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UNITED STATES PATENT OFFICE

ELLISON S IRELAN, OF ELGIN ILLINOIS ASSIGNOR TO ILLINOIS WATCI—I CASE COM-i .
PANY, O’F ELGIN, ILLINOIS, A CORPORATION OF ILLINOIS : o

METHOD OF MAKING WATCHCASES

Apphcatlon filed Februa1y 27, 1930 Serlal No. 431, 709.

This invention relates to watch cases and
methods of manufacturing same. :
While the invention is partlcularly ap-
plicable to watch case bezels, and will be de-
5 scribed in connection therewith, it is to be
understood that it is not limited thereto since
it is equally applicable to the backs of
watches as well as other meta.l containers -of
like character.:

~10  The 1nvent10n Wlll be readlly understood:

from the following description taken in con-
junction with" the accompanymg drawmgs,
in which—

Figure 1 is.4- perspectlve view on an en-

- 15 la,rtfed scale of a bezel in an early staoe of,

manufmcture,

Tig:2isan inverted plan view of the bezel =
-over. the shoulders 18 to bring ‘their exterior

.gold: surface over the’ edges o;f the sides 12
“as shown in Fig. 7. These sides 12:are sub-
.jected to pressure to 'solidify their edges.

‘in the next stage of manufacture, -
- Fig. 8 is a plan view of the bezel ina sub-
20 'sequent stage of manufacture,

-

Fig.4isan 1nverted plan view of the bezel

shown in Fig. 3,
Fig. 5 is a- sectlon on the hne 5 of Fig. 4
: Fig. 6.1s an end view of the bezel ina later
25 stage of manufacture,”
Tig. 7 is a section of the bezel in a’ stlll later
“stage of manufacture and on a “still larder
, seale, and
Fig. 8isas ‘milar view: of the ﬁmshed bezel.
30 Referring to the drawings, the bezel 10 is
formed mto a cup from a blank by a suitable
die pressing operation which draws the ends

11 leaving the sides 12 of the thickness of the

- original stocle as shown in Fig. 1. The stock
85 of the ends 11 may, for. exmnple, be drawn
- from 0.088 to 0.015 inch. The stock may

suitably be filled gold, the gold side belnor on
the exterior of the cup.

An opening 13 is next stamped in the face

40 of the bezel 10 as shown in Fig. 2. By subse-

- quent die operations the face. “of the bezel is

pressed into.desired exterior form as shown

~gold or. ‘other- coa,tlnd carried by the exterior -

thicken same. Thus, for-example, the sides

12 may be successively -increased . from-0.038
-to. 0.045 and- to .0.050 -inch in successive
-pressings. This pressure is principally ap-.,
plied to the inner portion of the edge of the
sides 12 so that the-gold. filled exterior ‘sur-

face is substantlally unchanded and- forms

-an upstanding edge 16.- ..

The ends 11 and sides 12 are now trlmmed“
-even, and. grooves 17 are milled through: the
ends.11, which cut away. the inner edges ot

the sides 12..as shown in Fig. 6, accurately
machining: the-inner side of the’ upstanding

edge 16 .and forming machined. shoulders. 18772»;

on the inner portlons ‘of the edges. -
‘The upstanding edges 16 are bent 1nwardly

- The edges of the ends 11 are. trimmed  and
, .the seat 14 is trimmed as shown. in Fig. 8,
'lea,vmg a small horizontal face 19 ada,pted
_to engage the rear: edge of the crystal and a .

-vertical face:20.". -
. The bezel . thus produced possesses stout

sides 12, the edues of which are covered with

of the bezel. The bezel may. be secured toa
-watch back in such a manner that the edges

i Figs. 3,4 and 5. "Any desired ornamenta-.

tion may be impressed thereon in known

45 manner, if desired. 'These operations also
“result in the formation of a seat 14 for the
reception of a crystal, and the formation and
drawing of-the reflector 15 to engage the rear
face of the crystal at its edges. - At the same

89 tlme, pressure is apphed to the edges of the

of the sides 12 are exposed to view without

The énds 11 are thm and sprmcry so that

they are adapted to mairtain the: resilient -
-connection'to.- the watch back. o
- It will be understood that the lugs or. othel .
“means for attachment of a. bracelet or strap .

may be secured to the bezel ‘10 in any known

.sldes 12 to cause the metal to ﬁow 5048 to
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“detracting from the pleasmor appea,rance of
‘the Watch
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or'suitable way and that it may be ornamented _

or finished in any desired way.

-“While the:invention has been d1sclosed in.

connection with the details of a specific em-

.bodiment thereof it-must be understood that

such details are not intended to-be limitative

of the invention except insofar as 1ncluded in

the accompanying claims.
T claim: ' :
1. The method of producmg Watch case

o5 E



10

20

30

35

40

"™
L3

Q
i

2 1,812,150

members which consists in forming a blank
into a cup shape, drawing the ends thereof,
and setting the sides to increased thickness
and forcing surface metal over the ends of.
said sides.

9. The method of producing watch case
members which consists in forming a blank
into a cup shape, drawing the ends thereof
and setting the sides to increased thickness,
removing metal from the inner portions of
the edges of said sides, and bending the ex-
terior surface metal thereover.

3. The method of producing watch case
members which consists in forming a blank
into a cup shape, drawing the ends thereof
and subjecting the sides to pressure to in-
crease the thickness thereof, said pressure be-
inig applied principally upon the inner por-
tions of the edges of said sides so that the ex-
terior surface metal projects above the inner
portions of the edges, and forcing exterior
surface metal thereover.

4. The method of producing watch case
members which consists in forming a blank
into a cup shape, drawing the ends thereof
and setting the sides thereof to increase the
thickness thereof, milling through the ends
and along the inner sides of the edges of the
sides and forcing the surface metal of the
edges of the sides over the milled portions
thereof.

5. The method of producing watch case
members which consists in forming a blank
into a cup shape, drawing the ends and set-
ting the sides to increased thickness, frimming
the edges of the gides and ends, milling
through the ends and along the inner sides
of the edges of the sides, and bending the ex-
terior suriace metal over said edges.

6. The method of producing watch case
members which consists in forming a blank
into a cup shape, drawing the ends thereof
and subjecting the sides to pressure to in-
crease the thickness thereof, said pressure be-
ing applied principally upon the inner por-
tions -of the edges of said sides so that the
exterior surface metal projects above the in-
ner portions of the edges, machining the inner
portions of said edges and forcing the ex-
terior surface metal thereover.

7.. The method of producing watch case
members which consists in forming a blank
into a cup shape, subjecting the sides thereof
to pressure to increase the thickness thereof,
said pressure being applied principally upon
the inner portions of the edges of said sides
so that the exterior surface metal projects
above said inner portions, and forcing the
exterior surface metal thereover. ‘

In testimony whereof, I have hereunto set
my hand this 24 day of February, 1930.

ELLISON S. IRELAN.



