
1,151,874 ring of resin material 25 is normally applied  encircling the
flange and surrounding the  65 to the gap 21 after the electrical
components  periphery of the panel portion, said reinfore- have been
assembled in the cathode-ray tube  ing means having its leading edge
disposed envelope to form the television receiver and  adjacent the
periphery of the panel and its 5 the attendant bake-out cycle has been com-
junction with the flange and its trailing edge pleted. Preferably, the
resin material is in-  extending toward the extremity of the flange, 70
serted into the annular gap to fill the same  and being spaced in the
region of its leading with the tube mounted vertically face up in  edge
from  the panel periphery and flange such manner as to place the gap in a
hori-  to co-operate therewith and define an annu- 75           10 zontal
plane. The surface-to-surface contact  lar gap and in the region of said
trailing of the rearward portion of the rim  band  annular edge being
complementally con- 75 serves to seal the bottom of the space when  toured
to reside in interfacial contact with the tube is face up to facilitate
introduction  the exterior surface of the flange. of the initially flowable
bonding material    2. A face plate as claimed in claim  I 15 without
leakage beyond the limits of the rim   wherein the reinforcing means is of
high band. After application of the resin ma-  tensils strength material.
80 terial, the tube is placed in an oven and    3. A face plate as claimed
in claim 1 or heated  to approximately 200[err]F. for ten  2 wherein the
reinforcing means includes at minutes to flow it completely into the gap
least one annular band. 20  21 and to cure it. The neatness with which
4. A face plate as claimed in claim  3 the resin can be applied by virtue
of this  wherein said one annular band is maintained  85 construction
completely eliminates the neces-  in permanent tension. sity of any
subsequent clean-up operation    5. A face plate as claimed in claim 3 or
requiring the removal of excess resin ma-  4 wherein the reinforcing means
include a 25  terial. This is in contrast to the previously  second annular
band overlying a rearward 



utilized methods wherein resin material was  portion of said one annular
band, the second  90 applied prior to the application of the band  annular
band being maintained in permanent either to the band or the face plate
flange  tension. which required extensive clean-up opera-    6. A face
place as claimed in claim 5 30  tions.
wherein the second annular band is posi- It can be seen from the foregoing
that the  tioned substantially at the area of maximum  95 present invention
provides a new and novel  cross sectional dimensions of the flange.
cathode-ray tube envelope and a face plate    7. A face plate as claimed in
any one therefor as well as a method for fabricating  of claims 3 to 6
wherein said one annular the same which is equally safe as the direct  band
comprises two individual U-shaped viewing systems heretofore proposed  but
half-sections  arranged  in  circumferential 100 which is much more
economical in that it  telescoping relation around the flange. eliminates
one complete operation, namely    8. A face plate as claimed in any one the
clean-up operation, and visibly indicates  of claims 1 to 7 wherein said
annular gap is the adhesion of the band to the tube enve-  of relatively
uniform width around the peri- lope. Additionally, it relieves the tube
fabri-  phery of the face plate.             105 cators of the necessity of
applying the rim    9. A face plate as claimed in any one of and tension
band portions of the reinforcing  claims 1 to 8 comprising bonding material
elements at a particular and limited time  disposed within the annular gap
to adhere 45  during fabrication of the tube as, under the  the reinforcing
means to the panel periphery present invention, these elements may be  and
the forward part of the flange.         110 applied at any time during
manufacture, by    10. A glass cathode-ray tube envelope the glass
manufacturer following formation  resistant to fracture comprising a
substanti- of the face plate 12 or the entire envelope, ally funnel-shaped
hollow body portion hav- 50 for example, or by the tube maker prior to  ing
a face plate enclosing its larger forward the tube-making process. Whether
one or  end and a neck tubulation projecting from 115 



two annular bands be employed, theycan be  its smaller rearward end, and
reinforcing mounted entirely forwardly and terminating  means exteriorly
surrounding the peripheral short of the face plate to permit either direct
sidewall region of said face plate and having 55 glass-to-glass sealing by
fusion or solder  sufficient yield strength to prevent fracture glass
sealing without adversely  affecting  propagation through the face plate
sidewall 120 these reinforcing elements.                therebeneath on
breakage, said reinforcing Numerous modifications may be resorted  means
including at least one annular band to within the scope of the appended
claims.  having its forwardmost leading edge dis- posed adjacent and
following the peripheral 60    WHAT WE CLAIM  IS:-
contour of said face plate and its trailing 125 1. A  glass, cathode-ray
tube envelope  edge extending rearwardly therefrom, said face plate
comprising a viewing panel, an  annular band in the region of said leading
integrally formed annular flange extending  edge being spaced from  said
sidewall and rearwardly therefrom, and reinforcing means  co-operating
therewith to define an annular    1,151,874 4 ring of resin material 25 is
normally applied  encircling the flange and surrounding the  65 to the gap
21 after the electrical components  periphery of the panel portion, said
reinforc- have been assembled in the cathode-ray tube  ing means having its
leading edge disposed envelope to form the television receiver and
adjacent the periphery of the panel and its 5 the attendant bake-out cycle
has been com-  junction with the flange and its trailing edge pleted.
Preferably, the resin material is in-  extending toward the extremity of
the flange, 70 serted into the annular gap to fill the same  and being
spaced in the region of its leading 



with the tube mounted vertically face up in  edge from  the panel periphery
and flange such manner as to place the gap in a hori-  to co-operate
therewith and define an annu- 10 zontal plane. The surface-to-surface
contact  lar gap and in the region of said trailing of the rearward portion
of the rim  band  annular edge being complementally con-75 serves to seal
the bottom of the space when  toured to reside in interfacial contact with
the tube is face up to facilitate introduction  the exterior surface of the
flange. of the initially flowable bonding material    2. A face plate as
claimed in claim  1 15 without leakage beyond the limits of the rim
wherein the reinforcing means is of high band. After application of the
resin ma-  tensile strength material. terial, the tube is placed in an oven
and    3. A face plate as claimed in claim 1 or heated to approximately
200[err]F. for ten  2 wherein the reinforcing means includes at minutes to
flow it completely into the gap  least one annular band. 20 21 and to cure
it. The neatness with which    4. A face plate as claimed in claim  3 the
resin can be applied by virtue of this  wherein said one annular band is
maintained  85 sity of any subsequent clean-up operation    5. A face plate
as claimed in claim 3 or requiring the removal of excess resin ma-  4.
wherein the reinforcing means include a 25  terial This is in contrast to
the previously  second annular band overlying a rearward utilized methods
wherein resin material was  portion of said one annular band, the second
90 applied prior to the application of the band  annular band being
maintained in permanent either to the band or the face plate flange
tension. which required extensive clean-up opera-    6. A face place as
claimed in claim 5 30 tions.                              wherein the
second annular band is posi- It can be seen from the foregoing that the
tioned substantially at the area of maximum  95 present invention provides
a new and novel cross sectional dimensions of the flange. cathode-ray tube
envelope and a face plate   7. A face plate as claimed in any one therefor
as well as a method for fabricating  of claims 3 to 6 wherein said one
annular 



35 the same which is equally safe as the direct band comprises two
individual U-shaped viewing systems heretofore proposed but half-sections
arranged  in  circumferential 100 which is much more economical in that it
telescoping relation around the flange. eliminates one complete operation,
namely   8. A face plate as claimed in any one the clean-up operation, and
visibly indicates  of claims I to 7 wherein said annular gap is 40 the
adhesion of the band to the tube enve-  of relatively uniform width around
the peri- lope. Additionally, it relieves the tube fabri- phery of the face
plate.          105 cators of the necessity of applying the rim    9. A
face plate as claimed in any one of and tension band portions of the
reinforcing  claims 1 to 8 comprising bonding material elements at a
particular and limited time  disposed within the annular gap to adhere 45
during fabrication of the tube as, under the  the reinforcing means to the
panel periphery present invention, these elements may be  and the forward
part of the flange.          110 applied at any time during manufacture, by
10. A glass cathode-ray tube envelope the glass manufacturer following
formation  resistant to fracture comprising a substanti- of the face plate
12 or the entire envelope, ally funnel-shaped hollow body portion hav- 50
for example, or by the tube maker prior to  ing a face plate enclosing its
larger forward the tube-making process. Whether one or  end and a neck
tubulation projecting from 115 two annular bands be employed, they can be
its smaller rearward end, and reinforcing mounted entirely forwardly and
terminating  means exteriorly surrounding the peripheral short of the face
plate to permit either direct sidewall region of said face plate and having
55 glass-to-glass sealing by fusion or solder  sufficient yield strength to
prevent fracture glass sealing without adversely affecting  propagation
through the face plate sidewall 120 these reinforcing elements.
therebeneath on breakage, said reinforcing Numerous modifications may be
resorted  means including at least one annular band to within the scope of
the appended claims. having its forwardmost leading edge dis- posed
adjacent and following the peripheral 



WHAT WE CLAIM  IS:-                     contour of said face plate and its
trailing 125 1. A  glass, cathode-ray tube envelope  edge extending
rearwardly therefrom, said face plate comprising a viewing panel, an
annular band in the region of said leading integrally formed annular flange
extending  edge being spaced from  said sidewall and rearwardly therefrom,
and reinforcing means  co-operating therewith to define an annular    6
1,151,874 gap and in the region of said trailing edge  phery of the panel
and the trailing annular being complemcntally contoured to reside in  edge
of the band snugly engaging the annu- interfacial contact with the exterior
surface  lar flange at a point rearward of the panel of said sidewall,
bonding material being pro-  periphery, the annular band in the region 5
vided within said annular gap to adhere said  of said leading annular edge
being radially  40 band to said sidewall.                     spaced from
the flange and co-operating 11. A glass cathode-ray tube envelope as
therewith to define an annular gap. claimed in claim 10 wherein the
reinforcing  16. A  method as claimed in claim  15 means includes a second
annular band over-  wherein the or one of the annular bands ex- 10 lying a
rearward portion of said one band  tending around the periphery of said
face 45 and means for maintaining the second band  plate flange is a
reinforcing band which is in permanent tension.
permanently tensioned to induce a com- 12. A glass cathode-ray tube
envelope as  pressive force in the face plate. claimed in claim 11 wherein
said one or first    17. A method as claimed in claim 15 or 15 band it
multipiece.                         16 wherein an annular layer of bonding
50 13. A glass cathode-ray tube envelope as  material is introduced into
said gap. claimed in claim  12 wherein said one or    18. A  method as
claimed in claim  17 



first band  comprises two  individual U-  comprising reacting said annular
layers of shaped half-sections arranged in circumfer-  bonding material in
situ to bond the oppos- 20 ential telescoping relation around said side-
ing surfaces of the annular band and flange  55 wall region.
into an integral structure. 14. A glass cathode-ray tube envelope as   19.
A  glass cathode-ray tube envelope claimed in claim 11, 12 or 13 wherein
said  face plate substantially as hereinbefore des. second annular band is
positioned substan-  cribed with reference to and as illustrated in 25
tially at the area of maximum cross-sectional  the accompanying drawings.
60 dimensions of the face plate sidewall.       20. A  method of
reinforcing a glass 15. A  method of reinforcing a glass  cathode-ray tube
substantially as hereinbe- cathode-ray tube envelope face plate having
fore described with reference to and as illus- a viewing panel and an
integrally-formed  trated in the accompanying drawings. 30  annular flange
extending rearwardly there- from which comprises clamping at least one
W. P. THOMPSON & CO., annular band  of high  tensile  strength
12, Church Street, material around the annular flange with the
Liverpool, 1. leading annular edge of the band disposed          Chartered
Patent Agents. 35  in spaced-apart aligned relation to the peri- Printed
for Her Majesty's Stationery Office by Burgess & Son (Abingdon), Ltd.-1969.
Published at The Patent Office, 25 Southampton Buildings, London, W.C.2,
from which copies may be obtained.    


