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Tn order to finish the rings so that they
will be true circles and also to bring them to
exact size, they ale subjected to 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. To accompush this result I prefer
10 employ the weans shown I Kigs. ¢ and
§ in which B represents a die or expander
formned 11 segiuests alid provided on ils ex-
terior with @ horizontal annuiar groove O
to receive the bead « of tue ring to avoud
Drusing i, and provided witernally with
inclined wedging suriaces ¢ which engage
a movable tapercd weage biock C. The riug
A’ is placed over the expander B and tue
wedge U 15 pressed 11io the expuiier 1L any
as by a hydraulic ram indi-
cated at D, thus expanding the ring until its
internal dimeter 15 brought to tue deswred
size. The expansion of tue rings to bring
them to size, or in other words, to stand-
ardize them, may be accomplisied by other
means. ‘Lhe particular nieans herein shown
and deseribed Torms no part of the present
invention and will be covered by a subse-
quent appheation to be filed by me hereatter.

What 1 claim and desive to secure by Let-
ters Patent is:—

1. The herein described process of form-
ing wetal rings provided with flared ends
and an internal bead, which consists in
forming a skelp having a central longitudi-
nal bead on one face, and lateral edges in-
face, severing said
skelp and forming a blank therefrom hav-
ing its ends parallel and inclined to the

faces theref, bending the blank into circu-
tar form with the bead 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 flaved- portions to Lring it to |
a true civele of required diameter.

9. The hercin deseribed process of form-
ing metal rings having an internal bead, and
flared ends, which consists in forming 2
blank consisting of a flat plate of a width

' Jetermined internal diameter,

substantially equal to the length of the de-
sired ring, and a length greater than the
periphery thereof, said plate being provided |

840,414

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-
ing metal middle rings for pipe couplings
which consists in bending a plate or blank
having its edges inclined toward one of its
faces, mto ring form, welding the ends of
the blank tegether and then bending 1nar-
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 flaved ends, which consists in form-
ing a blank consisting of a flat plate of
wrought metal having a longitudinal bead
locatedl centrally on one face of the same,
bending snid blank into the form of a ring,
with the bead on the inside, welding the
ends of the blank together, and preserving
the continnity of the bead during the weld-
ing operation. bending the
fions of the ring at each end thereof out-
wardly and expanding the ring to a circle
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marginal por- .

of prodetermined diameter while preserving

ihe internal bead, to true the ving and stand-
ardize it. ~ . '

5. The herein deseribed process of form-
ing a wrought metal middle ring for pipe
ouplings, having outwardly flared ends,
which consists in forming a blank consistin
of a phate of wronght metal, bending sai
Bblank into ving form, and welding the ends
together, bending warginal portions only of
fhe ring, at each end of the same outwardly
{0 form packing recesses, and expanding the
welded and flared ring to a circle of pre-
to true the
ring and standardize it.

In testimony whereof T affix my signa-
{ure. in the presence of two witnesses.

GEORGE IIENRY WHITE.
Wituesses:
Jos. \W. Bagg,
J. P. KINGSLAND.
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