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§ 1n which

“desired

In order to finish the rings so that they
will be true circles and also to bring them to
exact size, they are subjected o mternal
pressure or expansion to the required ex-
tent by a circular die or tool, so that they
will all be brought to a uniform diame-
ter. "o accompish this result 1. prefer
to employ the weaus showi 1 Kigs. ¢ and
B represents a die or expander
formed 11 segnieats and provided on ils €X-
terior With a horizontal annuiar groove b
to receive the bead « of the ring o avoid
brusiig 1t, and provided mternally with
inclined wedgmg surtaces 7 wihich engage
2 movable tapered wedge biock C. The riuyg
A’ is placed over the expandcr 13 oand the
wedge U 1s pressed 110 the ex pallder 1L any
way, as by a hydraulic raum 1ndi-
cated at D, thus expanding the rilig until its
internal diameter s brought to the desired
size. 'The expansion of uie rigs to bring
them to size, or in other woruas, to staud-
ardize them, may be accomplisied by other
means. Lhe pardcular nieans hereln shown
and described forms no part of the present
nvention and wil he covered by a subse-
guent application to e fiied by meé hereatter.

What L claim and desive to secuve by Let-

ters Patent 18 :—

L. The herein described process of form-
ing metal rings provided with flared ends
and an internal bead, whiel consists 1n
forming a skelp baving a central longitudi-
nal bead on one face, and lateral edges 11-

clined toward the beaded face, severing said

skelp and forming a blank therefrom hav-
ing its ends parallel and inclined to the
faces thereof, bending the blank into circu-
iy forin with the bead on the mner side and
welding the ends together, flaring the ends
of the ring so formed and bringing its 1n-
clined edges perpendicular to the axis of the
ring and expanding the portions of the ring
hetween said flaved- portions to Lring 1t to
. true civele of required diameter. |

5 The herein deseribed process of form-
ine metal rimgs having an internal bead, and
dared ends, which consists 1in forming a
blank consisting of a flat plate of a width
substantially equal to the length of the de-
sired ring, and a length greater than the
periphery thereof, said plate being provided

E

ing

together, bending marginal
.t cach end of the same outwardly

delermined internal diameter,

1

i

040,414

with a longitudinal bead on one face, and
having its edges inclined toward its beaded

face, forming the blank into a ring with the

bead inside and welding the ends together
and then flaring the ends of the ring out-
wardly, and bringing said inclined - edges
perpendicular to the axis of the ring. |

3" The herein described process of form-
» metul middle rings for pipe couplings
which consists in bending a plate or blank
having its edges inclined toward
faces, into ring form, welding the ends of
ihie blank tegether and then bending nar-
oinal portions at each end of the ring out-
wirdly to bring the inclined faces thereof

perpendicular to the axis of the ring, sub-
stantially as described.

‘. The herein described process of form-

ing a wrought metal middle ring for pipe

* - .

couplings having an internal bead and out-
wardly flaved ends, which consists in form-
ine a blank consisting of a flut plate of
wrought metal having a longitudinal bead
located centrally on one face of the same,
bending said blank into the form of a ring,
with the bhead on the inside, welding the
ends of the blank together, and preserving
the continnity of the bead during the weld-

one of 1ts
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ing operation. bending the marginal por-

vons of the ring at each end thereof out-

wardly and expanding the ring to a circle
of predetermined diameter while .preserving
e internal bead, to true the 1ing and stand-
ardize 1t. ~ . f

< The herein deseribed process of form-
ing a wrought metal middle ring for pipe
couplings, having outwardly flared ends,
which consists in forming a biank consistin
of a phate of wronght wetal, bending sal
Llank into rine form, and welding the ends
portions only of
the ring,
(o form packing recesses, and expanding the
wolded and fared ring to a circle of pre-
to true the
ring and standardize 1t.

[n testimony -whereof T affix my signa-
(ure. in the presence ot two witnesses.

GRORGE ITENRY WHITE.

Wituesses: |
- Jos. W. DBARg,

J. P. KINGSLAND.
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