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_Rlchard H. Whitehead, New Haven, Conn., as-
signor to The New Haven Clock Company, New
Haven, Conn., a corporation
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7 Claims,

of makinig the same,
One object of this inventlon_ is to provide a

. 1ore efficient way of making clock parts in order

to decrease the cost of production of them.

With the above and other objects in view, this |

invention includes all improvements over the
prior art which are disclosed in this application.

In the accompanying drawings, in which one
way of carrying out the invention is shown for
illustrative purposes:

Fig. 1 is a face view of & bla.nk of sheet metal,

. having applied thereto surface-color material for

15

20
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35

40

clock parts;

Fig. 2 Is a view similar to Fig. 1, but with a.

piercing operation having been performed to

punch ocut holes in the blank of sheet-metal;
Fig. 3 is a view similar to Fig. 2, but showing

the various clock parts punched entirely free

from the original metal sheet, and laid in the
normal positional relation they occupy at the
instant of being punched from the sheet, the
original sheet being indicated by broken lines;

Fig. 4 is a perspective view of the clock-base;

Fig. 5 is a vertical central sectional view of the
clock-case parts and dial shown in a.ssembled
relation: and

Fig. 6 is a perspective view of a complete clock,
the case, dial and hands of which are made from
parts shown in Fig. 3 after certain of the parts
have been subjeeted to suitable forming oper-
ations.

In the following description a:nd claims, the

various steps and parts are identified by specific
names for convenience, but they are intended to
be as generic in their applieation as the prior art
will permit.

. Referring to the drawings, 10 is 8 sheet-metal
blank which may first be given an all-over coat

11 of any suitable desired color of flexible-color

material, such as varnish or lacquer materials,
which will sufficiently withstand the effect of
meial-distorting forming operations to which

- certain of the parts will be subjected in manu-

45

50

b5

facture. After the color material |1 is applied

“and dried, the blank {0 then has applied thereto,

for example by lithographing, color material of

one or more plamly different colors from the

main color I1.
The lithograph color or colors, in the form of

the invention illustrated in the drawings, is
applied to form ornamentation and outline of
the base 12, ornameniation and outline of the
base-filler 13, ornamentation and outline of the
case-band (4§, ornamentation and indicia of the

(CL. 113—118)
This 1nventmn relates to clocks. and methods .

case-back (5, ornamentation and outline of the
bezel 16, indicia of the dial 17, a color area I8
from which the clock-hands are to be made,
circles 19 and 20 which when punched from ihe.
sheet 10 are to serve as pilot or locating-holes, a 0
border outline 21 which is to serve as a guide
for trimming the sheet-blank 10, and register or
location-marks 22 and 23 which are to serve for
the. initial locating of the sheet in position for the

piercing or first punching operation. . 10

The lithographed sheet-metal blank (0 ﬂlus-

_trated in Fig. 1 is first subjected to - an edge-

trimming operation, which removes the portion
outside of the border 21, whereupon the trimmed

“sheet is placed in position in a suitable gang- 18

press with the register-marks 22 and 23 suitably
registering with corresponding marks on or ad-
jacent one of the dies of the gang-press, where-
upon the first piercing or punching operation

takes place to punch out the holes illustrated 20

in Fig. 2. Then the blank in the condition shown

in Fig. 2, is subjected to the action of a press
having gang-blank-out dies which punch out, at
one operation, the various clock-part blanks pre-
viously described, and also puneh out the three 25
hand-blanks 24, 25 and 26.

The base-blank (2 is then subjected to a metal-
distorting forming operation to form the blank
up to the form shown in Fig. 4, and a piercing
operation to provide the integral struck-up 30
tongues 27. ~

The case-back blank 9§ is also subjeeted to
suitable metal-distorting forming operations and
is joined to the case~band blank (4, after the
latter is rolled up to the usual form, in a usual 35

| and well-knewn manner:

The bezel-blank 16 is also eubjected to & metal-.

distorting forming operation of usual type.

When the opposite ends 28 and 29 of the case- .
band are brought adjacent each other, when 40
rolled up to form, the punched-out slots 30 ad-
jacent one end and the punched-out slots 3{ ad-
jacent the other end, will come in position, so
that the struck-up tongues 27 of the base will
extenid upwardly through the slots 30 and 3 and 45
permit the tongues 21 to be flattened down
against the case-band to maintain the base 12

firmly assembled with the case-band {4.

By making clocks as herein disclosed, it will
" be observed that complicated orna,mentation 50
and indicia for various clock parts can all be
formed by either one or more lithographing steps,
depending on whether one or more lithograph
colors are desired, after which the clock parts

can be punched out, and such as necessary, sud- g5
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quantity of clocks.

2

jected to a forming operation, to economically
produce a highly-ornamented clock at exceeding-

ly-low cost.

It will be observed, for example, that in order
to produce the base alone in the form shown in
Fig. 4, by producing the color ornamentation
thereon after the metal-distorting forming op-
eration has been performed, would be a costly
proceeding. Not only is this costly proceeding
avoided, but at the same time the base ocrnamen-
tation is applied, ornamentation is also applied
for other parts of a clock. |

It will also be observed that inasmuch as the
clock parts on a given sheet blank are dissimilar
and of & number suitable for a single clock, no
counting operations are at all necessary in the
production of the various parts, inasmuch as
this method of manufacture automatically pro-
duces the proper quantity of the various parts
that are needed for manufacturing any desired

By having the color material that is applied
to the sheet blank of suitable flexibility, the
various metal-distorting forming operations can
be performed without substantially impairing

the finished appearance of the various parts.

The invention may be carried out in other spe-
cific ways than that herein set forth without de-
parting from the spirit and essential character-
istics of the invention, and the present embodi-
ment is therefore to be considered in all respects

as illustrative and not restrictive, and all changes
coming within the meaning and equivalency
‘range of the appended claims are intended to be

embraced therein.

I claim: | |
1. The method of making clock parts includ-

ing: applying flexible surface-color material of
varnish, lacquer, or the like on a surface of a
sheet of sheet-metal; cutting one or more clock-
part blanks from said sheet; and subjecting at
least a substantial part of said surface-color ap-
plied part of one or more of said clock-part sheet-

metal blanks to one or more metal and surface-

color distorting forming operations.
2. The method of making clock parts includ-

ing: applying flexible surface-color ornamenta-
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tion and indicia material of varnish, lacqu-r, or
the like on a surface of a sheet of sheet-metal;
cutting one or more clock-part blanks from sald
sheet: and subjecting at least a substantial part
of said surface-color ornamented part of one or §
more of sald clock-part sheet-metal blanks to
one or more metal and surface-color distorting
forming operations.

3. The method of making clock parts includ-

" ing: applying flexible surface-color material of 10

varnish, lacquer, or the like on a surface of & .
sheet of sgheet-metal at places for dissimilar
clock-part blanks; then plercing portions for at
least certaln of said blanks: then cutting said
blanks from sald sheet; and then subjecting at 16
least a substantial part of sald surface-color ap-
plied part, of at least certain of sald clock-part
sheet-metal blanks, to one or more metal and
surface-color distorting forming operations.

4. The method of making clock parts includ- 20
ing: applying flexible surface-color material of
varnish, lacquer, or the like on a surface of a

‘sheet of sheet-metal at places for dissimlilar
clock-part blanks corresponding to those required

for a single clock: then plercing portions for at £5
least certain of said blanks; then cutting sald
blanks from said sheet; and then subjecting at
least a substantial part of sald surface-color
applied part, of at least certain of said clock-
part sheet-metal blanks, to one or more metal 30
and surface-color distorting forming operations.

5. A clock-case including: one or more parts
formed from blanks of flat sheet-metal having
flexible surface-color of varnish, lacquer, or the
like thereon, by one or more metal and surface- 35
color distorting forming operations on at least
a substantial part of the surface-color material
containing portions of sheet-metal.

6. A clock-parts blank including: a sheet of

sheet metal having indicia thereon at places to g

become parts of dissimilar clock-part blanks.

7. A clock-parts blank including: a sheet of
sheet-metal having flexible-color material of
varnish, lacquer, or the like thereon at places

to become parts of dissimilar clock-part blanks. 4«
RICHARD H. WHITEHEAD.
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