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Be it known ﬂmt I, i UGENE M. BOURNON-

have invente (l certain new and useful Tm-

provements - in Methods of Forming Rail-
Bonds, of which the fol’uwmg IS a iull clear,

and exact de%“rlptwon
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my bf.}ml :l*)I}]I{‘{] thereto

sute by side; bent as indicated in Fig.

My invention ?ela,te.s to a new Im,ihml of

electrically 1'1111:1ntr or bomhnn' rmla anid the
hke | |

The oh; ect of the invention is to pm*‘nde 2

wl“ fmtmilw, Thomogencous. (*onm,ctmn he-
tween the ends of fwo separate raiis or the
hike without the use of bolts or rivets or 0“191
mechanical fasteni ings.

Heretofore rail lmmi have b(ﬁen. a,ﬁ"mul h v

bolting, nveting or soldering.  In every in-
stance crystallization very soon attacks such
connectton and in a short time renders it
mefliclent  or totally ineffective. By my
method of bonding, the metals of the Rlls
and bonds are unified by a new process and
the u}m}emmm made homogeneous and per-
sianent. | | |

This application is a division 01 my h)rmer
application Serial No. 393,783,

To aliustrate my mver:tmu I refer to the

accompanying dmwmm in whieh

[figure 1 is a plan view conventionally rep-
resent ing the ends of two separate rails with
Fig. 2sas
vation thereof.

A—A’ represent the rail ends, .

B represents a bond such as T propose to

use in pr H{"‘EICH]” a pr (‘f(‘l"r{“d forin of my 1n-

vention. This bond B is of the sha ape and
iuwfi 111(11(*,1tml between the dotted lmes
x—-2 and y--y.  This part may, of course, he

of any desired construction, but is pmfer;ﬂ}lv'

(e ele~

VILLE, a citizen of the United States, residing ¢
at Jerse sy Clity, Hudson county, New Jersey, .

made up of a number of ﬂm %till}b armnwd '

, 10
allow for expansion amf (‘mnlaf t1omn, ﬁmi Se-

cured at their tl’l(]m B
My process of uniting the rail bond com-
prises, first, heating the rail, for ﬂxampl by

al) ()};‘mcetylme gas flame to a point, say

-

just inside” of the melting pomt. I then

- r}law the bond upen the rail and permit the

i
2

y of the fHame to hieat the end thereof.
2, pmm hetween the end of the
burner, and in a inere nhﬁnf-ael*y hot part of
the flame, [ tlwn mtroduce the end of o ne-

..L .1.. .i.-F

bond ;mu the

bond whe

“flame mml
phed co0ls shghtly.
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tallic rod, for example, of the same material
s the Lond (ordinarity Lopp- 1), and s

subjeet
it to the heat of the flame M*l some of the
metal melts and (lml,% on to the end of the
ore 1t s tojoin the rail, which wiil
be in the zone of flame impingement. I
preferably then momentarily remove the

1“

L then repeat the above
operation, buil ling out step by step the ex-
tension indicated at B, By this process a
homogencous connection 13 effectod between
the bond B and the rail A, the metal where

1t drops, unifyving instantly with the metal

0{ the bond and ine rail.

I avoid the danger of burning the metdl |

bt cause that

part Col the: flame which im-

pinges against the rail and bond is of a lower

tempr]‘atm*o than that projecting against the
rod bewng melted. By removing the flame
mmneﬁtﬂr*lv the melted purtmn is allowed

L0 OOl b‘l”‘ilth and bemme unified with the !

two parts "Aand B, These steps may be re-
peated until a sufficient extension B’ has
been bwmlt -up. This method may be fol-
fowed or the building up of the extension

may be commenced 9t the outer end thereof.

the nmietal thus melted and ap-
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Were the boud B’ originally of the shape in-

“dicated m Ifig..1, 2 and were an attempt made

to fuse the metals together, the application
of heat to L‘w {mtmul“ would nec assarty he of
such mtensih or would have to be continued

. for suel a tmw 1n order to secure the neces-

sary heat at the under side, that the metal

would become burned and th{}] eby seriously

impaired if not completely destroyed. By
my method,, };urmnw 1S 4V0l ;lecl and a Con-
atmf‘imu 14 a[}m{ir*d m which the bond is as
pern uwnﬂ‘i" united as though it were 11113{‘*
oral with the rail end.  The same process is

'pr{“‘ﬂ“tl of cotrse, m pr (}tluu:rm“ fhe conrec-
tion al ﬂw aP] posite end B2

From the foregoing it wili be seen that my
and construction ditfers {rom  all
others i that heretofore reliance has bheern

- placed solely aupon either a mechanieal econ-
‘Hm latter

nectmu or mechanicsl as lzli"ﬁ(bl
belng brought about ordinarily by a suitable
flux as in the w ell-known soldering process.

in the drawines, | ix*mﬂ ahmwa e bond
ends B B2 as filed] up Lo gve o proper finish,
Obviously, this s hinma ferts . The heat of

the flame employed iy siflicient at one time
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at least to
be united,

T

Higs,
tegral
other shape. _
What 1 claim is:
1. The method of"connecting
- bodies

- of bot

10

melt the Iﬁetals_of the ﬁlembers to
the bond. The heat

oxyacetylene flame is

as well as
available in the case of
approximately 3000° C.

it should be under

rstood, of ét:iufsel., that
the bond may be of

the shape indicated in
1 and 2, in which the ends B’ B2 are in-

with the part B; or, in fact, of any

to metal
, comprising, first, heating the metal.
' short of the melting
a separate piece of
melts, directing the
omt where said bodies
sald parts are still be- |-
nuing the application of |
homogeneous extension |
sald bodies meet the tem- |-

h-bodies to a point
point; second, heating
15.-metal to a point where it
- molten metal to g
are to be united wh
ing heated, and conti
“molten metal until a
20 18 formed where

894,720

perature of both bodies to be united being
raised to the melting point by the applica-
tion of said molten metg] S

2. The method of connecting to metal
bodies, comprising, first, heating the metal o5
of both bodies to a point close to the melting
point, second, heating a separate piece of
metal to the point where it melts and direct.
ing the molten metal to g oint where the
bodies are to be united wh_iF
still hot, and continuing the application of
molten metal until g homogeneous connce-
tion is formed between the bond and the rail
the temperature of both bodies to be united
‘being raised to the melting point by the ap- 35
plication of said molten metal. |

e said parts are 5

EUGENE M. BOURNONVILLE.

Witnesses:

R. C. MrrcueL,

" LANGDON MOORE.
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