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METHOD FOR CHANGING THE SIZE OF WAX RING 

PATTERNS 

BACKGROUND 

The ‘lost wax process involves making a wax pattern for 
every casting to be produced. These patterns are made by the 
injection molding of wax into precision metal dies. The wax 
patterns, with sprues attached, are af?xed to a plate or base 
and the assembly is placed in a metal ?ask which is then ?lled 
with a refractory investment mixture. After the investment 
material has hardened, it is inverted in an oven at an elevated 
temperature and the wax pattern is melted out of the invest 
ment. Molten metal is then poured into the investment to form 
the ?nal product such as a ring. After the metal solidi?es, the 
investment is broken away and the casting is removed and 
?nished by polishing. . 
The metal dies used in the above process are difficult and 

costly to make. In making rings, one or two dies of a standard 
size are used for all wax patterns. The wax patterns are there 
fore made in standard sizes, such as size 10 for men and size 7 
for women. In order to make a different size ring, a wax pat 
tern is ?rst made in the standard size. The ‘sprue portion of the 
ring is then cut out and the ring is placed on a a tapered man 
drel which is scored with the various ring size markings. _A hot 
iron is dipped into a reservoir of wax and the ring opening is 
then welded to close the band of the ring. 
The disadvantages of this method are threefold. The weld 

ing obliterates any decorative detail in the area of the weld. In 
addition, the welded portion is tapered in accordance with the 
shape of the tapered mandrel. After the weld is completed, the 
sprue must be replaced carefully onto the ring for proper for 
mation of the investment. ' 

The present method overcomes the above objections and 
disadvantages in the prior art by the provision of a method 
described and shown in the following speci?cation and 
drawings. 

THE INVENTION 

A wax pattern is formed by any conventional technique. In 
the improved method and means of this invention, the wax 
pattern is cut on each side of the sprue and a bar, such as a 
cylindrical bar. having the desired diameter is then placed 
within the ring. The portions of the band adjacent the cut por 
tion are then positioned against a half mold which has the 
desired detail for the band portion of the ring. The mold also 
has a bore hole or gateway which is then placed against a wax 
injector. The wax is injected into the half mold and seals the 
band of the ring. At the same time, the desired detail on the 
band of the ring and an appropriately positioned sprue are 
formed on the ring. The half mold includes means for gripping 
the cylindrical metal member and pressing it against the half 
mold. 
The invention is set forth in greater detail in conjunction 

with the attached drawings in which: 
FIG. 1 is a perspective view of a standard size wax pattern 

for a ?nger ring. . 
FIG. 2 is a perspective view of the pattern shown in FIG. 1 

with the sprue and a portion of the band cut away. 
FIG. 3 is a front elevation of the ring shown in FIG. 2 illus 

trating the reduction of the internal diameter. 
FIG. 4 is a top view of the half mold for remaking the band 

portion of the wax pattern. 
FIG. 5 is a sectional view of the mold of FIG. 4 through 5-5, 

with a ring positioned thereon. . 
FIG. 6 is a sectional view of the mold of FIG. 4 through 6-6 

and of a ring thereon. . 
FIG. 7 is a perspective view of the pattern shown in FIG. I 

having a reduced inside diameter. 
- Referring to FIG. I, a wax ring pattern 11 of a standard size 

is shown with an inside diameter D. An integral cylindrical 
sprue 12 extends normal to the lower or narrow side of the 
band and is normally used for the handling thereof and to form 
a gateway for the latter pouring of metal into an investment. 
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2 
Dual ridges I3 are shown which are representative of the 
designs which may appear on the band portion of the ring. 

FIG. 2 shows the ?rst step in the preparation of a ring of a 
changed size. The sprue l2 and an adjacent portion I4 of the 
band of the pattern have been removed. This is accomplished 
by merely cutting through the band portion of the ring with a 
knife or other sharp or heated instrument. 

FIG. 3 illustrates the reduced inside diameter d of the pat 
tern ll desired. Alternatively, the inside diameter d may be 
slightly larger than the original diameter D. The new inside 
diameter of the ring is determined bythe diameter of member 
IS. The term cylindrical as used for member is is intended to 
encompass the oblong shape which is used for many rings 
wherein the diameter d, as shown in FIG. 3. is not as great as 
the diameter in a direction perpendicular thereto. ' 

FIG. 4 is a top view of a half mold 16 for use in the present 
invention. A gateway l7 communicates with one side of the 
half mold and mold cavity 18. The mold cavity includes 
grooves I9 representative of a design which is desired for the 
band portion of the ring. The cavity 18 is. shaped to form a seg 
ment of the band portion. The half moldl includes holes 20 for 
the purpose set forth in greater detail below. 
A cross section of the half mold I6 through lines 5-5 is 

shown in FIG. 5. A ring lll having a cylinder 15 therein, cor 
responding to the arrangement shown in FIG. 3, is secured to 
the half mold by means of a bar 21 through the center of the 
cylinder. The bar 21 is attached to the half mold by securing 
means 22 in holes 20. This arrangement is formed by position 
ing a cylinder 15 within the ring Ill and compressing the ring 
tightly around the cylinder. The ring is then placed into the 
cavity 18 of the half mold 16 while maintaining a compressive 
force on the ring. Simultaneously, the securing means 22 are 
tightened to maintain a tight ?t between the half mold, the 
ring, and the cylinder. One of means 22 may be shorter than 
the other to assist in holding the wax pattern securely against 
the half mold and in the cavity. 
A cross-sectional view through lines 6-6 of FIG. 4 is shown 

in FIG. 6 to illustrate the manner in which the opening in the 
band of the ring is aligned with the gateway 17 in the half mold 
16. 
The change in ring size is completed by placing the enlarged 

portion 23 of the gateway I7 against the nozzle of a molten 
wax injector. The injector is of conventional construction and 
is not shown herein. It comprises a reservoir of wax which is 
maintained in a molten condition. Upon pressing the gateway 
opening 23 against the injector nozzle, an air cylinder is actu 
ated to force the liquid wax into the half mold. The ?owing 
wax closes the opening in the band and reforms the sprue and 
desired design characteristics. 
The completed wax pattern is shown in FIG. 7. The above 

process and device provides a new band portion 24 within 
dotted lines 25. The design 26 corresponds with the grooved 
portions of the half mold l9 and the sprue 27 is properly posi 
tioned on the band. Note that the sprue 27 and reformed por' 
tion 24 would normally be, opposite the stone portion 28 of the 
ring. The removal and reforming of this. portion preserves the 
symmetry of the ring and is usually at the narrowest portion of 
the ring. 

This invention has been described in terms of speci?c em 
bodiments set forth in detail. Alternative embodiments will be 
apparent to those skilled'in the art in view of this disclosure, 
and accordingly such modi?cations are to be contemplated 
within the spirit of the invention as disclosed and claimed 
herein. 

lclaim: 
I. The method of changing the size of a wax pattern for a 

ring having a ?rst predetermined diameter which comprises 
removing a portion of the band of said ring, inserting a bar 
having a second predetermined diameter into the band of said 
ring, compressing said ring around said bar to maintain con 
tact between said band and said bar, positioning said band in 
cluding the space leftby said removed portion in a mold hav 
ing a cavity which corresponds to the desired shape of said 
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band, injecting wax into said mold to reform said band solidi 
fying said wax, and removing said pattern from said bar and 
said mold. 

2._The method of claim 1 wherein said wax pattern includes 
a sprue on said band, which comprises removing said sprue 
and closely adjacent areas of said band, and positioning said 
band and bar into said mold which contains a gateway com 
municating with said cavity. 
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4 
3. The process of claim 1 wherein said cavity has a shape 

which produces a desired design on said band upon injecting 
of said wax. 

4. The process of claim 2 wherein said positioning of said 
band and said bar into said mold comprises attaching said bar 
to said mold. 


