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Z'o all whom it may concern: :

Be it known that I, Tmomas E. Murray,
a citizen of the United States, residing at
Brooklyn, in the county of Kings and State
of New York, have invented a certain new
and useful Improvement in Methods of
Uniting Metal Plates, of which the follow-
ing is a specification.

The invention is a method of uniting the
edges of metal plates, and comprises the
several steps hereinafter pointed out, where-
by portions of said edges are electrically
welded and the intervening unwelded space
or spaces between said welded portions are
sealed.

In the accompanying drawing—

Figure 1 shows two semicylindrical plates
having projections on their edges disposed
with the projections opposite one another
prior to welding. Fig. 2 shows said plates
after welding. Tig. 8 is a perspective view
of the tube of Fig. 2. Fig. 4 is a perspec-
tive view of the tube as in Fig. 8, but hav-
ing three projections and inclosing another
tube.

Similar letters and numbers of reference
indicate like parts. ;

When two elongated plates ave to be elec-
trically welded together at their edges, dif-
ficulties in making the weld everywhere
uniform are encountered, which become
greater as the length of the joint increases.
Cases, however, occur in which the struc-
ture into which the plates enter, while re-
quiring that there shall be a complete clo-
sure at the joint, does not require that said
joint in order to be sufficiently strong must
be continuous from end to end of the plates.
My method deals with this condition.

Referring first to Figs. 1 and 2, A and B
are two clongated semicylindrical metal
plates to be umited. On plate A, T form
two projections 1, 2, and on plate B two
similar projections 8, 4. The aggregate
length o, b and ¢, d of these projections is
to be such that the welded joints made be-
tween them will be strong enough to resist
whatever strain to which it may be de-
signed to subject them. The plates are dis-
posed in the welding machine with the pro-
jections on one plate opposite those on the
other plate, and the current being estab-
lished, the projections are pressed together
until they become electrically welded. Be-
tween the projections there will then re-

main an unwelded space, the width e, 7 of
which will depend upon the take-up of the
projections due to aforesaid pressure. In
practice it is preferable so to regulate the
amount of take-up that the metal at and
immediatély adjacent to the contacting suxr-
faces of the projections, which may be more
or less oxidized while heated by the cur-
rent, will be squeezed out of the joint and
into the extruded rib or fin. Thus, in Fig.
2 the amount of take-up is that shown by
the distance between the dotted lines in
Fig. 1 and the edges of the projections. I
then remove the welded plates from the
welding machine and introduce into the

- unwelded space between the projections any

suitable material 5 to seal said space. Pref-
erably, I accomplish this by electric arc
fusion, either depositing in the space metal
from a fusible pencil electrode, or with a
non-fusible electrode melting the metal of
one plate or both plates and allowing the
same to flow into said space.

_ If the tube of Figs. 2 and 3 is to resist
internal pressure, this pressure will be con-
sidered in determining the welding areas of

‘the projections to give the tube the neces-

sary strength.

Instead of sealing the unwelded spaces
by introducing a filling material, T may do
so by inserting between the sections of the
tube, an inner tube 6, Fig. 4. This is pref-
erably done before said sections are welded,
so that the extruded metal on the inner pe-
riphery of the oéuter tube will run between
the tubes and bind them together. The in-
ner tube then seals the unwelded space be-
tween the projections. Of course, if de-
sired. said space may in addition, receive
the filling 5 to render uniform the outer
periphery of the inclosing tube.

T claim:

1. The method of uniting two plates at
their edges, which consists in electrically
welding together portions of said edges,
and then sealing the unwelded space be-
tween said welded portions.
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2. The method of uniting two plates at

their edges, which consists in electrically
welding together portions of said edges,
and then introducine a filling into the un-
welded space between said welded portions.

8. The method of uniting two plates at
heir edges, which consists in electrically

-welding together portions of said edges,
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and then fusing metal and introducing the
same into the unwelded space between said
welded portions.

4. The method of uniting two plates at
their edges, which consists in electrically
welding together portions of said edges of
said plate s, and then fusing a 1)01L10n of
the metal of said plates and introducing the
same into the unwelded space between said
welded portions.

5. The method of uniting two plates,
which consists in forming proiections upon
the edges of said plates, electrically weld-
ing gaid projections together, and then fill-
ing the unwelded space between.-said weld-
ed projections with fused metal.
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6. The method of umtlng the longitudi-
nal sections of a tube, which consists in
electrically welding together said sections
edge to edge along 1)011:10115 of their lengths
while 1nclosmg an inner tube dlspow;d to
cover the unwelded spaces between said
Welded portions.

The method set forth in claim 6, in-
cludlno the further step of filling the un-
welded spaces covered by said inner tube.

In testimony whereof I have aflixed my
signature in presence of two witnesses.

THOMAS E. MURRAY.

Witnesses:

Gerrrupe T. Porrer,
May T. McGarry.
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