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PROCESS OF MAKIMNG METAL RINGS.

SPROIFICATION forming part of Letter

Application filed October 13, 1603,

—

s Patent Mo, 764,883, dated July 1%, 1804,

Serin] Wo, 176,840, (Ho gpecimans.)

To all whowm it Duey Coneeriv:

Be it known that I, FrRaxk MOSSBERG, arest-
dent of the town of Attleboro, in the countly
of Bristol and State of Massachusetts, nave in-
vented certain new and usefuil improvements
in Processes of Making Metal Rings; and 1 do
hereby declare that she following 1s & tinil,
clear. and exact description thereot, reference
being had to theaccompanying drawings, and
to the letters of reference marked thereon,
which form a part of this specification.

This invention pertains to a new method or
process of making rings, and has for its ob-
iect 1he construction of ornarental finger-
rings, as well as rings for various cther pur-
poses, by drawing or swaging. To produce
the rings in this manner, stock 1s roiled into
sheets of the required thickness, from s hich
circular blanks are cut and swaged by a se-
ries of operations into a ring of the desired
form and size, thus producing a continuous
hand from one solid piece of material without
a joint, with its surface and cuges hardened,
finished. and polished ready for service with-
out the necessity of turning or grinding, as s
1ow the case in Hnishing a finger-ring made
in the ordinary manner, - |

The invention consisis of novel features and

game. as will

narts and combinations of the s
wind then point-

be fully described hereinatter a
ed out in the claim.

A practical embodiment of the inventlon IS8

\’IT"
presented in the accompanying drawings,

forming a part of this specification, in which
similar characters of reference indicate corre- |

sponding parts in all the views.

Ficure 1 represents the blank as cut from
the sheet-stock. Fig. 2 represents the biank
in place on the die with the plunger in Post-
tion above it. Fig. 3 represents the plunger

as having deseended and foreed the stock 1nto
the die. Tig. 4 s a sectional view of the cup-

shaped piece formed from the bloek, g, 5

Slustrates said cup-shaped piece inits die with
the cutter-plunger ready to descend and punch
out the bottom. Fig. & shows the cup with
the bottom punched oub. Fig. T illustrates

the forming-diesasdrawnapart with the blank

| the plunger B into the ale i

lustrated in Fig. 3.

Thenextoneration is that ilhustrated in Iig.

dotted in position te bestruck up n the desired

form. Fig. & shows said forming-dies ¢ osed

with the ring in position therein swaged inilo
shape. Fig. 9 shows the finished ring in sec-
tion swaged into an oval or convex form on
its outer periphery. Fig. 10 is a view in cie-

vation of a finished ring.

Referring to the drawings, A is the Circu-
1

1ar blank or.disk, which may be struck fron:
sheet metal previously prepared in any suit-

+hie manner and made to the desired gage.
The material used may be gold, silver, brass,
steel. or any other suitable metal or material
which may be cut, drawn, and swaged 1nto
he desired form. The material after being
cut to the desired size and shape is forced by
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said plunger B being reduced 1n diameter o

an amount double the gage or thickness Of
the material to be worked. When 1t is de-
<red to make aring whose periphery is inan
sval form like that iilustrated in Fig. 9, the
honlder where the reduced portion € joins
the larger portion of the slunger is rounded
sut or Blleted on a laree radius, which 1s nec-
essary for turning or forcing out the upper
edee ¢ of the blank 1 the desired amount as
e materizl is forced inte the die, as best
The end of the said
ninneer C is also rounded about its lower edge
on a radius sufficient to draw and round U
ihe matorialon the outside the desived radius

L

on its lower edge ¢, asalso illustrated in Fig. 4.

Theaffect of this operation is to crowd or coni-
dense the metal at the points ¢and ¢, making
rhe metal at these pointsof maximumhardness,

4
The work £ isplaced inthe proper die F made
to receive it. The plunger (+ is forced down
throneh the work, punching out the bottom
of the cup, which bottown falls in the form of
o small disk. leaving the work in the form of
o ring H. (See Fig. 6.) This punching ob-
eration does not materially alter the condensed
or hardened condition of the metalate’. The
vino-blank thus provided has 1ts lower end
rounded in at/ from its periphery Lo.its lower

&

inside edee on the arc of a circie which ex-
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tends substantially one-half the width of the
ring.

- rounded off at «, but onareverse curve to that
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of the lower edge, which curve extends from
the inside circle to the upper outside edece and

extendsdowninto the ringapproximately one- |

half its width. The ring is next placed in the
3 ]

forming-dies, (illustrated in Fig. 7,) said dies |
- being made in two parts J and K, with a re-

movable center post M through the lower die.
These dies ure both cupped out into the form

in which the periphery of the ring is to be

swaged, and as the dies are brought together
the upper edge of the metal in the ring is
turned over or drawn in against the post M

Into the form illustrated at B in Fig. &8, the |

condensed or hardened condition of the metal
at said edge remaining unaltered as a result
of thislaststep. Thediesare then separated,
the center post withdrawn, and the ringe is

turned out With & con vex periphery, the form |
Hlustrated in Figs. 9 and 10. -
¢ blanks A may he |

it will be noted that ¢

-cut from the sheet stock and swaged into the

25

form of cup I in one operation, if desired,

‘without departing from the spirit and scope

of my invention.

- the advantages of my improved method of |
making rings will be apparent to those skilled

The apper edge of this ring is also ;

hardand durable.

764,582

1n the art to whieh it appertains. It will be

particularly noted that by employing forming-

-dies which act on the edooes of the ring-hlank

in the manner described the metal in said

30

cdges is closely condensed, whereby the edges

of the finished article are made extremely
Fhisisof particular advan-
tage In making rings of very thin stock, in
which it 1s absolutely essential that the edges
be of maximum hardness to withstand wear.

‘Having thus deseribed my invention, what
I elaim as new, and desire to secure by Letters
Patent, 15—

The method of forming rings, consisting in
“drawing a blank into the form of a eup and

sunultancously swaging or forcing the upper
inner edge outward, and drawing the lower

outer edge into a rounded form, all in the
- same operation; punching the bottom from

said cup, whereby a ring-blank having taper-
Ing cdges is secured; and finally forcing said
upper edge inward, whereby a plano-convex
ring i1s formed. |

In testimony whereof I have hereunto sot my

hand this Tth day of October, A. ). 1903.

| FRANK MOSSBERG.

In presence of —

| Howarp E. BarrLow,
RANK A. FosTisr.
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