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CLAIMS 

1.  A casting cup assembly for forming an ophthalmic device, the assembly comprising:  

a frontcurve mold having an inwardly-facing side and an outwardly-facing side 

comprising:  

a concave mold surface the inwardly-facing side of the frontcurve mold, the 

concave mold surface having a perimeter that is surrounded by, and contiguous with, a 

first planar flange region; and 

a first continuous ring circumscribing the concave mold surface and extending 

inwardly from the first planar flange beyond the perimeter, the first continuous ring 

positioned outside of the perimeter such that at least a portion of the first planar flange 

region is within the first continuous ring; and 

a basecurve mold having an inwardly-facing side and an outwardly-facing side 

comprising:  

a convex mold surface on the inwardly-facing side of the basecurve mold, the 

convex mold surface having a perimeter that is surrounded by, and contiguous with, a 

second planar flange region; and 

a second continuous ring circumscribing the convex mold surface and extending 

inwardly from the second planar flange region past the perimeter, said second continuous 

ring positioned outside of the perimeter such that at least a portion of said second planar 

flange region is within the second continuous ring, 

wherein the first continuous ring has a first radius and the second continuous ring has a 

second radius, the first and the second radii being different and configured to mate such that a 
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first edge of the first continuous ring contacts a second edge of the second continuous ring when 

the basecurve mold is disposed on the frontcurve mold. 

 

2.  The assembly as recited in claim 1, wherein the concave mold surface and the convex 

mold surface have different curvatures such that, when the basecurve mold is disposed on the 

frontcurve mold, a stop is defined by a point-of-contact between the concave mold surface and 

the convex mold surface thereby establishing a volume between the concave mold surface and 

the convex mold surface. 

 

3.   The assembly as recited in claim 2, wherein the inwardly-facing surface of the second 

continuous ring is spaced from the first planar flange region by a first gap when the basecurve 

mold is disposed on the frontcurve mold and the stop has established the volume between the 

concave mold surface and the convex mold surface. 

 

4.   The assembly as recited in claim 2, wherein the second planar flange region is between 

the perimeter of the convex mold surface and the second continuous ring. 

 

5.   The assembly as recited in claim 4, wherein the inwardly-facing surface of the first 

continuous ring is spaced from the second planar flange region by a second gap when the 

basecurve mold is disposed on the frontcurve mold and the stop has established the volume 

between the concave mold surface and the convex mold surface. 
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6.   The assembly as recited in claim 3, wherein the first gap is less than 6.5 microns. 

 

7.   The assembly as recited in claim 5, wherein the second gap is less than 6.5 microns. 

 

8.   The assembly as recited in claim 1, wherein the first edge of the first continuous ring 

includes a plurality of ridges and the second edge of the second continuous ring includes at least 

one protrusion that mates with at least one of the ridges when the basecurve mold is disposed on 

the frontcurve mold. 

 

9.   The assembly as recited in claim 1, wherein the second edge of the second continuous 

ring includes a plurality of ridges and the first edge of the first continuous ring includes at least 

one protrusion that mates with at least one of the ridges when the basecurve mold is disposed on 

the frontcurve mold. 

 

10.   The assembly as recited in claim 1, wherein the first edge of the first continuous ring and 

second edge of the second continuous ring are parallel when the basecurve mold is disposed on 

the frontcurve mold. 

 

11.   The assembly as recited in claim 1, wherein the first edge of the first continuous ring and 

the second edge of the second continuous ring form an interference fit when the basecurve mold 

is disposed on the frontcurve mold. 
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12.  The assembly as recited in claim 1, wherein the frontcurve mold further comprises a third 

continuous ring circumscribing the concave mold surface and extending from the first planar 

flange region beyond the perimeter of the concave mold surface, the third continuous ring being 

within the first continuous ring. 

 

13.  The assembly as recited in claim 2, wherein the first radius of the first continuous ring 

and the second radius of the second continuous ring have an eccentricity of thirty microns or less 

when the basecurve mold is disposed on the frontcurve mold and the stop has established the 

volume between the concave mold surface and convex mold surface. 

 

14.   The assembly as recited in claim 2, wherein the first radius of the first continuous ring 

and the second radius of the second continuous ring have an eccentricity of fifteen microns or 

less when the basecurve mold is disposed on the frontcurve mold and the stop has established the 

volume between the concave mold surface and convex mold surface. 

 

15.   The assembly as recited in claim 2, wherein the first radius of the first continuous ring 

and the second radius of the second continuous ring have an eccentricity of five microns or less 

when the basecurve mold is disposed on the frontcurve mold and the stop has established the 

volume between the concave mold surface and convex mold surface. 

 

16.   The assembly as recited in claim 2, wherein the first edge of the first continuous ring of 

the frontcurve mold and the second edge of the second continuous ring of the basecurve mold are 
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within five degrees or less of parallel when the basecurve mold is disposed on the frontcurve 

mold and the stop has established the volume between the concave mold surface and the convex 

mold surface. 

 

17.   The assembly as recited in claim 2, wherein the first edge of the first continuous ring of 

the frontcurve mold and the second edge of the second continuous ring of the basecurve mold are 

within about one degree of parallel when the basecurve mold is disposed on the frontcurve mold 

and the stop has established the volume between the concave mold surface and the convex mold 

surface. 

 

18.   A casting cup assembly for forming an ophthalmic device, the assembly comprising:  

a frontcurve mold having an inwardly-facing side and an outwardly-facing side 

comprising:  

a concave mold surface on the inwardly-facing side of the frontcurve mold, the 

concave mold surface having a perimeter that is surrounded by, and contiguous with, a 

first planar flange region; and 

a first continuous ring circumscribing the concave mold surface and extending 

inwardly from the first planar flange region beyond the perimeter, the first continuous 

ring positioned outside of the perimeter such that at least a portion of the first planar 

flange region is within the first continuous ring; and 

a basecurve mold having an inwardly-facing side and an outwardly-facing side 

comprising:  
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a convex mold surface on the inwardly-facing side of the basecurve mold, the 

convex mold surface having a perimeter that is surrounded by, and contiguous with, a 

second planar flange region; and 

a second continuous ring circumscribing the convex mold surface and extending 

inwardly from the second planar flange region past the perimeter of the convex mold 

surface, said second continuous ring positioned outside of the perimeter such that at least 

a portion of said second planar flange region is within the second continuous ring, said 

second planar flange region including a textured surface contiguous with the convex 

mold surface and between the perimeter and the second continuous ring, 

wherein the first continuous ring has a first radius and the second continuous ring has a 

second radius, the first and the second radii being different and configured to mate such that a 

first edge of the first continuous ring contacts a second edge of the second continuous ring when 

the basecurve mold is disposed on the frontcurve mold. 

 

19.   A method for forming a casting cup assembly comprising the steps of:  

precision lathing a frontcurve mold having an inwardly-facing side and an outwardly-

facing side with a lathe such that the frontcurve mold comprises a concave mold surface on the 

inwardly-facing side of the frontcurve mold, the concave mold surface having a curved surface 

that is surrounded by, and contiguous with, a first planar flange region;  

precision lathing a first continuous ring in the frontcurve mold during the step of 

precision lathing the frontcurve mold such that the first continuous ring circumscribes the 

concave mold surface and extends inwardly front the first planar flange beyond the curved 
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surface, the first continuous ring positioned outside of the curved surface such that at least a 

portion of the first planar flange region is within the first continuous ring, wherein the step of 

lathing the frontcurve mold and the step of lathing the first continuous ring are performed 

without removing the frontcurve mold from the lathe;  

precision lathing a basecurve mold having an inwardly-facing side and an outwardly-

facing side such that the basecurve mold comprises a convex mold surface on the inwardly-

facing side of the basecurve mold, the convex mold surface having a perimeter that is surrounded 

by, and contiguous with, a second planar flange region; and 

precision lathing a second continuous ring in the basecurve mold during the step of 

precision lathing the basecurve mold such that the second continuous ring circumscribes the 

convex mold surface and extends inwardly from the second planar flange region past the 

perimeter, the second continuous ring positioned outside of the perimeter such that at least a 

portion of the second planar flange region is within the second continuous ring, wherein the step 

of lathing the basecurve mold and the step of lathing the second continuous ring are performed 

without removing the basecurve mold from the lathe. 

 

20.   The method as recited in claim 19, wherein the steps of precision lathing the frontcurve 

mold and precision lathing the first continuous ring are performed by diamond-point turning. 

 


