




























































































Dickle Darrel

Marshall F. Richmond, CMW

A BEGINNER’S COURSE IN
JEWELRY CRAFTING AND REPAIR

RING SIZING

hanging the size of finger rings is probably the craft

work done the most by a jewelry craftsman. Since
most rings that need to have the finger size changed are karat
gold, the following steps in sizing will be explained applying
to gold rings. For practice, though, we will use silver solder
and brass metal instead of gold—these file, solder, shape, and
polish much like karat gold. And since we’re just practicing,
the cost of these materials is much less.

Silver solder is a white metal and brass is a yellow
metal. Therefore, it would seem that where silver solder is
flowed on brass it would appear white. However, for some
reason (that I cannot explain), the silver solder seems to take
on the color of the yellow brass when flowed. Also, after pol-
ishing it is usually the same color and does not show as a sol-
der joint.

SIZE THE RING
The first step in sizing a ring is to have a ring to size. We
should cut from a sheet of brass 1% mm thick a strip about
4 mm wide by 2% inches long. This can be bent in a rough
circle with pliers. When the ends are together in a good fit, a
small chip of silver solder can be placed between the two ends
with the spring of the circle of metal holding it securely in
place (see Figure 6A).

Next, light the torch and adjust the flame. Slightly
heat the metal. Take a flux brush dipped in Batterns or anoth-
er good flux and apply the flux to and around the solder. With

Figure 1

30 Horological Times/November 1990

the metal preheated, it should sizzle and turn white. Heat then
can be applied directly to the solder and equally on both sides
until the metal starts to turn red. At this time the solder
should flow. When the solder flows smoothly, remove the
heat. While the ring is still hot, it can be dipped in the pickling
solution which will remove all the flux and any oxides created
by the application of heat.

The next step is to round the ring by placing it on a
tapered ring mandrel and hammering it out with a rawhide
hammer. This should come out to be about a size 11.

TOOLS TO USE

We now have a ring to practice on, and it has already been sol-
dered together with a butt joint which will work for sizing a
ring smaller. However, before we go any further we should
check the tools and equipment to be used. Figure 1 shows:
1) rawhide mallet, 2) bench pin filing block, 3) sheet solder,
4) torch, 5) ring clamp, 6) flux in a small jar with flux brush,
7) heat pad.

In Figure 2 is shown: 1) ring mandrel, 2) jewelers
saw, 3) flat-nosed pliers, 4) side cutting pliers, 5) chain nose
pliers, 6) fine cut half round file, 7) parallel pliers, 8) fine-cut
flat file with smooth edges, 9) sheet metal shears, 10) heavy-
duty tweezers, (11) dividers, (12) vernier calipers or mm gauge,
13) watchmakers bow pliers, 14) three corner or triangular
needle file, 15) chasers hammer.

Materials needed in addition to the solder and flux
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mentioned are: ring sizing stock for enlarging (this can be brass
from the sheet that the ring was cut from, as you will be work-
ing in brass), pickling solution, shielding material (wet sand,
wet tissue, or commercial shielding compound), a jar of water
for rinsing after pickling, tripoli and rouge for polishing. Also
necessary is polishing equipment similar to that shown in Fig-
ures 3 and 4.

MAKE A PLAIN WEDDING BAND

Let’s start by following step by step. The simplest sizing job is
probably making a plain wedding band smaller using a butt
joint (see Figure 6). As the brass band that you have already
made is a size 11, let’s make it a size 10—one size smaller.

With the jewelers saw, cut through the ring just to
one side of where it was soldered together while holding it
against the bench filing pin. With the dividers, measure one
size on the ring gauge (Figure 5), or measure 2.61 mm with the
vernier calipers, and mark for the second cut in the band. Mark
it so the first solder joint will be cut out. Saw this cut parallel
to the first one, and the piece removed should be 2.61 mm less
one saw blade thickness. With the watchmakers bow pliers,
bend the ring to close the gap and align the ends so they match
perfectly. Break off a small piece of solder just slightly larger
than the width or thickness of the ring and insert it in the
crack where the two ends come together.

Light and adjust the torch, and apply heat enough so
that flux applied with the brush will sizzle and turn white.
With the flux brush, cover the joint area with flux, then
heat with the torch. Apply the flame directly to the solder and
move the flame back and forth so that the metal on both sides

Figure 3 {left}. Polishing
motor with two spin-
dles for quick change of
buffs.

Figure 4. 1—tripoli polishing abrasive; 2—rouge polishing abrasive; 3—
inside ring buff for tripoli; 4—emery cone on inside ring buff; 5—inside
ring buff for rouge; 6 & 7—cotton polishing buffs for tripoli and rouge.

MURPHY’S
CRYSTAL SERVICE

* 24 hour turnaround on most jobs.
* Very competative prices

* Specializing in custom cut
glass crystals

* Latest state of the art equipment

PHONE (209) 576-8865
2324 WESTMINSTER DR.

MODESTO, CA 95355

ATTENTION

Watchmakers & Jewelers

CONOVER & QUAYLE, INC.
WILL BEAT ANY
ADVERTISED PRICE ON
VIGOR & BESTFIT
EQUIPMENT & SUPPLIES

Call Now
1-800-448-7786

NY STATE 1 (212) 840-1606

REMEMBER . .. ROLEX
MATERIAL OUR SPECIALTY.
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