(No Model.) N | - I
E. STOCKWELL & W. H. TAYLOR.

Dials for Locks. i
No. 232,086, Patented Sept. 7, 1880.

N

S

e fff}f?

‘ ‘
\ ﬁu\‘*ﬁ%
SN
NN

N

AN

i

WITWVESSES | INVENTORS
% | Emarj/ Stockeedd
7 62{ W | W arrern . 1ayclor

" By their l_/_?fffm'f?ey.s'_ . |

N.PETERS, PHOTO-LITHOGRAPHER, WASHINGTON. D C.




......

]

EMORY STOCKWELL AND WARREN H. TAYLOR, OF STAMIFORD, CONNECTI-

OUT, ASSIGNORS TO THE YALE LOCK MANUFACTURING COMPANY, OF

SAME PLACE.

DIAL FOR LOCKS.

SPECIFICATION forming part of Letters Patent No. 232,086, dated September

7, 1880,

Application tiled May 12, 1880. (No model.)

To all whom it may concern:

Be it known that we, EMORY STOCKWELL
and WARREN H. TAYLOR, both residents of
Stamford, Fairfield county, Connecticut, have

¢ invented a new and useful Improvement n
Dials for Locks, of which the following is a
description that will enable those skilled 1n
the art to understand and make the same.

Our invention relates to the manufactare of

1o graduated dials used for setting and operat-
ing whatareknownas ¢ combination” or *¢ dial”
locks for safes, and similar uses, and also the
rim or rings used in connection with such dials.

Heretofore it has been customary to form

¢ such dials and rings of cast metal. This has
necessitated the use of metal of considerable
thickness to insure sound castings and to give
sufficient stiffness in tarning and finishing the
work. In casting the dials difficalty has beeu

20 experienced in removing the metal behind the
knob or head of the dial and forming what
may be termed the ¢neck.” This has been ac-
complished either by casting the head and
‘neck of a uniform diameter, and subsequently

2 cutting away the metal behind the head so as

to form the neck, (which process involves
much labor and some waste of metal,) or by
molding the dials in what are termed three-
part flasks,” whereby the diminution of diame-
ter behind the head to form the neck is made
in the mold. This process is better than the
other, but involves more trouble and expense
in molding.

Our invention consists in making the dials
3¢ and their rings of rolled or sheet metal.

In the accompanying drawings, which illas-
trate our invention, Figure 1 is a sectional
elevation, in perspective, of our complete dial,
knob, and ring combined together as in use.

4o Tig. 2is a perspective view of the knolb de-
tached. TFig. 3 is a sectional elevation, in per-
spective, of the dial partially completed. Iig.
4 is a sectional elevation, in perspective, of
the ring partially completed.

4z In manufacturing our invention we proceed
as follows: The dial is formed from a piece ot
sheet metal of proper size and thickness, the
first operation consisting of stamping, drop-
ping. or spinning itinto a blank or form shown

go by Fig. 3. The next operation 18 to impress

30

on the disk thus formed the desired gradua- |

tions and figures or lettering, which is done by
placing the blank under a die having on 1ts
face the desired marks, and then striking the
blank with this die with sufficient force toim- g5
press the marks on its surface. The next op-
eration consists in punching or cutting the
central aperture and in trimming oft the sur-
plus metal from the back, thus leaving the
blank in the condition indicated by ¥ig. 1. 6o
The knob of the dial we prefer to form of cast
metal to give the necessary solidity, particu-
larly for the screw-thread, by meaus of which
the dial is subsequently attached to the spin-
dle of the lock. 65

Fig. 2 indicates the form of the knob or head
ready for attachment to thedial or disk. These
two parts, being slipped together, are then se-
curely united by soldering or brazing or Ly
spinning or riveting them together. The dial 7o
is now ready forits final polishing or for plat-
ing, if that is desired.

The ring or rim for inclosiug the dial on the
door is formed 1n the same manner.

Fig. 4 shows the blank as first formed by 75
stamping or spinning from a piece of sheet
metal. Fig. 1 shows the same with the cen-
tral aperture punched or drilled out, the suar-
plus metal trimmed off of the back edge, and
in its final form ready for use.

An index or zero mark is impressed at one
point on the face of the ring, for use in setfing
ihe dial to the desired number or position, as
usual. _ |

By reference to the foregoing and to the 8g
drawings it will be seen that we produce a
dial and ring of ample strength and stiffness
with a4 much smaller quantity of material or

weight of metal than heretofore, and at a
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small fraction of the cost for labor of dialsand go

rings as formerly made. Theprocess of stamp-
ing admits of the reproduction of the desired
forms with perfect accuracy and with great
rapidity. The machinery necessary for the
purpose is inexpensive, and the work of a g3
kind which can be done by comparatively un-
skilled labor, whereas the lathe-work involved -
in making dials heretofore has necessitated
the employment of skilled mechanics.

Having thus described our invention, what 100

we claim as new, and desire to secure by Let-
ters Patent, 18—
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L. As a new article of manutactuare, a lock-
dial formed of sheet or wrought metal, sub-
stantially as and for the purposes described.

2. As a new article of manufacture, a rim
or ringforlock-dials formed of sheet or wrought
metal, substantially as and for the purposes
described.

3. The combination of the knolb or head,
tormed of cast metal, and the lock-dial, formed
of sheet metal, the two being permanently
united, substantially as and for the purposes
deseribed.

232,086

4. The combination of the knob or head,
formed of cast metal, the lock-dial, formed of
sheet metal, and the sheet-metal dial-rin @, sub-
stantially as and for the purposes described.

In testimony whereof we have hereunto sub-
sceribed our names.

EMORY STOCKWELL.
WARREN H. TAYLOR.

Witnesses:
SCHUYLER MERRITT,
- K. D. O6¢DEN, Jr.
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