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~ IMPROVEMENT IN DIES FOR MAKING METALLIC BASES FOR JEWELRY.

| Specification forming p&tt of L_ettéra Patent No. 160,967, dated March 16, 18?5_§ application filed
- - | ~ February 5, 1875. o | |

To all whom it may concern : __ S
_Be it known. that I, GEORGE STETTER, of
Hoboken, in the State of New Jersey, have in-
~vented certain new and useful Improvements
in Apparatus for Shaping Articles of J ewelry
- and other articles of ductile metals, of which
the following is a specification:
This invention relates particularly to the
manufacture of hollow articles of ductile metal,
‘having overbhanging edges, which contract the

entrance to the interior of the article, and |

make it smaller than the interior space. Here-
tofore the said edges have been closed or bent
over by closing-dies, without any interior sup-
~port to said article, the consequence of which
has been that the sides or body of the article

~ would very frequently pucker or buckle. In |

Some cases interior support, in the shape of a
- sectional former or filling, has been provided,
but this expedient has not been availablein all
Instances, particularly in the manufacture of
‘the smaller articles, and besides has not been
entirely effective. -

Under my'inven-tionfi brmg the a;r'_tic'lé to éJ'

form approximating the ultimate shape re-
quired, in the usual way and by ordinary or
suitable means. I then take this approxi-
mately-formed blank, and finish it in dies of
- usual construction, save that the closing-die

- 1s provided with a plunger which will pene-

trate the interior of the article.  In the blank,
- before it is operated on in the finishing-dies,
I place a block or piece of an elastic or
ing material, such as india-rubber. When the
‘blank, thus furnished, is put in the female die
or mold, the closing-die is brought down, and

~ then when the dies are closed together the

plunger 1s forcibly driven forward against the
clastic and expansible former, which is thus
made to fill the interior of the blank, and to
force the walls of the same out into intimate
and thorough contact with the walls of the
mold, causing the metal to fill the minutest
recess and depression of the mold. At one
operation the blank is thus completely fin-

ished. On the withdrawal of the plunger
the rubber reassumes its original condition,
‘and when the closing-die is removed can be
taken out from the metal article without dif-
ficulty, o :

yield- |

- Apparatus thus organized can be used in
the manufacture of all articles of ductile metal
struck up in dies, whether having overhang-
Ing edges or not, provided said articles are
inclosed by the walls of the two dies that form
the mold, so that the rubber must, when sub-
Jected to pressure, expand against said walls.
The elastic former causes the article to take a
noticeably accurate, sharp, and well - defined
impression in all instances. .

In the accompanying drawing I have illus-
trated the manner in which my invention is
or may be carried into effect. |

Figure 1, 2, and 3 represent the necessary
steps in the manufacture of the head or body
of a button, brooch, or like article.

The apparatus in the several figures are rep-
resented in vertical central section.

A blank 1s cut of the proper size, and is, by
means of the die and plunger B, in Fig. 1,
drawn to a cup or disk shape. This is an or-
dinary and well-known operation, and re-
quires no further explanation. The blank a,
approximately shaped to the ultimate form re-
quired, is then put in the lower finishing-die
C, Fig. 2, which is termed the female die.
Above the female die O is the closing-die D,
which bends over the edges of the blank.
The two dies when brought together form a
mold, to which the blank is required to con-
form. Through the closing-die works a plun-
ger,'H, of a diameter to fit accurately the open-
g in the finished article. In the cup-shaped
blank, before the two dies come together, is
placed loosely ablock of india-rubber, F. Fig, 2
represents the position of the parts when the
closing-die is in readiness to descend. Fig. 3
shows the same parts in the position they as-
sume after the descent of the closing-die, and
at the moment the plunger has been driven
down upon the rubber former. The closing-
die by its descent has bent over the edges of
the blank, the two dies brought and held
closely and firmly together form with their
recessed interior a mold, and the rubber spread
outwardly by the forcible impact of the plua-
ger (which is operated independently of the
closing - die) has forced the metal into inti-
mate contact with every position of the mold

| surface. Thus, at one operation, the cup-
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shaped blank is converted into the completed |

pensive, and-often imperfect operations of em-

and finished article. Tigs. 4 and 5 represent | bossing, striking-up, &c., heretofore required

in vertical central section, an apparatus for
making scarf-rings, and like articles, such as
chain-links, bracelets, &c. The plane of sec-
tionin Fig.5,is atright angles to thatin Fig. 4.
The Dblank, previously brought to the shape
shown in Fig. 6, is put in the lower die G,and
within it is placed a piece of india-rubber, H.
The closing-die is shown at I, and the plunger
at J. TFig. 4 shows the parts in readiness for
descent of the closing-die. Iig. b represents
the same parts after the closing-die has de-
scended, and the plungerhasdeliveredits-blow.

These illustrations are sufficient to indicate
the scope of my invention, and the advan-
tages to be derived {rom the method of man-
ufacture which it contemplates.

In lieu of rubber, any other suitable body
possessing proper coherence, and yet suscep-
tible of being displaced by the action of the
plunger, may be employed. |

By themethod of operation herein described,
it i3 practicable to reproduce on the article
any desired engraved pattern or ornamenta-
tion, thus dispensing with the laborious, ex-

for such purposes. When embossing the ar-

| ticle with fine or delicate figures, it is found

desirable, after the first blow of the plunger,
to take the article from the dies and anneal

| it, and then replaceit in the dies, and subject

it again to the action of the plunger, which
removing and annealing may be done three or
four times, or as often as may be required, un-
til the impression is perfectly distinet.
What I claim, and desire to secure by Let-
ters Patent, 15—
The combination of the female die, closing-

die, plunger working independently through

one of the dies, and the yielding and displace-
able former or block, for joint operation, as

shown and set forth.

In testimony whereof 1 have signed my |

name to this specification before two subsecrib-
ing witnesses.

GEORGE STETTER.

Withesses:
- W, H. L. LEE,
WM. H. WiILLIs, Jr.




	Drawings
	Front Page
	Specification
	Claims

