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Be it known that I, FREDERIO EGAUBERT-
“of Brooklyn, in the county of Kings and Sta,te |
of New Ym.k have invented an Improvement
in the Manufacmre of Watch-Case Lids or
- Bezels, of Whlch the followmfr 18 a spemﬁca—" |
— 1 rim 2 and bed the metal firmly out mto the_,--_
- In LPtt@IS Patent No 3&2,517, gl::mted tof
- me May 8, 1888, tools arerepresented for mak-
ing watch-cases or other articles. My pres-.
“ent/ invention is for improving the mode of
- ﬁperatlon and the tools employed, so that the
. article is more perfect and accurate both in |
‘external finish and measurements. -
In the dr&wmbw Figure 1 is a section of.
‘the dies employed in makmﬂ* a convex watch- |
- caselid. Fig.21is a S1m113,1 view of the dies|
~ and the roll for a convex lid with an annular:
~ cove. Fig. 3 shows the die and roll for a

watch-case bezel. Figs. 4, 5, and 6 are qec-—i
.| suitable chuck—such, for instance, as thatin. =~ -

tion.

tions of the rolls used w1th the . die, Fig. 1

Figs.7 and 8are sections of the rolls used Wlth} |
the die,Fig. 3. Fig. 9 isasection of a nearly-flat
watch-case lid that can be made by my dies;
when properly shaped ~The roll and partof |
‘the dies also are shown. Fig. 10 is a section |
~ of a blank ready for insertion in the dies,
S Fig. 1; and Fig. 11 isan elevatlon of the 11n0'-i
~die. 5
The die A Flgs 1 and 2, is recessed f01 the
‘reception of a ring-die B, which die and ring’
are of an internal shape corresponding to the:
external shapeof the watch-caselid tobe made,
-and the ring-die B can beornamented with re-

dessed ornaments corr esponding to the orna-

mentsthat are to be formed upon the surface of
- thelid orbezel,and thisring-die Bis pr eferably.

- broken at one or more pla,cecs, so as to spring
“apart or be easily taken off the completed ar-
ticle. The object and peeullautles of this

broken internal die are set forth in my apph—-
cation Serial No. 289,972, filed November 5,

 1888. The exterior of this rin o-die B is pref-
 erably tapering, so as to be easﬂy introduced
into the annular recess in the die A, and the

- face-die Eis recessed to receive the edﬂ*e of the
~ annular die B; hence the pressure appli'ed]to
press the face-die E toward the die A firmly
holds the annular die B in place, and if it is
broken or separated at one or more places the |
pal ts are ﬁ1 mly held ton"ether T

| The rim 2 of the watcll -case lld or bezel is ';i"‘ff'

formed against the flat face 8 of the dieE,
instead of being plefssed into a recess, asin f‘-?:'i:i
‘my patent, No. 382,517.. This allows for the 55

“use of:rollers, ea,ch with an annularshoulder-
4, to act directly against the inner edge of thé'

angle between the inner qurfe.tce of the annu- - T
lar die B and the face 8 of the die E. ThisI 6o .= . ..
find of great 1mp01tanee, because ‘it a,llows'_ PR
for makmﬂ the rim 2 much more fulland per- -~~~ .
fect; and the metal is consolidated and there =~
is no possibility of the extreme edge of -the =

| 1id or ring being imperfect when the blank is 6 g

‘of a proper ch&mcter a,nd the 1'011-3' apphed}_'_"” Lo
sucecessively. .
The blank made use of is a,ppmmma,tely;;__"_jj..';;,'-;
ﬁlmllar to that represented in Fig. 10. "It is
‘introduced into the die A B, a,nd then them
face-die E is applied and fir mly clamped in Q-

1y patent, No. 253, 350 ‘The roller G, Fig. =~ - .
4,1is then applied, as set forth in saad Pat-. .
ents Nos. 253,355 and 382,517, and itactsto 75 -
roll out and extend the: bla,nk lid and cause
its folded rim to press against the surfacesof = .
‘the dies B and E and the roller G/, Fig. 5, . ;--fr_-j;_
when applied still further, presses the metal R

| into the die B, and if the mtermr surface of 30

the annular die B is ornamented the rolling =~
action is to be continued until the rim 2 and =~ 7
the ornaments adjacent thereto are properly[j"
formed. The annular shoulder 4 of e&ch_- AR I
roller aids in propeﬂy forming the inner 85~ -
edge of the rim 2 and pressing the metal to- - -
‘ward the extreme outer edge of the lid,so .
as to make the metal full a,nd perfect at thls EORREER S
point, and in so doing the thumb-piece usu- = -

| ally provided at the edge Of the 1id will bago ;

formed, if the a,nnular dle is recessed atthat =
place, and the lid can also be made with the .
‘flat section adjacent to the hinge, the exte- - -
‘rior configuration and ornamentation in all -~ "
instances dependmfr upon the 111ternal Sha,pe'_"gs; CU
of the surrounding die. - Sl

In my afor 68&1(21 patent I 1epresented a
Shleld within the lid, and between the same =~ . *

| and the flat back of the roller I find it ad- =~

vantageous to make the backs 5 of the roll- _1___65 :j
ors G G’ G convex and ‘highly polished, so

o that they act as bm mqhers WlthlIl the lid to_';
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. render the inside of the lid concave, and by | between such faces 14 and 15, to insure uni-
------ ‘the-pressure of  such  roll against the metal | f011mty in the depth of the %eat for the glass.
T - the ornaments in the die are perfectly filled | In dies for making watch-case 'eentexs I 70 .
oo oo and the cinterior of - the case properly bur- | ha,ve heretofore used ring dies made of two
5 nished and the metal consolidated and hard- j or-more pieces, and in some instances the
oo oo eneds - It is preferable to shape the roller 7, | dies have been engraved while: soft, then -
o Fig 5,80 as to apply the greatest pressure | tempered, and after Wa,ld broken into tﬁo or
""""" msilde the case to the rim 2 and the parts ad-'| more pieces, as set forth in my apphcamon 75
L Jacent thereto and to shape the roller G* | Serial No. 289,972, filed November 5,1888. 1 = -
o oo 1o Higl 6, so as to: apply the greatest pressure | find that the die B is preferably broken at
L 1o the concave portion of tho case nearer. to- | only one place 20, Fig. 11, after being hard- =
oo ward the middle thereof. | ened, so as to be sprung open: sufﬁmently to
. The shape of: the case or lid and the char- | allow the die to separate from the articlemade 80
- ~acter of the ornaments will vary, and the | within it ‘as such article is removed.  ‘The -~
- 15 rolls to act within the 1id are to be adapted | cylindrical portion 21 of the roll G% Fig. 3, =~
----- - oo to the dies used for the outside of the lid. | at either or both sides of the ribs coming mto R
N ~In Fig. 2 T have illustrated a case having a | contact with the interior of the die E or the
S ;coneentrw cove near theinneredge of the an- | die B, or both, forms a stop and insures uni- 85
~ nular die B, and the roll G3, used inside: the | form1t3 in the size of Lhe &nnular recess for
20 case and plefembly as the last roll employed, } the watech-glass. S
. hasg an annular cove to correspond, so as to | Lids ot covers for lockets can 'be ' ade'm """"
finish the eentral concave interior of thecase | my dies, and are similar to watch-case lids.
S and at the same time maintain the proper Ielalmasmymventmn-.-.-.-:;:.:.ggggggo
. shape of the rim portion of the lid, which is | 1. The herein-deseribed improvement in =
to be 1olled by rolls snmlm to those .shew.n In 1oller-s for use in. the mantlfa,eture' of 'wa,tch- "-’

‘he Sec,tlon Flﬂ' 9: 111ustiatesa'ﬂdt bd;'(}k Lid |

nearly flat faces 16 and 17 may he confined |

6. In the manufactme of watch-wlass bez-

T - jthaJt can be made in. my  dies, the internal | extm 101 of such artlcle the same conmstmﬂ*e 95
. shape of the dies and the external shapes of | in a convex side to the roller to act W113h1n= R
- 30 the roll G*being adapted to such lid or case. | the concavity of the lid. to press the metal =
S In Fig. 3 the internal dies for a bezel or | into the concave portion of the die, substan-:
e rmﬂ' are shown, together with the finishing- | Lmlly as specified. -

T :1_“011_(}5- - It is to be understood ‘that a prop-:| 2. The herein-described: 1mprovement in 10¢
. erly-shaped blank ring is inserted within the | t()ols for making lids for watch-cases and RERERES
... 35.dies. Then the rim 2 .O;f. the: bezel and its in- | similar articles, the same consisting in a che -------

o ~ ternal flange are formed by the rolls G simi- | having a flat face 3 against the flat face of
o o Jarto thatin I'ig. 7,applied in the same man- | the ﬂanﬂ*e' 2 of the lid, and a roll having'a =
oo oo oomer as the rolls shown in Figs. 4 and 5 for pempheml offset at 4 to act upon the edﬂe' 105
making such rim and 1nternal flange, and | and inner side of the flange, substantially as
then a roll—such as shown in Fig. 8—-—-15 used | specified.
to bend the inner edge of the bheet—metal ring | 3. The roller having an offset or Shoulder
back toward the internal flange 2, after which | for forming the inward flange of the lid or _
the roll G*° (shown in Fig. o) IS applled the | similar altlcle, a convex back to act within 1710
~annular projection 6 fmmmn' the recess for | the article to press the same into the ex- .
‘the edge of the glass, the comeal portion 7 | terior die, and a conical surface 11, in combi-
eompletmn the surface of the reflecting-bezel, | nation with the die corresponding to the ex-
and the ecylindrical portion 8 holding the | terior of the lid and the die having a flat
edge of the inward flange 2, and the flat sur- | face for the exterior of the flange, and a conl- 115
face 9 forming a perfect edge to the reflect- | cal surface 10, with which the conical sur-
ing-bezel. face of the roll is in contact, substantially as
When the ring-die B is of the shape shown. | specified.
in Fig. 3 and .:Ldapted to form the bezel, the 4, The combmatmn with the dies for form-
cuculm block A’ will usually serve only as a | ing the exterior surf&ce of the ring or bezel 120
~ holder that does not contam any portion of | and having the flat or nearly ﬂat faces 14
the die-surface. “and 15, of the finishing-roll having a pe-
I find it advantageous to make a conical _11phely corresponding to the mteuor of the
surtace 10 to the face-die E around the cen- | article to be produced, and the two flat or
tral opening therein, (see Figs. 1 and 2,) so | nearly flat faces 16 17, to pass between the 123
~that the inclined surfaces 11 of the rolls, Figs. | faces 14 and 15, Substa,ntlally as. specified.
4, 9, and 6, may be supported thereby as the | 5. The annular die having an internal sur-
convex back surfaces of the rolls press against | face corresponding to the exterior of the ar-
- the interior of the lid. ticle to be formed within it, and cracked
In finishing the bezel I find it advantageous | apart at one place to form a cuculm sSpring 130
to provide ﬂat or nearly flat annular faces 14 | capable of sufficient expansion for the liber-
and 15 on the dies B and E, respectively, so | ation of the article formed within it, substan-
that the last roll G Fig. 3, havmﬂ* the flat or | tially as specified.
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els, the combmatlon w1th a,nnula,r dles cor- | umformlty in the dlameter of the 1*eeess for ;;: SRS
‘responding in their mteﬂor configuration to | the glass, substantially as specified. " ST

~ the exterior surface of the bezel of a roller | Slgned by me thls 3d day of May, 1889 IR
 corresponding at its periphery to the recess.| - ' ,,,,,
" . 5 for the glass and the reflector-surface of the e F EOAUBERT R
- bezel for forming the annular recess for the | Wltnesses S B R TR T ST B

- glass and qha,pmn* the bezel, and a stop t0‘; .~ GEO. T PINOKNEY o

' "ghmlt the movement of the roller and IHSHI"G_"L WILLIAM G MOTT _ B R
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