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To all whom it may concermn:

Beitknown that we, FRITZ MINK and NICH-
OLAS MOORE, of the city and county of I’hila-
delphia,State of Pennsylvania, haveinvented
an Improvement in Mechanism for Making

Watchease-Pendants, of which the following

is a specification. |
Our invention relates to the manufacture

- of watchecase-pendants; andit consists of cer-
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tain improvements, which are set forth 1n the
following specification, and are shown in the
accompanying drawings.

Difficulty has been met in the formation of
the ears or bow-sockets in the manufacture
of watchease-pendants. Ithas been proposed
to form the ears by means of a punch driven
into a tubular piece of pendant material while
the same is clamped between dies having
countersinks corresponding with the shapeof
the ears, the punch having its greater diam-
eter in the line of the die-sinks, so as to force
the metal outward into the cavities. The
ears have been formed after the neck or base
of the pendant was finished. The difficulty
with this method has been that the punch
acts upon the metal at thecentfer of thecavi-
ties where they are shallow and limit the ac-
tion of the punch. Consequently the metfal
is not foreed out always to the full extent at
the deeper portions which make the rims of
the ears. . 1t results from this that the metal
is not foreced fully and equally into the cavi-

ties or die-sinks and the formation of the

ears is not perfect. The formation of the
ears after the neck or base has been made or
at the same operation is also objectionable,
because of the necessary formation of longi-
tudinal ribs on the surface of the pendant

due to the forcing of the metal into the crack |
between the faces of the dies. When this

ril) extends over the irregularities or edges
of the neck or base, itis liable to cause abra-
sion, which in the case of filled-metal pend-
ants is especially objectionable, as it results
in the breaking away of the surface metal
and the exposure of the base interior.

It is the object of our invention to obviate
these defects and to produce a pendant hav-
ing perfectly formed ears and without the
formation of longitudinal ribs over the base
or necl portiomn. |

otherwise operated upon.
| 4ion of the same after the ears have been

In carrying out our invention we form the
ears by the employment of a punch of special
construetion having longitudinal grooves and

yibs which act upon the metal in line with

the deeper portions of the cavities or die-
sockets 50 as to force the metal ontwardfully
at those points without excessive protrusion
of metal at the center or shallow portions,
and we form the ears in this manner at & sSep-
arate operation and before the neck or base
of the pendant is formed. The subsequent
formation of the neck or base byspinning or
pressing the metal obliterates the ribs which
were produced on the lower portion of the
pendant while the ears were being formed.
In the drawings, Figure 1 is a vertical sec-
tional view of the
into approximate shape,but beforeit has been
Fig. 2 1s an eleva-

formed therein. . Fig. 3 is a similar view of
the pendant after the neck or base has been
spun or finished. Fig. 4 1s a vertical sec-
tional view of the dies, punch, and pendant
material, showing themanner of forming the
ears. Fig. 5 is a horizontal sectional view
of the same on the line x x of Fig. 4. ¥ig. 6
is a perspective view of the punch used in

forming the ears.

A is the pendant material, which consists ot
a piece of metal which is first cupped up into
the tubular shape shown in Fig. 1 in the man-
ner well known in the art. |

B C are the dies which are provided with
suitable recesses to receive the pendant mate-
rial A, the same
or recess formed by the recesses in the dies.
The dies B C are provided with die sinks or
recesses I of a shape corresponding with the
shape of the ears to be formed on the pendant.

I' is a punch adapted to be driven into the
interior of the tubular piece A, while thesame
is clamped between the dies B C, for the pur-
nose of forcing the metfal outward into the

| die-sinks E to produce the ears G on the pend-

ant. This punchis formed with longitudinal

erooves IH, producing longitudinal ribs 1.J IJ
with a longitudinal groove between.

The cup-shaped piece Ais placed between
the dies B Cin the recess orhole fornied there-
| in, and the punch It is then driven into the

pendant material eupped.
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fitting snugly into the hole
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ST ears.
-grooves H is that the metal is forced outward |
1o a greater extent at those points where the
greatest protrusion of metal is requiredin the
~construction of the ears, and consequently the |-
~metal is made to conform more readily to the
~dlie-sinks;sothat more perfect earsareformed.

- oplece A in such position thatthe ribs I Jand
- IJ will occupy the position substantially as |
shown in Fig. 5, with the ribs acting on the |
~metal appromma}tely in line with: the outer.
.5 portions of the sinks K E.-
----..:lforce the metal outwa,rd more at these points&’

- _-outward to form the eentml FeCcesses J of the. :
~The advantage of using apunch of this

chamcter as compared with one without the

. The die-sinks are filled with the metal which

S Yo

Fig. 2.

- isforced out.

Cas

o ‘sion of the metal at the corners of th.e base.

" This is particularly objectionable in the case | - -

- They thus act to |

formed are proportlonally larger..
‘results that would: arise therofrom. is, how-
ever, avolded by the formation of the eaa's G
50 -

. -After the ears are thus formed:
~ the dies B Care separated and the partially- |-
finished pendantisin the condition shown in
It is then further treated to form the |
usual end finish D by a separate operation,
which may be. accemphshed elthel by spm- |
~ning the metal or by dies. .
o The advantage of forming the ears Gbefmef”
L -:-{--the finish D and by a separate operation is
- that the longitudinal ribson the faces of the |
-~ pendant which are produced by the action of
- -the dies, owing to the slight opening or crack-
“whieh: neeessmﬂy e*asts ‘between the two |
- edges of the dies B C, are not formed on the
e :'faee 0ot the finished ;-b:;use D. - When the ears
~are formed after the base D is made or at the |-
. same’ operation, these ribs will extend over |
the face of the base D, and, besides being a | -
. blemish, areliable to pr oduce cutting or abl Q-

by Letters Patent, is as follows:
In apparatus for manufacturi ing Wateheme~~ SRR
| pendants, the combination with (11653 provided =
“with die-sinks E of ashape corresponding with. . .
-the shape of the ears to be formed, of the
punch F having on edch side the longitudinal 65 . -
~ribs I, J; so located as to act on the metal of = .-
the pendant material at points in hne Wlth.g S

| Tormed; but after dies have been used to any
extent the edges become worn: zmd the ribs
The evil -~

by an mdependent operatmn :smd before the
‘neck D is made. EER
“Such ribs as are formed on- the lower pmt;. IR
=f:'0f the material A during the operation of -~
1 m&kmﬂ‘ the ears G will: be spun or pressed
I -down fmd thus obhterated When the b::nse-. D

“1s made. o
"The details of constme’mon shown may be
”.ivamed without departing from the 111vent1011 .

What we claim as new, and desne tosecure

Lhe deep edges of the die-sinks.

I‘RITZ M INK

Wltnesqes
I‘REDERIC W IIUNTDR o
- ERNEST HOWARD HU"JTER; |

of filled-metal pendants as the abrasionof - - -
the surface metal is liable to cut through the
thin surface covering and" expose the b&fse—=: Lo
:ﬁlhnﬂ‘ ST

With new d1es the edﬂ'es fit to*rrether so IR
twht]y that eomp&r&twely slight- mb% are -
45

a1 .

In testlmony of whieh- mventmn we hm e .o
-_hel eunto set our hands - e

NI(JIIOLAS MOORE o
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