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“to the sides thereof, placing the mold-groove
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To all whom it may doncermn:

Beit known that I, Frank C. WIDMANN, a |
citizen of the United States, residing at |
Cleveland, in the county:of Cuyahoga and |
State of Ohio, have invented a certain new |
and useful Improvement in Ring-Molds, of |
which the following is a full, clear, and exaci
description, reference being had to the ac- |
companying drawings. :

My invention relates to molds such as are
used . by jewelers for casting rings, and has
for its object to simplify the construction of
such molds by making the same of the small-
est possible number of parts; to permit per-
fect casting, whereby the necessity of melt-
ing and recasting imperfect rings is avoided,
with a consequent saving of time and ex-
pense; to provide a mold wherein the head |

be given a shape that will adapt it for the re-
ception of the setting without further manip-
generale to improve and sim-

plify the construction of molds of this char-
acter. I accomplish these results by the in-
vention illustrated in the drawings, de-
scribed in the specification, and set out more
particularly in the claims hereto appended.
Referring to the drawings, Figure-1 is a |
perspective view of the sections or parts
forming the mold, showing the same prior to

tion: of the assembled meold. Fig. 3 repre-
sents :n elevation of one of the mold-sections
with the core in place therein, and Fig. 4 an
enlarged sectional view of the head-core and
the adjacent portion of the ring. . ,
Describing the parts by reference charac-
ters, 1 and 2 designate the body portions or
sections of the mold. These sections may be
formed of rectangular blocks, as show, and
they are provided each with an incomplete
annular groove 3 4, respectively, whereby
when the sections are assembled, a complete
mbold-groove is provided for the body of the
ring. Each groove 3 4 is provided with a
suitable num%gr of vents 56, formed in the
inner faces of the sections 1 2 and extending:

in communication with the .atmosphere.
Four such vent-passages are shown, the pas--
sages in one member matching those in the
other, whereby when the sections are assem-
bled four complete vent-passages are pro-

vided, extending from the anold-groove to

the outside of the mold, as shown in Figs. 1
and 2. Two of these vent-passages com-
municate with the upper portion of the ring-
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mold groove' and extend thence upwardly .
to the outér surface of the mold, while the -

remaining>two communicate with the lower
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portion of the ring-mold groove and extend

downwardly to the exterior of the mold.

The mold-section 1 is provided with pins 7
and the section 2 with holes 8, so located as
to enable the sections to be assembled%gth
grooves 3 and 4 and with vent-passages 5
and 6 in opposition to each other. Eacl—f of
the sections 1 and 2 is provided with an inlet~
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groove 9 10, respectively communicating

with its mold-groove, said inlet-grooves form-
ing when the sections are assembled a hop-
per-like inlet for pouring the molten metal
mto the mold. Each of the sections 1 and 2
is also provided in the lower portion thereof
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with a groove 11 12, respectively, extending 5

from the lower surface of the section to the
lower portion of the ring-mold groove.
These grooves are of such shape as'when the

sections are assembled to provide a passage- -

way adapted to receive and closely surround
the core 13, by which the ring-head is formed.
To secure the parts of the mold together, 1

provide each section with a hook 14 and

stud 15, whereby the parts may be held in.op-
erative relation during the operation of cast-
ing.

The core 13 is preferably an integral body
having a stem 140, adapte&}:uo project throug
the lower portion of the mold, and an en-
larged body portion 150, the lower portion of
which is substantially cylindrical and the

"upper portion 16 of which is frusto-conical.

The frusto-conical surface is provided with
grooves 17, said grooves diminishing in
cross-section from the top to the bottom
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thereof. to form. correspondingly - shaped -

claws orarms for the setting. 'The lower-end
of each of these grooves communicates with
a vent-passage 18, extending the length of
the cylindrical portion of the core and com-
municating with the exterior- of the mold.
By the provision of the vent:grooves 5, 6, and

I/OO

18 I am always able to obtain a perfect cast-

-ing, with the result that no time is lost in

molding and recasting metal which has once
been poured in the mold, the only oper-
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ations necessary to be performed after cast-
ing being the filing and finishing of the ring
and the fitting of the setting.

‘In 2ll other molds of which 1 have any
knowledge the claws or arms of the ring-
head are either parallel with each other or
convergent, making it necessary to spread
the arms or claws epart for the reception of
the setting. This is an operation which not
only consumes time, but requires the exer-
cise of considerable skill in ¢rder to give the
same angle of divergence to each of the arms
or claws.

By reference to Fig. 4 it will be seen that
the upper end 19 of the body of the core 13

" is substantially conical, the apex of the core
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projecting through the ring-groove to form
the opening through the body of the ring be-
hind the setting. The bottoms of the
grooves 17 extend to this tapered body por-
tion 19, and at the lower ends of sald grooves
are provided shoulders 20, which define the
ends of the claws
making the body 15 of the maximum diam-
eter of the head and by providing the re-
cesses' or grooves 17, the bottoms of which
are the tapered outer surface of the’ conical
body 19, I am enabled to form the head with
diverging arms or claws, whereby the said
arms or claws are of a proper shape to_re-
ceive the setting and require only to be filed
and polished to fit them for the reception of
such setting. :

I may provide the lower ends of the mold-
sections with feet 21, extending below the
stem 14, whereby the mold may be support-
ed during the operation of casting. To re-
tain the core in place, I provide the same
with a hole 22, extending transversely there-
through, and provide each of the members 1
and 2 with corresponding holes 23 and 24.
A pin 25 may be inserted through the holes
22, 23, and 24, and thus hold the core in posi-
tion during the casting operation. The
provision of these holes in the mold-sections
and in the core facilitates the assembling of
the core in such position as to insure the
proper location of the claws or arms to pro-

duce a symmetrical ring-head. It will be

noted that the opposite ends of the hole
which extends through the body of the core
terminate in vent-passages. To prevent the
pin from blocking the vent-passages,. the
ends of the holes are reamed out or otherwise
enlarged, as shown at 26, thereby preventing
the obstruction of such passages by the pin.

It will be seen from the description and

- drawings that I have produced a very simple
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and efficient mold. The mold proper, com-
prising the core for forming the ring-head,

consists of but three parts, and these parts

. are of such shape as to be produced at a

- and disassembled. At the same ‘time by the |

small expense and to be readily assembled

“said last-mentioned

or arms of the head. By

" 5. In a ring-mold; t
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location and arrangement of vents I am en-
abled to avoid loss of time through imperfect
castings. :

Having thus
claim—

1. In a ring-mold, the combination of a
body portion having therein a mold-groove
for the body of the ring, and a core for form-
ing the head of the ring, said core being pro-
vided with diverging grooves and a vent-pas-
sage extending from the outer end of each of

rooves to the exterior of
the mold, substantially as specified.
- 9. In a ring-mold, the combination of the
body of the mold having a mold-groove there-
in for the body of the ring, of a core for form-
ing the head of the ring, said core having a
conical body portion at the inner end thereof
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‘described my invention, I
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with diverging grooves communicating with

the mold-groove, and vent-passages formed
in the body of the core and establishing com-

-munication between said mold-groove and

the atmosphere, substantially as specified.
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3. In a ring-mold, the combination of the

body of the mold having a mold-groove there-
in for the body of the ring, of a core for form-
ing the head of the ring, said core having a
conical body portion at the inner end thereof
with diverging grooves communicating with
the mold-groove and vent-passages formed in
the body of the core and extending from the
outer ends of the diverging grooves, substan-
tially as specified. :

4" In a ring-mold, the combination of a
body portion having therein a mold-groove
for the body of the ring provided with vent-
grooves communicating with the atmosphere,
and a core for forming the head of the ring,
said core being provided with grooves for
forming the arms or claws of the head and
vent-grooves communicating with the outer
ends of said grooves and with the atmos-
phere, substantially as specified.

e combination of a
body having therein a mold-groove for the
body of the ring, and a core for forming the
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head of the ring, said core comprising a sub- -

stantially cylindrical body portion havinga
frusto-conical head, said head being pro-
vided with grooves for forming the arms or
claws of the ring, said body portion being pro-
vided with vent-passages therein extending
from the ends of the grooves to the atmos-
phere, substantially as specified. .

6. In a ring-mold, the combination of a
body having therein a mold-groove for the
body of the ring, and an openi extending
from said mold to the exterior Ic:i%said body,
and a core removably fitted in said opening
and having grooves for forming the claws or
arins of the ring-head, and vent-passages ex-
tending from said grooves to the atmos-
phere, substantially as specified.

7. In a ring-mold, the combination of a
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body having therein a ring-mold gfdove and
a passage-way extending from the lower por-
tion of said groove to the outer surface of the

‘mold, said passage-way having a tapered in-

ner portion communicating with the ring-
mold groove and a cylindrical outer portion
extenging to the lower portion of the mold, a
core having a cylindrical body portion and a
tapered inner end adapted to fit the corre-
sponding portions of the passage-way, the ta-
ered portion being provided with grooves
or forming a ring-head and with vent-pas-
sages extending from said grooves to the ex-
terior of the mold, and means for securing
said core in place in said body, substantially
as specified. .

8. In a ring-mold, the combination of a |
body having a mold-groove thercin and a '
passage-way extending from said groove to

the outér strface of the mold, said passage-
way being substantially . frusto-conical in
section at its inner end, and a core for said
passage-way having an inner conical body
portion, and a frusto-conical portion fitting

3

the corresponding portion of said passage-
way, grooves being formed in said frusto-
conical portion of the core-hody extending
from the outer surface thereof to the conica
body portion, substantially as specified.

9. In a ring-mold, the combination of &
body having therein a mold-groove for the
body of the ring and a core for forming the
head of the ring, said core comprising an in-
ner end portion provided with grooves for
forming diverging arms or claws and an outer
portion extending through and to the exte-

‘rior of the mold and having vent-passages

therein extending from the outer ends of said
rrooves to the atmosphere, said mold-body
having vent-passages therein extending from
the mold-groove to the atmosphere, substan-
tially as specified. :
In testimony whereof I hereunto affix my
signature in the presence of two witnesses.
: FRANK C. WIDMANN.
- Witnesses: :
J. B. HuLt, .
ArBert II. BATES.
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