will describe the 
methods employed: 

The button of gold is taken and to it is added 
about one-half of its weight of silver and the two are 
melted together and, when thoroughly incorporated, 
are cast into an ingot mould. Borax or potash can 
be used as a flux, when melting the two. The bar 
of gold thus obtained is rolled until it is very thin, 
after which it is cut up into small pieces and placed 
in a glass jar or other suitable vessel to which ni- 
tric acid and water in the following proportions are 
added: 

Gold      i oz. 
Nitric Acid    i  oz.  (fluid oz.). 
Water     2 oz. " 

The acid should be slowly heated and allowed to 
act for several hours when all the alloys excepting 
the gold will become dissolved. The latter will be 
found at the bottom of the vessel in the form of a 
dark brown powder. When the acid fails to pre- 
cipitate any more of the dark brown powder, it 
should be decanted into another vessel and saved. 
The dark brown powder should be thoroughly 
washed with hot water to remove any trace of alloy 
that still remains. The water is then poured off 
and the powder allowed to dry. This is melted 
with borax or potash and the resultant bar will be 
pure gold or very nearly so. If, when working up, 
the gold is brittle, it may be understood that the 
baser metals were  not all  removed.    In that case 
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MAKING JUMP RINGS. 71 

the refining process should be repeated. The 
trouble and expense connected with this work is 
greater than it would be if the jeweler would send 
the filings, together with his polishing dirt and 
sweepings, to a refiner, who would have all the dirt 
and trouble and yet charge a very small sum for 
its reduction. If salt is added to the decanted 
liquid, previously mentioned, the silver will be pre- 
cipitated to the bottom of the vessel as a nitrate. 
This is washed with warm water to remove all for- 
eign matter and dried. Melt with borax and cast 
into ignot moulds. To make a silver plating solu- 
tion add a saturated solution of cyanide of potas- 
sium until all the silver is redissolved. 

Impressions.—Engravers frequently ' desire to 
take a print or impression of a fine piece of en- 
graving. The best method that has come to our 
notice for doing this is to touch the finger to the 
tongue and slightly moisten the engraved surface. 
Then heat a stick of good sealing wax and press it 
onto the engraving. The piece of wax should be 
large enough to cover the engraving without 
spreading, otherwise the impression will be spoiled. 
When the cement has cooled remove it from the en- 
graving and coat it lightly with printer's ink. Take 
the print from this in the usual manner. 

Jump Rings to Make.—Gold and silver as as well 
plated jump rings of various sizes should be kept 
on hand by every workman. Secure a piece of wire 
of the metal needed and draw it to the desired 
thickness. Then anneal and polish it with fine 
emery paper, a chamois rubbed with tripoli com- 
position, and , finally, with a rouged chamois. 
After polishing the wire, fasten it and the desired 
size of forming wire in a hand vise. Then hold the 
end of the wire  in the left hand and revolve the 

I 

Digi
tiz

ed
 by

 Ill
ino

is 
Coll

eg
e o

f O
pto

metr
y



72       THE JEWELRY REPAIRER'S HANDBOOK. 

hand vise in the right hand. This will form a spring 
on the forming wire, which, when sawed apart 
lengthwise will separate the rings, which are tech- 
nically called jump rings. 

Locks to Repair.—The tops of small bracelet 
locks very often become loosened when the key is 
withdrawn. To resolder these tops clean the sur- 
faces thoroughly and apply the soldering fluid. 
Very little or no extra solder is needed. Place the 
top onto the lock and hold the two in position by 
means of the split tweezers and heat until the sol- 
der flows and joins the two parts. The surplus 
solder is easily removed with the scraper. 

Mosaic Pins to Repair.—Broken mosaic pins and 
brooches are soldered by placing them top down- 
ward on a piece of sheet iron or other metal. It 
would be advisable to tie the two together when- 
ever this is practicable. Soft solder only can be 
used. 

Mercury to Remove.—Mercury on gold and sil- 
ver articles is removed either by heat or by nitric 
acid. The latter is the preferable method. Apply 
the acid with the long stopper of the acid bottle and 
after a moment or so rinse the article in water and 
repolish it. 

Mirror Backs to Wash.—Sterling silver mirrors, 
after being polished, can be washed without any 
danger of water getting back of the glass, by folding 
a towel and laying it on a stool or table upon 
which the mirror is laid with the glass downward. 
When washing or brushing, • the water which 
passes over the edge of the mirror back will be ab- 
sorbed by the towel. 

Nuts to Tighten.—The holes in earring nuts are 
closed by placing the nut in a vise and striking the 
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hole with a staking tool or punch.    Afterward cut 
a  thread to correspond with  the one on  the post. 

Fans to Repair.—Broken fan sticks are usually 
repaired by riveting a strip of metal about i or iy2 

inches long over the break. Another way is to cut 
a groove on the under side of the stick, about % of 
an inch wide and about /2 inch long on either side 
of the break. This groove should be from a 32d to 
a 16th of an inch in depth. Into this groove is 
fitted a piece of bone or other hard substance and 
cemented with a strong glue. Major's cement has 
been found an excellent article for this purpose. 
After drying thoroughly the surplus cement and 
inserted bone can be removed with a file. This 
method of repairing fan sticks is, no doubt, the best 
and neatest. When the sticks part at the joints, 
clean the edges and re-cement. Always allow the 
glue or cement to become perfectly hardened be- 
fore attempting to finish the repair job. For glu- 
ing down lace, etc., a mere trifle of Major's cement, 
applied with a match stick, will secure it without 
any of it showing through. 

Gilding to Remove.—Gilding on articles can be 
removed by the electrical process or by heating. 
By the first method the article is attached to the 
positive pole of a battery and immersed into a 
saturated cyanide solution. Then attach a piece of 
copper to the negative wire and immerse into the 
solution. The gold will be dissolved from the gild- 
ed article and a part held in solution, while some of 
it will be deposited on to the copper plate. The 
second method "is the quickest and in many cases 
the best. Lay the gilded article on a piece of char- 
coal and heat to redness. Allow it to cool and im- 
merse into the sulphuric acid pickle for an hour. 
One heating often is sufficient, but if the gilding is 
not perfectly removed proceed as before. 
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Isinglass.—This substance is used instead of 
glass for covering pictures, etc., in lockets and is 
much easier to cut into the proper shape and size. 
It is also used when soldering enameled articles. 
Lay the isinglass on the charcoal and place the ar- 
ticle on it. Thus, when the enamel becomes soft 
it will adhere to the isinglass and not become cov- 
ered with charcoal spots, etc. 

Inkstand Tops to Remove.—Inkstand and vinia- 
grette tops are removed by soaking the articles in 
warm water for an hour or so to soften the calcium 
plaster. Then with a screwdriver, knife, etc., 
gently force the top upward. This method very 
seldom fails to remove any top, no matter how se- 
curely it is fastened. 

Tooth Brushes to Fit—Jewelers will find a cir- 
cular disc of wood covered with coarse emery cloth 
and nailed onto an old bristle brush very useful in 
cutting down tooth brushes to fit into silver 
handles. 

Polishing.—The finishing of work after being re- 
paired is as important as the repairing itself. As 
polishing is nothing more than removing all 
scratches and marks from the surfaces, we will 
consider the abrasives used for this purpose. Gen- 
erally speaking, tripoli and rouge are all that most 
repairers use, and in many cases are all that are 
necessary. Before going further it may be well to 
mention that the very coarse file marks and 
scratches are removed with an emery stick or by 
using a piece of moistened Scotch-hone. The latter 
is obtained in square sticks about four inches long 
and about j4-inch square. When in use it should 
be kept wet, and as it is softer than the metal op- 
erated upon a mudlike mixture will form on the sur- 
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POLISHING. 75 

face, which must be washed off frequently to as- 
certain the progress made. When all marks are re- 
moved the articles are ready to be polished on the 
lathe. 

Tripoli is  the  first abrasive used  in connection 
with an inside felt ring buff or on a bristle brush. 
This substance can be obtained in   the    form    of 
lumps, which are covered with oil   before    using. 
A more desirable tripoli mixture is to be obtained 
from  all material  dealers and is known as tripoli 
composition.    Tf the repairer desires to   make    it 
himself, he can do so by melting nine parts of sperm 
candle and into this stir 12 parts of powdered tri- 
poli.    When thoroughly mixed it can   be    poured 
into boxes  or  moulds  and   kept for  use.    Rouge, 
which is oxide of iron, would be too troublesome 
for the  repairer to make himself, and, besides, it 
can be bought cheaper than he could make it him- 
self.    The kind preferred is hard rouge, known as 
XXG.    Soft rouge mixed with alcohol is used for 
finishing fine silver pieces before dry-buffing them. 

As a rule, most jewelers use a foot-lathe for their 
polishing,   which   answers   very   well,   but    many 
others are now  running their lathes with  electric 
motors, which, without   a doubt,    is   a   great   ad- 
vantage to the polisher, especially  if he  is called 
upon to repolish the gold and silver stock of the 
store.   In connection with the lathe very few buffs, 
brushes, etc.,  are needed by the average repairer, 
and generally these are: 

2 cotton wheel buffs; 
2 canton flannel wheel buffs; 
2 felt buffs; 
2 taper felt buffs for inside of rings; 
1 taper cotton buff for inside of rings; 
2 2-row black bristle brushes. 
2 4-row black bristle brushes. 

With these brushes and buffs nearly all repair work 
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can be polished, but for some jobs special buffs, 
brushes, etc., can be obtained and in many cases 
the repairer can make them  himself. 

A metallic lap, composed of a mixture of two 
parts of pure grain tin and one part of pure lead— 
will be found very useful for giving band rings or 
new ring shanks the appearance and polish they 
had when new. Lapping is rather difficult for any- 
one who does not have much of this work to do, 
but when one has mastered the art very satisfac- 
tory work will be the result. When lapping a 
band ring it is held between the thumb and fore- 
finger of the right hand and applied to the surface 
of the lap so that all parts of the ring surface will 
touch evenly. Then when on the lap give the ring 
a circular, up and down motion so as to smooth or 
lap as much of the surface as possible. When one 
part is done satisfactorily take the ring from the 
lap with a quick motion and apply another part of 
the surface to be polished. A wooden lap, which 
would answer the repairer's needs, can be made by 
taking a disc of wood six or eight inches in diam- 
eter and cutting a hole in the center of it to fit the 
spindle of the lathe head. Polishing lathe spindles 
usually have a thread cut on them to receive a nut 
with which the lap is held in position against the 
shoulder cut into the spindle. When cut and 
shaped as desired the disc of wood is placed on the 
lathe and smoothed with fine sandpaper. This lap, 
with the use of the tripoli composition, will assist 
the polisher considerably in producing nice, sharp 
work. Another small wooden lap having its in- 
ner side cut down so as to form a knife edge on 
the lap, will, with the use of the tripoli composi- 
tion, be found very useful for lapping the sides of 
prongs in new settings, etc. This lap should be 
considerably smaller than the first one and can be 
nailed on to the side of a worn-out four-row brush. 
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POLISHING. 77 

The polishing outfit would not be eomplete with- 
out brass and steel wire brushes. The former is 
used to clean work before gilding and to finish it 
after being colored. The steel wire brush is used 
for satin finishing or "frosting" silver work. All 
that need be explained about satin finishing is that 
the surfaces should be free from all scratches and 
of a dead white color. This is obtained by heating 
the article to redness and, after cooling, it is placed 
in the sulphuric acid pickle until it is perfectly 
white. Then hold the article between the index 
fingers and thumbs of both hands and present its 
surfaces to the brush in such a manner that the ends 
of the wires will strike equally and evenly. It is 
advisable to keep the brush and articles moistened 
with water or stale beer to produce a nice finish. 
With these preliminary explanations we are ready 
to proceed with the subject of polishing—for in- 
stance, of one day's repair work, which usually con- 
sists of rings, brooches, etc. This method of des- 
cribing the polishing process is taken in order-to 
avoid a separate description of the buffs, brushes, 
etc., that are used and which can be obtained by 
carefully following the method described below. 
The repair jobs, as a rule, are kept in envelopes, 
and, to prevent mistakes, each article is taken from 
its envelope and a brief description made of it on the 
inside of the envelope flap, which will assist the re- 
pairer to quickly replace the job when polished. 
When sealed the brief description will be covered 
and a nice, clean envelope can be presented to the 
customer. Then cover the lathe bed with a news- 
paper to catch all polishing dirt, tripoli, rouge, etc., 
and to one side the jobs can be sorted into several 
piles in the order of their needs. For instance, rings 
which have been stretched, pieced or soldered are 
placed in the first pile. Brooches, spectacles, etc., 
that have been soldered or had new pintongues at- 
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tached are laid on the second pile, and articles as 
rings, pins, watch cases, etc., which need polishing 
are placed on the third pile. 

Before doing any polishing on the lathe Tiffany 
ring mountings should be polished between the 
prongs and through the hole at the base of the stone 
by drawing the setting back and forth on a rouged 
chamois strip. Likewise it is advisable to recolor 
the insides or backs of cluster rings, etc., which had 
the original color ruined in the soldering. This 
done, the polisher is ready to proceed. Place the 
tapering felt buff on the lathe and give it a light 
coating of the tripoli composition, and take the 
rings of the first pile and, holding each betwee : 
the forefinger and thumb of the right hand, rub 
back and forth on the buff until all file marks and 
scratches are removed. Then join the first and 
second piles and proceed to tripoli brush the pickle 
coated or filed surfaces until smooth. Avoid round- 
ing edges of the work. In this connection it is ad- 
visable to use black bristle brushes, as, from our ex- 
perience, it is found that they are tougher and last 
considerably longer than those made from white 
bristles. When the surfaces have been thoroughly 
brushed in two or more directions and are smooth 
proceed to wash off all tripoli and dirt, as otherwise 
this would prevent the articles taking a high polish. 
Benzine is the best preparation for removing tripoli 
that has yet come to our notice. When all the ar- 
ticles that were tripolied are dried in the sawdust 
or by means of tissue paper or a towel, separate the 
rings to make one pile and all of the other articles 
will constitute the second pile. 

The rings of the first pile are rouged on the inside 
rouge buff in the same manner in which they were 
tripolied. Be very careful not to allow the rouge 
and tripoli brushes, buffs, etc.. to become mixed; 
otherwise there would be trouble.    Then brush all 
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REPAIRING STUD SPIRALS. 73 

the articles with the bristle brushes to which the 
cake of rouge has been applied and finally finish 
them on the canton flannel or cotton wheel buffs. 
After washing the articles with soap, ammonia and 
warm water, dry them in warm boxwood sawdust. 
Diamonds should be dipped into alcohol to remove 
all grease before they are dried in the sawdust. The 
dry buff—usually canton flannel—is used for dry 
buffing, without the use of rouge, all silver pieces, 
as bonbon dishes, etc. The articles that were 
brushed or cleaned with the brass or steel wire 
brushes should be brushed briskly with baking soda 
to impart a nice luster to the work. 

Stud Spirals to Repair.—When stud spirals are 
broken off at the setting it is advisable to anti-oxi- 
dize both parts. Then clean the surfaces to be 
united; borax and lay on the solder. Place the set- 
ting on a piece of charcoal and hold the spiral with 
a pair of tweezers in the left hand. Great care must 
be taken in soldering so that the setting or spiral 
is not melted or burned. When the stud is broken 
in the curve of the spiral anneal and straighten it. 
When soldered, smooth it nicely with a fine file and 
polish. After this it should be bent perpendicularly 
at a distance of 3-16 of an inch from the setting. 
Then the spiral wire is placed into the spiral turner 
groove and the fastening pin inserted. When it is 
seen that the setting would be in the middle of the 
spiral or circle, grasp the end of the wire in a pair 
of pliers held in the left hand and turn the spiral 
turner away from the body with the right hand. 
When spirals are "sprung" or pulled out of shape, 
draw the coils together and bind in three or four 
places with strong or doubled binding wire. When 
drawn into the proper shape anti-oxidize the spiral 
and heat to redness with the blow-pipe or over an 
alcohol flame. After cooling, the wire should be 
removed and the stud boiled in the acid pickle. 
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Stone Setting.—In connection with this brief des- 
cription of stone setting it is desirable that the re- 
pairer examine every piece of nice work of this kind 
that conies his way. Very few tools are needed for 
setting and resetting stones, and these are: A ring 
clamp, for holding rings; a cement stick for holding 
earring and stud settings; a fine barrette needle file; 
a fine barrette file (larger size) ; a shad belly graver, 
No. 4; a flat graver, No. 41; one-half dozen pearl 
drills, assorted sizes, which can be obtained from 
any material dealer and are used in the drill pump; 
two or three beading tools of small size. The shad 
belly graver is ground back on the left side so as to 
form an angle of about 45 degrees. This tool is 
used for cutting the bearing in the settings. With 
these tools the repairer is able to set or reset almost 
any stone which may be brought to him. 

As very many stores carry an assortment of Tif- 
fany and belcher diamond mountings for mounting 
loose stones, we will briefly describe how stones are 
set in rings of this kind. The first thing necessary 
is to see that the mounting is the right size for the 
stone; that is, the outer edge or girdle of the stone 
should cover about one-half of the tops of the 
prongs when placed on the setting. This is a pretty 
good rule to follow with Tiffany and belcher mount- 
ings, because if the prongs were bent inward the 
gold or base of the setting would show, considerably 
all about the stone, and if the prongs were bent out- 
ward the effect would be equally as bad, if not worse. 
Care, also, should be taken that the top of the set- 
ting is perfectly straight, for if this defect is not 
remedied the stone, when set, would be found to be 
crooked. This will be understood if one will hold 
a mounted stone up before him and see whether or 
not the table of the stone is or is not at right angles 
with imaginary lines drawn from the bottom of the 
ring.    If the surface of the table, on all sides, does 
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STONE SETTING. 81 

not form a right angle with the lines the stone is 
set crooked and the job is not creditable to the 
workman. Thus it can be readily seen that the set- 
ting should be perfectly straight before attempting 
to set any stone. If stones are uneven or are cut 
crooked, allowance is made when cutting the bear- 
ing in the setting so that one side would be cut 
deeper than the other. A great deal depends upon 
the skill and judgment of the setter. 

After the setting has been straightened the setter 
opens or closes the setting, if necessary, to suit the 
stone. This can easily be done with the pointed 
flat pliers in the Tiffany mountings, but very 
little, if any, bending can be done on belcher 
mountings. Hence the importance of seeing that" 
the    stone •  and   the    mounting   are    of   a corre- , 
sponding size. When the setting is .the right 
size the setter prepares the bearing or bed of 
the stone by cutting out about one-half of 
the thickness of the prongs to the depth of one 
millimeter. This is done either with the shad belly 
graver described above or with the needle barrette 
file. Many workmen use the graver exclusively, 
but, wherever the file can be used, it is advisable 
to do so, as the work can be done much more rapid- 
ly and easily. When all the prongs have been cut 
in this manner, see that the stone fits into the berth 
thus prepared. If it does not, remove it and cut 
away the gold' that prevents it from fitting into the 
setting. Care, however, should be taken that too 
much of the prongs is not cut away, as this would 
weaken them. Verv often this impediment can be 
removed by slightly bending one or more prongs 
with the pointed flat pliers. . 

When the setting is cut so that the stone fits in 
between the prongs, proceed to cut away the sharp 
angle underneath the stone to correspond to the un- 
der slope of the stone.    The flat graver is used for 
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this work.    When this is done, fit the stone into the 
setting and if it is straight and rests securely and 
evenly without unduly   pressing    against    one or 
more of the prongs—which would cause the stone to 
"rock" when touched on the table with a pair    of 
tweezers—the prongs are ready to be bent over the 
stone.    If,  however,  the  stone  should  "rock,"  cut 
away the slope where the stone presses the  most 
and refit.    If this were not done there   would    be 
danger of chipping the stone when the prong was 
bent over it.    Before bending the   gold    over    the 
stone remove the latter and file the sides of    the 
prongs, at the tops, to a point so as to form a tri- 
angle whose base would be  about one millimeter 
from the top.    Then file the outside face of the tri- 
angle so that the top would be thin while the base 
would retain its original thickness.    The top of the 
prong, when filed  in this manner, will look like a 
right angled triangle when  viewed from the side. 
Many setters do not prepare the setting in this man- 
ner when setting stones, but for the repairer who 
must do repairing, stone setting, etc., it is advisable 

,to follow this method, as very little filing need be 
done after the prong is bent over and the bright cut- 
ting will be easier to cut even and straight. 

The stone is now placed into the setting and, by 
holding it in position with the forefinger of the left 
hand, proceed to push over the prong opposite to the 
finger. The greatest pressure is applied to the low- 
er portion of the slope or bent part so that the 
prong will rest snugly upon the stone. Be particu- 
lar that the part that is bent over the stone is not 
curved in the middle, in which case the gold at the 
girdle of the stone and at the point of the prong 
only would touch the stone. This should not be, as 
all the gold above the girdle should rest upon the 
stone. When the first prong has been bent over the 
stone, remove the finger and bend over the prong 
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STONE SETTING. 83 

opposite to the first one that was pressed over. Now 
if the table is perfectly level and the stone does not 
"rock," bend over all the prongs. If all is not right, 
remedy the trouble before going any farther. ^ After 
all the prongs are bent over, the "bent over" parts 
are finished by bright cutting. With a polished flat 
graver which has been rubbed dead flat on the under 
size and then polished on a boxwood diamantine or 
crocus paper block, start at the top or point of the 
prong and cut a beveled edge in one continuous cut. 
Then cut the other size in the same manner and 
finally with one cut brighten the face of the clamp. 
This done on all prongs, see that all the points are 
pressed down tightly upon the stone. 

The above description will apply to all prong set- 
tings. The ring clamp is used for holding all rings 
in which stones are to be set, but earring and stud 
settings are held by cementing them onto a cement 
stick. Before doing this, dip a small camel's hair 
brush into oil and brush the parts which the cement 
will cover. By so doing the cement can be very 
easily removed after the stones are set. 

Turquoise, half pearls and opals should have the 
settings prepared as described above, with the excep- 
tion that the under slope should be cut away very 
little. Whole pearls and moonstone ball settings are 
prepared by gouging out the gold from the inner 
surface of the prong to correspond to the curvature 
of the gem. Great care must be exercised while 
bright cutting the prongs on pearl mountings so 
that the pearl is not scratched or injured in any 
way. Stones set in Gypsy and other mountings 
have the gold hammered over them or they are held 
in position by little beads which are forced up over 
them. Care must be taken with both methods so 
that the stone is not chipped or broken. 

In brooches, lockets, etc., the half pearl and tur- 
quoise settings are made by centering and drilling 
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a hollow the size required, by means of a pearl drill. 
Then the number of beads, usually five, are marked 
off and the star or other ornament cut almost to the 
edge of the hollow. As the cutting proceeds the 
graver is allowed to pass to the side of the bead so 
as to make a continuous bright cut from the point 
to the stone. After this is done, the stone is placed 
into the hollow and the beads worked over it with 
the beading tools. This is done by fastening the 
tool in a graver handle, so that it may be placed on 
to the bead so as to slope away from the stone, after 
which, by giving it a rolling, rocking motion, the 
bead is worked upward and over the stone. Genu- 
ine whole pearls are fastened on pegs with gum 
mastic. Carbuncles and stones cut en cabochon are 
burnished into the settings with a burnisher or with 
the flat graver. 

In connection with this description of stone set- 
ting the following diamond table will be found use- 
ful when ordering mountings for stones and also to 
find the approximate weight of mounted stones: 
Diameter Weight    Diameter Weight 

Mm. Kt. Mm. Kt. 

I     Ve, 7        If4 
1V2      V«        VA         2 

height Diameter 
Kt. Mm. 

7.4 7 
7« 754 
7,. 8 

'/s 8?4 
VA %V2 

H m 
A 9/4 
H g}/2 

VA 10 

% xoy4 
1 10*/> 

iK ioj4 
\V?. II 

2 'A 

1 

3              Xs        SXi          2/2 
3lA          VA       8/2         2% 
4          H     m       3 
4'A        %      9%       yA 
AYA        H     9TA       V-A 
5              VA      10             4 
5^         %     i°y4        4% 
6        1        ioy'>       4V2. 
6J-2        I1/A       ™YA         43

/A 
6y4     iy2     11          5 

The "table" referred to in this description is the 
flat top or top surface of the stone.    In a perfectly 
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ROMAN COLORING. 85 

cut stone this "table" should measure 2-5 of the 
diameter of the stone. The "girdle" is the edge 
which fits into the setting and should, in a perfectly 
cut stone, be one-third of the distance from the 
table to the lower flat surface of the stone. The part 
between the table and girdle is the crown. Below 
the "girdle" is the "collet," which extends down 
to the "culet," or lower table of the stone. 
The latter is equal to one-sixth the diameter 
of the "table." The number of facets on a perfectly 
cut diamond is 56, but sometimes the number is 64. 

Roman Coloring.—The beautiful finish known as 
Roman gold is obtained in various ways. The old- 
er methods known as the dry .and wet coloring pro- 
cesses were much employed for coloring new work, 
and, as the articles were immersed in the solutions, 
the acids, etc., dissolved the baser metals on the 
surface and left the gold in a pure state. These 
methods cannot be employed in the repair shop be- 
cause most articles are not able to undergo the dis- 
solving process more than once or so. If this should 
be done, the articles would become honey-combed 
and liable to break with the least pressure. 

For repairing purposes, Roman coloring is done 
by the electrical process—just the reverse of the 
former, for in that case the alloy was dissolved from 
the article to be colored, while, by this method the 
gold is dissolved from the anode and deposited in 
a uniform coating upon the article. The solutions 
for this purpose are made in several ways. The 
easiest method is to dissolve three 15-grain bottles 
cf chloride of gold and one-half ounce of cyanide of 
potassium in a pint of distilled water. Another 
method is to dissolve the gold from the anode di- 
rectly into the cyanide solution. To do this, dis- 
solve an ounce of"cyanide of potassium in a quart of 
distilled water.    Then procure   a    porous    cup—a 
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86 THE JEWELRY REPAIRER'S HANDBOOK. 

crucible will answer—and nearly fill it with some 
of the cyanide solution. The porous cup is then 
placed in the liquid in the larger-vessel so that the 
two solutions are on the same level, but do not 
come in contact. This done, weigh the gold anode 
(a flattened gold coin is used by many for repair 
work) and, after attaching it to the positive wire, 
suspend it into the solution contained in the larger 
vessel. Then attach a piece of sheet copper to the 
negative wire and suspend it into the solution in 
the porous cup. Heat the solution and allow the 
current to pass through it until one and a half or 
two pennyweights of gold are dissolved from it. 
This is determined by weighing the anode after it 
has been in the solution for some time. Very little 
trouble will be experienced in making the solution, 
but in keeping it constant, so as to procure a nice 
color from day to day, requires the watchful care 
of the workman. As cyanide of potassium plays an 
important part in the solution, care must be taken 
that not too much is added nor too little allowed 
to be in the solution. If there is not sufficient held 
in the solution, the anode will become grayish and 
dirty, but if there is an excess of cyanide the anode 
will become very clear and bright. So, to keep the 
solution in good working order, it should be kept 
clean and the anode should have the natural color 
of a piece of pure gold. 

Work that is to be Roman-colored or gilded must 
be absolutely clean. Don't attempt to color dirty or 
greasy articles. To clean work, brush it with the 
steel or brass wire, with a brush upon which water 
is allowed to drop. Before dipping it into the solu- 
tion wash it with baking soda and ammonia. Then 
attach the article to the negative wire of the bat- 
tery and immerse it into the solution. A short time 
only is required to give the article a dull yellow 
color,   which,   when   brushed   with   the   moistened 
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ROMAN COLORING. 87 

brass brush becomes the Roman color. But this is 
easier said than done, for the workman often must 
manipulate the solution, etc.. to obtain good results. 
The articles will receive a nicer coating if they are 
kept in motion in the solution, which should be 
heated until the water in the surrounding vessel 
reaches the boiling point. Better results are ob- 
tained by keeping the anode and cathode separated 
as much as possible. In the case of large articles, 
the anode should be held deep in the solution, but 
for small objects it is advisable to immerse only one- 
quarter to one-half of it to obtain a nice color. In 
finishing, the brushing should be done as lightly as 
possible, to avoid giving the work a brassy appear- 
ance. Then wash the articles with ammonia and 
baking soda, and dry them in warmed boxwood saw- 
dust. A green gilding can be obtained by taking 
some of the Roman coloring solution and substi- 
tuting a silver anode for the gold one,    ■ 
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DISPOSING OF  UNCALLED  FOR  REPAIR 

WORK. 

Many jewelers have a large amount of repair 
work on hand that has been brought in and, al- 
though wanted within a few days, has never been 
called for. This causes the jeweler considerable an- 
noyance, for aside from the space occupied by the 
jobs and the trouble of examining them every time 
another job is called for, he has a considerable 
amount invested in their repairing on which he can- 
not realize. 

The question has often been asked: How one is 
to place these articles into the possession of the own- 
ers and secure the cost of repairs? This is easily 
done if the jeweler will adopt and maintain a system 
by which each envelope containing a job will be 
marked with the instructions for the repairer: the 
owner's name and address and the date when re- 
ceived and when promised. 

Most jewelers use repair envelopes that have 
marked spaces for these items, but for some reasons, 
such as haste, hesitancy in asking names, etc., the 
filling out is not clone, and, as a result, if the articles 
are not called for, they can hardly be sent to the 
owners or the owners reminded of them. 

After the repairer has finished the repairs the ar- 
ticle should be replaced in the envelope, which 
should be carefully sealed and the cost of repairs 
marked on the outside. 

A drawer containing a compartment for each let- 
ter of the alphabet can be used for storing all jobs 
until called for. At the end of each month the jew- 
eler should send a postal card, of which the accom- 
panying is a specimen, to each person whose job has 
been in the store a month or more. If at the end of 
another month the owner does not call, another pos- 
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Do you remember 
An article that you left here some time ago for re- 
pairs? It is now ready and, thinking that you may 
have forgotten it, we take this means of reminding 
you of its whereabouts. If you will kindly call for 
it or advise us concerning its disposal you will con- 
fer a favor upon us, as we are greatly pressed for 
room as new goods are arriving daily. 

J. B. Samson, 
322 E. ORANGE ST. 
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FORM   FOR   POSTAL   CARD. 
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DO THE JEWELRY REPAIRER'S HANDBOOK. 

tal should be sent, which usually will have the de- 
sired effect. 

At the end of one year another postal should be 

An 
Announcement 

To Our Patrons 

TYT E have concluded an in- 
ventory of our stock and 

find a number of pieces of jew- 
elry, that have been left here for 
repairs, which have never been 
called for. 

As we desire to make room 
for new goods, and thinking that 
many of these articles have been 
forgotten, we take this means of 
recalling them to memory. 

An early call by the owners 
of these articles will be appreci- 
ated by 

J. B. Samson 
322 E. Orange St. 

FCRM   FOR   NEWSPAPER   ADVERTISEMENT. 

scut to those persons whose jobs have remained in 
the store for a year or more, reminding them of the 
articles and stating that the repairer cannot be held 
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UNCALLED FOR REPAIR WORK. !)1 

responsible for articles remaining for more than one 
year. But this will hardly be necessary, as the 
other postal cards will usually accomplish the de- 
sired result. 

If a newspaper announcement is desired, which 
we would advise immediately after taking an inven- 
tory of the stock, the accompanying can be used. 
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A 
Acids for testing gold  18 

B 
Band rings  47 
Belcher rings.—To repair  56 
Bench.—Size and parts of work  7 
Bezel.—Repairing watch case  55 
Bifocal lenses.—To clean  36 
Bonnet brushes.—To repair  54 
Bows.—Refilling watch  56 
Bracelet locks.—To repair  72 
Bracelets.—To make a Nethersole, smaller  54 

To repair  53 
Braid or hair chains.—To repair  52 
Brushes.—To fit tooth  74 

To repair bonnet  54 
Buckles.—To repair  53 
Buttons.—To repair cuff  52 

C 
Casts.—To make , 03 
Chains.—To repair  57 

To   repair  braid  or  hair  52 
To repair silver fox-tail  57 

Charms.—To repair  58 
Chemicals needed by a jobbing jeweler  12 
Cleaning bifocal lenses  36 

Filigree work  67 
Combs.—To repair  62 
Cornets.—To   repair      61 
Cuff buttons.—To repair     52 
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D 
Diamond table of sizes and weights  84 
Drilling hole in eyeglass lens  35 
Disposing of uncalled-for repair work  88 

E 
Earrings.—To   repair  64 
Engravers'  impressions.—How to make  71 
Engraving.—To   remove      Go 

F 
Fans.—Repairing     73 
Ferrules.—To make '  68 
Filigree work.—To clean  67 
Filings.—How to save    7 

To reduce   69 
Fitting tooth brushes     74 
Fluxes  66 
Fobs.—To repair  68 
Fountain pens.—To repair :  67 

G 
Gallery settings.—New  50 
Gilding.—Or Roman coloring  85 

To   remove      73 

H 
Hair or braid chains.—To repair    52 

I 
Impressions.—How to make  71 
Initial rings.—Repairing  51 
Inkstand tops.—To  remove  74 
Isinglass.—Uses of  74 

J 
Jewelry repairing  38 
Jump rings.—To make  71 

L 
Lenses.—To clean bifocal  36 

To drill holes in  35 
Locks.—To   repair  bracelet -.... 72 

Digi
tiz

ed
 by

 Ill
ino

is 
Coll

eg
e o

f O
pto

metr
y



94 INDEX   TO   THE  CONTENTS. 

M 
Making casts • •  " 

Ferrules  "° _ 
Jump rings  71 

Mercury.—To remove  72 
Mirror backs.—To wash  72 
Mosaic pins.—To repair  72 

N 

Nethersole bracelet smaller.—To make a  54 
Novelties.—To repair silver • •  55 
Nuts.—To tighten  72 

P 
Pin stem.—To make a   3" 
Pin tongue.—To repair a  38 
Pins.:—To repair scarf  41 

To straighten  40 
Pintongs.—Twists in   42 
Polishing    '4 

Metallic lap for  76 
Materials used for  75 
Outfit  77 

R 
Receipt for anti-oxidizer   16 

Blue remover    16 
Lens drilling fluids   17 
Oxidizing solution   16 
Pickle •   16 
Soft-solder  destroyer  17 
Soft-soldering fluid   17 
Solution for removing cement   18 
Silver cleanser • • 18 

Reducing filings ■ ■ ■ 69 
Refilling watch bows     56 
Removing engravings  65 

Gilding • •'  73 
Inkstand tops *  74 
Mercury •   72 
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R—Continued. 
Rings.—Initial   51 

Lining band  51 
New shanks on  49 
Repairing  belcher  56 
Repairing broken band  47 
Repairing  set  42 
Sizing ."   50 
Sizing of  48 
The making of   19 
To make jump  71 
To  repair,  broken   at  set   4:! 

Repairing.— 
Belcher   rings   50 
Bracelet locks   72 
Bracelets     53 
Broken band rings  47 
Buckles  53 
Chains     57 
Charms  58 
Combs '   62 
Cornets  61 
Cuff buttons •   52 
Earrings      64 
Fans : 73 
Fobs  68 
Fountain pens  67 
Frameless spectacles   33 
Hair or braid chains  52 
Initial  rings  51 
Jewelry  38 
Mosaic pins  72 
Pin tongues  38 

Rings broken at the set  43 
Scarf pins  41 
Set rings ,  42 
Silver  novelties   55 
Spectacle and eyeglass frames  27 
Stud  spirals     79 
Watch case bezel   55 
Watch chains  57 

Roman  coloring  85 
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S 
Scarf pins.—To repair  41 
Set  rings.—Repairing  42 
Settings.—Belcher  80 

New gallery  50 
New prongs on  45 
Tiffany      80 

Shank on  rings.—New     49 
Silver novelties.—To repair  55 
Sizing rings  48 
Soda for washing silver ware  14 
Spectacle and eyeglass frame repairing  27 
Spirals.—To repair stud  79 
Stone setting  80 
Stud spirals.—To repair  79 

T 
Table of assays  15 
Table of diamond sizes and weights  84 
Tables for gold and silver  15 
Testing acids  18 
Tiffany  settings  80 
Tools needed  8 
Tooth brushes.—To fit  74 
Troy weights  15 
Twists in pintongs  42 

W 
Washing mirror backs  72 
Watch  bows.—Refilling    50 

Case bezel.—To repair  55 
Chains.—To repair  59 
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