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OFFICE.

' UNITED STATES PATENT

EDWIN FIELD., OF PROVIDENCE, RHODE ISLAND.

MAKING WATCHCASES,

Specification of Letters Patent No. 20,942, dated July 20, 1858.

L'o all whom it may concern

Be it known that I, Epwix I'1ELD, Of
Providence, in the county of Providence and
State of Rhode Island, have invented a new
and Improved Method of Working Both
Plated and Sclid Stock for Watcheases,
Lockets, &c.; and I do hereby declare that
the following is a full, clear, and exact de-
scription thereof, reference being had to the
accompanying drawings, and to the letters
of reference marked thereon, in which—

Figure 1, is a side elevation of the frame
and rolls for drawing the bezel stock. Fig.
2, 1s a side elevation of the rolls
ing the center stock. Fig. 8, is a longitu-
dinal view of the mandrel for coiling the
stock after the drawing is completed and for
giving the proper bevel to the bezel stock.

The same letters refer to like parts in
the different figures.

The nature of my invention consists, first,
1n the peculiar formation of the face of the
rolls, by means of which the stock is de-
livered in a finished state requiring there-
after no turning or reducing size or form.
Second, in imparting a circular form to the
stock, after it has passed through the rolls
and the proper incline or bevel to the bezel
stock by coiling the same upon a screw man-
drel the threads of which are properly
formed to receive it.

By the method hitherto practiced in cas-
Ing watches, etc., the stock is first rolled to
a proper size and thickness, after which
a. plece of sufficient length is turned up 1nto
a ring the ends jointed and scldered to-
gether. The ring thus formed is turned in
a lathe upon its entire inner and outer sur-
face to the required form and size. It is
then ready to receive the chasing or other
ornamental work. The incline or bevel is
given to the bezel stock in this operation by
torcing the soldered ring into a cup-shaped
die, by successive blows of a mallet upon a
metal
turned to 1its proper form as before de-
scribed. "

It 1s evident that the operation of turn-
ing m the above method confines its prac-
tice almost exclusively to solid stock, and
that the working of plated stock must be
accomplished by some different process. The
only approach to the attainment of this end
has been to form the bezel of stock plated
upon the outside only, which receives its
proper form in passing through the rolls; in

' this however sufficient stock 1ig

tor draw-

punch or former, after which it is’

left upon the
inside for turning to its proper size, and for
the formation of the groove for the crystal
ana the snapping edge or lip, and is made
to appear like the outside-plated surface by
gilding, but so far as my knowledge and ob-
servation extends a watch-case or locket from
stock plated on both sides within and with.
out has not hitherto been produced.

Lhe particular object in view, therefore
In my invention is the procuction of full
plated finished stock for watch cases, lockets,

etc., direct from the rolls, requiring there-

atter no turning or other operation and also
to simplify and facilitate the operation in
working solid stock.

To enable others skilled in the art to make
use of my invention, I will proceed to de-
scribe its construction and operation,

B B, &ec., is the frame of cast iron con.
structed in the ordinary manner, in the up-
right jaws of which are mounted two shafis
in_suitable brass boxes, which (shafts) re-
volve in connection with each other by means
of two gears thereon and are adjusted by
screws at the top of the jaws, in the usual
manner. |

The shafts are prevented from moving end-
wise and retained in their proper position

by the shoulders of the bearing, the length

of the bearing corresponding with the thick-
ness o the box in which it turns.

K, F, S, S, are the rolls of cast steel,
firmly secured upon the two shafts between
the two bearings of the same, by suitable
nuts p, p. The faces of each (roll) are
turnect and otherwise wrought into the re-
quired form and proportion for delivering
the stock in a finished state. In those for
drawing the center stock S, S, (F 1g. 2) the
lower one is formed with four V edges, for
producing (in a hunting case) the snapping
edges or lips upon each side of the center
which is ornamented in any required pat-
tern from the design wrought upon the sur-
tace C, of the (lower) roll. The space be-
tween the groove surface in the lower roll
and the raised surface and face of the upper
roll determines the thickness and width of
the stock and center.

on the upper roll, forces the metal into the
wrought surface of the groove in the lower
roll; the width of the center (stock) being
determined by the plane surfaces of the
groove 1n the lower roll, at x, =.

In the rolls for forming the bezel stock

T'he raised surface d,
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I, F, (Fig. 1,) the face of the lower roll 1s
turned to a form corresponding with that
required for the outside of the bezel, and
may be wrought upon the surface /, In any
suitable design.

The upper roll is turned to the form re-
quired for the inside of the bezel, the groove
¢, forming the snapping lip, and the V edge
4, in connection with the groove 7, opposite
in the lower roll—forms the groove in the
stock for the crystal, the width of the (bezel)
stock, being determined by the plane sur-
faces A, A. -

The stock is coiled upon the mandrel K,
(Fig. 8,) after it is delivered from the rolls,
by inserting cne end of the same in the hole
T, or any other well known and sultable de-
vice for holding or gripping the stock, and

revolving the mandrel slowly in a lathe, the |

center stock is made to stride and wind upon
the thread at E*, which are of a form and
width corresponding with that of the raised
surface d, on the upper roll (Fig. 2) and
sufficiently raised from the body of the man-
drel to prevent the projecting lips upon each
side of the stock from bearing thereupon.
This operation stretches the stock upon 1ts
outside surface, while the lips upon each
side of the center are preserved in pertfect
form transversely, and at the same time
made to conform in respect to circumfer-
ence with the center. The bezel stock 1s

coiled in the same manner, the grooved edge
winding upon the bottom of the threads and.
the snapping lip upon the top or outside
circumference of the same at W%, which are

of the form and proper incline required 1n
the bezel. 'This operation stretches the stock
upon the edge occupied by the snapping lip,
while the grooved edge, is turned or Jaid
over against the body of the mandrel at the
bottom of the threads in such a manner as
to effectually secure the crystal from falling
out.

I do not claim broadly, any peculiar for-
mation of the faces of rolls, whereby metallic
stock generally may be delivered therefrom
finished in its required form. Nor do I
claim any peculiarity of form thereof, for
working gold or other plated stock exclu-
sively: or for delivering such stock 1n any
required fcrm or shape, in a finished state
direct from the rolls. Nor do I restrict my-
self to the precise form herein described, to
the exclusion of another, or more perfect

one for the purpose.

T claim—
1. The use of the rolls S, S, 1 connec-

tion with the rolls F, F, constructed and

operating as specified.

9. T claim the peculiar shaped threads I,
E2 of the mandrel E, to prevent flattening
and for properly stretching the center stock
in coiling the same in the first instance (K1)
and for shaping and imparting a proper 1n-
cline to the bezel stock in the second 1n-
stance (I2?). '

EDWIN FIELD.

Witnesses:
Tsaac A. BROWNELL,
Hexry MARTIN.
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