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My invention relates to the shells or bodies 
of metal boxes or cases and more particularly 
in practice is employed in the production of 
shells of vanity cases. - 
The general object of my invention is to 

produce shells of vanity cases from sheet 
metal by stamping or drawing the metal, 
a shell in which the miter will be perfect 
when the front is brought to final shape and 
soldered or brazed. - 
The invention especially his for a purpose 

to incorporate an ornamental design in the 
sides of the box or shell and carry out the 
co-ordinated operations in a ninet' to 1'e- 
vent the stamping of the design from dis 
torting the members of the blank embodying 
the design. 
The nature of my invention and its dis 

tinguishing features and advantages will 
clearly appear as the description proceeds. 

Reference is to be had to the accompany 
ing drawings forming a part of this specifi 
cation, it being understood that the du'awings 
are merely illustrative of one example of 
the invention. 

Figure 1 is a plan view of the blank result 
ing from the first operation in producing a 
shell for a vanity case in accordance with 
my method; 
Figure 2 is a plan view of the blank shown 

in Figure 1 after pressing a design in the 
flanges or wings representing the opposite 
sides and the opposite ends of the blank: 
Figure 3 is a plan view showing the blank 

after the removal of the surplus material of 
the side and end members, said removal be 
ing produced by the third operation and tol 
lowing the stamping of the design; 

Figure 4 is a longitudinal. Yertical sec 
tion of the shell after the sides and ends 
have been bent up to positions to receive the 
solder: 

Figure 5 is a plan view of the shell in the 
condition shown in Figure 4: 

Figure 6 is a plan view of the shell in con 
pleted form after bending up the side and 
end members and after the application of 
the soldering iron or torch to the shell at 
the angles, following the application of the 
solder. 

In the several figures the numeral 10 indi 
cates the central panel of the blank which 
forms the bottom of the shell. The numera. 
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11 indicates the side flanges or wings to 
for in the oposite sides of the shell and the 
tille's 12 indicates the end flanges or wings 

to constitute the end members of the shell. 
The blank shown in Figure 1 is produced 

by stainping the same from sheet metal. In 
Figtre 2 the nulneral 3 indicates ornamen. 
till panels or Zones on the side members 11 
and end unembers 12. It will be observed 
frohl said Figure 2 that the ornamental 
: he's 13 are adjacent the inner edges of 

the side member's 11 and end members 12, 
it ving surplus zones 111 and 12 on the 
side meltibers and end members, respectively 
and laterally outward of the ornamental 
panels 3. - - , 

It is important, in obtaining accuracy in 
the frn and dimensions of the members 
its 2 in the final, finished article shown 
in Figure 6, that the distortion of the blank 
lore or less by the operation of producing 
the ointmental design, be recognized. The 
stalling of the ornamental design in the 
liai Pliol to removal of the surplus metal is tires that the production of the members 
ind 12 with the ornamental design em 

bodied therein results in their being minus 
all surplus platerial, insures accuracy in the 
slipe and linesios of the members and i2 and enables the finished article of Figure 
6 to be brought to perfection. s 
The final step of soldering following the 

placing of solder at the angles of the shell 

70 

s 

S5 

is in progtice carried out manually with the 
aid of Pliers. The adjacent ends of the side 
and the end members of the shell are held 
in the Proper relation until the solder sweat 
ling, or brazing has been performed. 
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The foregoing description explains my 
novel method when the shell is produced by 
stamping, as distinguished from drawing 
the shell into form. 
What I claim is: 

In a method of producing shells for 
Vinity cases and similar articles, the Steps of producing from sheet material a bla 
Pesenting panels along the edges thereof 
Pointing Qi'nanental Zones on said panels 
in Ward of the outer edges of the panels, re 
moving the surplus material laterally out 
War of said ornamental zones and then bending up the said panels. 

2. In 8 method of producing shells for 
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vanity cases and similar articles the steps 
of producing from sheet material a blank 
presenting panels along the edges thereof, 
producing ornamental zones on said panels 
inward of the outer edges of said panels, 
removing the surplus material laterally out 
ward of said ornamental zones, bending up 
the said panels into nearly a closed relation 

between adjacent panels, placing solder on 
the bent-up article at the angles thereof, 10 
further bending the panels inwardly to brin 
their opposed edges into closed relation, E. 
finally causing the solder to unite said op 
posed edges. 

ALFRED F. REILLY. 

  


