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MODERN FORGING.
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r, shape, but the principle of its
formation is the same. '

Take a bridle of cirenlar form first. By

one method the ?'e would be turned round
and welded as a distinet ring, and the stem
then welded to the eye ; by another method |

fullered stem B, placed in position for weld- | need not be commented on, as they are just 1 .‘

m%he i | like the same kind of work noted in earlier
iron from which the bridle A is made

X - rc. The truth of the ring is guaranteed | &
18 somewhat larger than the finished sec- E;pe h_

slipping it over the anvil beak and cor-

tion—say, §in. each way—and the ring is | recting its form with the hammer, or over
a sugar-loaf-shaped casting (Fig. 86), kept in

first tarned round to a smaller diameter

_ @ portion only of the eye would be form
~and welded to another ion made in 3'!
a portion of the stem ; by a third
~ Wethod the eye would be turned round of
. Me same metal as that from which the
- Mem is formed, and welded.
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er ¢ ring when fnished. tlirce or four sizes in well-appointed shops,
of this is to allow some finishing = and flatters, fullers, and swages are employed
the bridle with fullers ' for finally finihing the vanous flat and
have the effect of re- | curved surfaces.

ing the diameter. |  When the bridles are large, the bending is
will be in- | best done in the manuer shown in Fig. 87,
ly augmented toany | and the same method is likwise applicable
it eould not be re- | to the bending of large rings in general. A

ing the ringand bridle | a central hole, is bolted down on the
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cast-iron disc A, of suitable size, and Imnﬁ
face
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