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. Patent were issued to Levi B. Tyng, of Lowell,

“is a.full, clear, and exaet description of the
- same, reference bein g had tothe accompanying .
~drawings, making part of this specification,
‘in’ which— |

..'_'_s.couplmg (full-sized) applied to the rail. TFig.
-2 is a transverse section of the ¢ half-bar”

~ section of the same.  Fig. 7 is a front eleva-

same by the line A Aqof Fig: 7.

_8p011dmg parts in all the figures. -

of rivets passing throtugh the same; third, a

to embrace the ends of the rails firmly, and
adapt itself to any slight variation in the size
of therails thus coupled, the Coupling thus
formed having the additional peculiarity of
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Tn all whom it MAY CONCETN.
Be it known that I, SAMUEL VANSI‘ONE of
Providence, in the county of Providence and

 State of Rhode Island, have invented a new
and . improved method of making . the ¢rail

couplin g” for railroad rails for which Letters

Massachusetts, bearing date the 18th day of
¥ebruary, A. D). 1842, aud numbered 34,452 ;
and I do hereby ‘declare that the followmg_

Figure 1 is a tra;nwerbe section of the said

of which the said coupling is formed. by my
improved method. Fig.3isa transverse sec

of rolling. - Fig. 4is alongitudinal view of the

ous ends of two rails. ~ Fig, 518 a longitudi-
nal view of two half bars rwefed together pre-
paratory to welding. Fig. 6 is a transverse

tion of the rolls empl{}yed for welding the two
half-bars. Fig. 8 is.a plan and section of the

~Similar letters of Teference mdlcate corre-

The distinetive featuresof the said rail- -coup-
ling, as set forth in the schedule attached to
the aforesuid Letters Patent, are, first, a lon-
gitudinal stiffening-rib, O, Flgs 1 ‘md 4 of
the accompanying drawmgs second, two’
thick rigid jaws, a a, which clamp the stemf
of the contlguous ends of two rails by means

bow, m m, of the proper thickness to yield or |
spring sufficiently by setting the rivets rr sy

couplmg the ends of the rails between the
sieepers or cross-ties instead of upon such
sleepers as in the ordinary way by means of

-a chaar.

The methods of making the said couplmﬂ
set; forth in the said schedule, and indeed all
methods hitherto employed for that purpose,

have proved more or less objectionable, for !

the reason that an expensive quality of iron,
was required to be worked .into that shape,
and thdat an undae amount -of manual labor
was necessary-in Workmg the iron by such
methods, which. increased the cost “of the
manufacture to a degree that prevented the
introduction of the coup]mﬂ‘ to pnblic use,.
The invention in this case is intended fo re-
move these objéctions, and thereby cheapen
the manufacture of. the coupling, both by
using a cheaper quality of iron a,nd by redue-
ing the expenditure of manual Iabor in Work
ing the same. .

My invention cons,lsts, first, in. making a bar -
of iron equivalent in form and dlmensmn trans-

4 versely to one half of the conpling when di-
' vided verticaily in the middle of the stiffen-
ing-rib O,.as shown in Fig. 2; secondly, in
| faktening two such bars ton‘ether at.each end.
tion of the half-bar after the first operation |

by means. of rivets, as shown i in-Ifigs. 5 and 6,

I or otherwise, and. weldmg the divided halves
rail-coupling (half- size) apphed totlhe contigu- |

of the stlﬂemng-rlb solidly together by means

of suitable rollers, and, thlI‘le In cuttlug the.
{ bar thus formed mto ]engths of fifteen or

twenty inches, as may be required, for the
coupling, and clipping the corners of the stif-
fening- I’lb O, as shown by dotted lines in
Fig. 4

-~ The half bar, Fig. 2 may be made of a ﬂat _
bar of iron, B, the thlcker portion of which is
about seven- eighths of an ineh thick, and the.
thinner por tlou about one-half an mch thick,
by passing the said bar between su1tab1;5

formed rollers, to first draw and crimp the

‘bar in the form shown in FKig. 3, ahd by pass-
ing the same between other “rolls it is drawn
and otherwise shaped into the half-bar, Fig. 2,

The counstruction and a:or angement of the
rolls for forming the half-bar do not differ in:
any essential particular from those generally
used for rolling iron “bars, except that pecu-
liarity of form necessary to give the required
form to the-half-bar, which will be readily un-
derstood by any machinist familiar with the
turning and shaping of such rolls, and need
not therefore be herein. desecribed.

The next operation. is that of welding the
two half-bars together. To ‘dothis I put the
two bars together as it is intended they shall
finally be welded, and after drilling one or
more holes through the divided rib O at each
end of-the bar, I rivet the ends together, as
shown in Figs. 5 and 6, which prevents the




two ]mlmers 1roin being 'displaced 1n the .Slﬂ)
sequent operations of heating and welding.
The bars thus fastened together are then |

39,435

| which may be of w -rought-iron, and firmly
‘bolted to the frame M of the mlls in its proper
relative position therewith, as shown, or the

heated to a welding heat in a suitable fur- | said former may consist of adetachanle piece

nace, and by means of an arrangement of
rolls with a former, which will prewnth be de- |
scribed, the dwlded halves of the rib O are
by rol]mg welded solidly together, thus form-
ing a bar of the reqmled shape tr ansversely
ior the coupling, and while this bar is red-
hot it is to be cut into lengths of fifteen or
twenty inches, as isrequired for the couplin gs,
by means of one or more circular saws suit-
ablyarranged for the purpose. Theselengths
or pieces of the bar are then taken to a pair
of shears, and the corners of the rib O are
clipped oﬂ as shown by dotted lines in Fig. 4,

- when, after drilling the bholes for the I‘l‘i"’t’tb
rreY ?' through the jaws « a, the coupling is
finished and Ieadv for use.

Figs. 7and 8 represeut the construetion and
arrangement of the rolls used for welding the
divided rib Otogethel The rolls D :md G
are wrought infto the form intended for the
exterior. surface of the coupling, while the in-
terior surface, which embraces and is to be oc-
cupied by the mﬂs, 1s shaped or maintained in
the desired shape by means of the former H,

or mandrel, to be inserted in the space be-

{ween the ].tms a a of the bar, as it is taken

from the furnace and held-in the proper po
sition, when the bar is mtrodueed between the
rolls bV a stop or arm:extending’ from the
frame M, in the same manner-and position as

‘the arm & of the for mer shown, against which

the mandrel or detachable former brings up

and rests as the bar passes through the rolls.

Having described my improved method of
making the 'said- rail-coupling, I wish it un-
derstood that I do elaim the half bars when
bolted or. riveted togetner, as, th]S h‘lS been

done before.

I claim—
The welding of two such half bars together,

‘substantially as desecribed, the bar thereby

formed to be cut into the requisite lengths

or pieces to form the aforesaid rail-coupling,

substantially as and for the purpose set. forth
SAMUEL VANSTONE

Witnesses:
IsAAC A. BONMELE,
JAMES H. PARSONS.




	Drawings
	Front Page
	Specification
	Claims

