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To givid?, it gig concern: 
ise it kicity that, , G-EorgE '73 (TE, 

citizes, e. 
City, in the county of Venango and State of 
Senasylvania, have invented certain they 
& ad useful inprovements in Processes of 
liviaking yetal rings for Pipe-Colaplings; 
&nd do hereby declare the following to b: 
a ful, clear, and exact description of the 
vention, sue wiii enable others 
the art to yhich it. 
ise the same. 

i. 

appertains to a: 
Ryinvention coi s 

hereinafter described, re it (i 
to the accompanying drawi in 
vention is fully disciosed int il 
description and clais. 

Referring to the said drawin 
represents a perspecitive yi 
a skelp from which 
are made. ifi 
view of the s! 
of a blank for a ring, 
ing cut from the skelp, the 
being br £ig. 4. rer 
blank bent, into circular for preparatory to 
welding, Fig. 5 is a sectional view as it ap 
pears after welding. Fig. 6 is a similar view 
of the ring after the end portions are flared 
'or fianged. Figs. 7 and 8 
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fively illus trating one ineals which 
for ruing the ring aid 
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bead and by having 
war y for ii 
abie : 

in the 
this class, 
rings and i 
pens that sh 

i: ei?" (ids firing i!e: ' (I) ( is is: 'ing 
(; of receiving a silii. 

insequence it fittently h;?)- 
contain said holes or defects 

which would cause leakage if the rings were 
used in a pipe line. To prevent this, it is 
necessary to test each ring by by cir: Illic 
pressure 9r pneutratic pressure and discard 
those which are defective, which adds con 
siderably to the cost of production. \ 
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According to nay invention i pro;}ose to 
innake these rings if wrought iro or steel. 
and preferably to: rollied steel, and rigs pr: - 
duced y the herein tiescribed rocess will be 
entirely free fro) defects which colid calise 
jeakage in ille pipe line. 

in carrying out y is rocess. fi!'s "oil or 
otherwise forts : * six:ip , prefe!"ably of 

! steel winic! is is: a thicki {u: () is tie 
sired in the is lished 'ing all of a widih 

iia in the desir's esti e ring. Such 
a skel is it; iii, aied it; it ... and it is 
is vict (; ; ; ; (; ; if its ::ces vit is a tentir: 
longitidill i) eat or rii 
eigest of the skell aire 
or boy'eted so that the is: 
skei; is less broad than 

| cleariy; si{}wn in jig. 
of the skelp may therefore res: 
cited foward ti ( i) { a } {i : 'e. 
iroie?i (i' (it if "wist' fr) 'is' in ting is and is 
their cut tip into talks (ne of whi 
dicaied it it is , , ; c. \ . . . 

two ends of the lank parliei and inclinect 
{() the fiat faces thei' () is slow at ?t' ('. 
The blank is the cated : i) { }elt in any 
suitable anile in a circula' or with the 
bead at on the inside, bringing the elds (t" a together it position to ia slightly, and 
said ends are to Weil (: . It will be seen 
that y citing the elds if the islaink parallel 
and inclined to the faces thereof, they will 
ci); he togethel' ii) the list advantageous 
is ne! () for in , S: {{ i \\{a,d, as indicated ii) isy. 4. 
jig. 5 sity's in section the ring as, thus 

: ; for net, it vibe (it is at the ea? a 
exie its e} irely ai' ind the interioi of the 
; it is fiat he inds (if the ring formed 
by ig levee adges f : 'e leveled from 
lie () i? side it waitiy. The ring is now heat 
it aid tic narginal or euil portions are bent 
* if: 'ed (if Yardly in any suitable manner, 

: s it; (iiia it 
i. i*i; its the 'tiges a? a of the ring perpen 

ic' lar with the longitudinal axis of the 
'ing as clearly indicated in Fig. 6. 

welding the rings, there must of neces 
sity be slight variations in their internal di 
acter and it is desirable to bring all the 
rings of a certain required diameter to the 
same size, in order to adapt then for use 
with the standard sizes of pipe with which they are to be used. 

ai (', 'ilicit has the effect of . 
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In order to finish the rings so that they 
will be true circles and also to bring them to 
exact size, they are subjected to Internal 
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. To accompilsh this result I prefer 
to employ tile uealls slown in Figs. and 
S in which B represents a die or expander 
for illed in segmeills allu provided on its ex 
terlor with a horizontal annual groove () 
to receive the lead a of the ring to avoic bluising it, and provided laterially with 
incline wedging surfaces U' which engage 
a lilovable tapei'eu Weuge liock C. The 11g 
A is place. Over the expaiuel i3 and tile 
yedge U is pressed illio tile expandel' lul any 
desired Way, as by a hydraulic rain indi 
cated at D, tilus expanding the ring until its 
internal diameter is brought to tie desired 
size. The expansion of the rings io bring 
then to size, or in other Woi'(ts, to stanc 
ardize them, may be accomplisired by Other 
means. The particular nieans herein sinown 
and describec for is no part of the present 
in Velution anti will be covered by a subse 
quent application to be filed by he he real ter. 
What 1 claim and desire to secure by Let 

ters latent is:- 
1. The herein described process of form 

ing metal rings provided with flared ends 
and an internal bead, which consists in 
follning a skelp having a central longitudi 
nal bead on one face, and lateral edges in 

- clined toward the beaded face, severing said 
skelp and forming a blank there from hav 
ing its ends parallel and inclined to the 
faces thereof, bending the blank into circu 
ial for in with the lead on the inner side and 
welding the ends together, flaring the ends 
of the ring so formed and bringing its in 
clined edges perpendicular to the axis of the 
ring and expanding the portions of the ring 
between said flared portions to luring it to 
a true circle of required diameter. 

2. The herein described process of form 
ing metal rings having all internal bead, and 
flared ends, which consists in 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 
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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 
ing metal middle rings for pipe couplings 
which consists in bending a plate or blank 
having its edges inclined toward one of its 
faces, into ring form, welding the ends of 
the blank together and then bending inar 
ginal portions at each end of the ring out 
wardly to bring the inclined faces thereof 
perpendicular to the axis of the ring, sub 
stantially as described. 

4. The herein described process of form 
ing a Wrought metal middle ring for pipe 
couplings having an internal bead and out 
wardly flared ends, which consists in form 
ing a blank consisting of a flat 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 bead on the inside, welding the 
ends of the blank together, and preserving 
the continuity of the bead during the weld 
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ing operation, bending the marginal por 
tions of the ring at each end thereof out 
wardly and expanding the ring to a circle 
of predetermined diameter while preserving 
the internal bead, to true the ring and stand 
ardize it. 

The herein described process of form 
ing a wrought illetal middle ring for pipe 
coolings, having outwardly flared ends, 
which consists in forming : blank consistin 
of a plate of wrought metal, bending sai 
lank into ring form, and welding the ends together, bending marginal portions only of 
the ring, at each end of the same outwardly 
to form packing recesses, and expanding the 
welded and flared ring to a circle of pre 

. (etermined internal diameter, to true the 
ring and standardize it. In testimony whereof I affix my signa 
ture. in the presence of two witnesses. 

(EORGE ENRY WHITE. 
Witnesses: 

Jos. W. BARR, 
J. P. KINGSLAND. 
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