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1t is characteristic of Bunsen-burners, that
within their mixing tube no substantial pressure

" exerts. The nozzle is open at the entrance of the"

. mixing tube, carrying along fresh air by means
of the injection-effect. The mixture of gas and
air should be led with as little friction as possible
towards the exit-openings for the flames. With
burners of good construction this mixture escapes
most uniformly from all burner holes. The

10 flame, once being on, heats the surrounding air

and thereby creates an upward motion, by
which the mixture of gas and air is quickly car-

ried outward from the inside of the burner. It
is possible to feed more or less gas to the Bunsen-
burner through the nozzle; in consequence of
which the flame will enlarge or decrease corre-
spondingly or will be more or less luminous ac-.

cording to the proportion of the mixture of air

and gas supplied to the flame. The feeding of
g0 gas through the nozzle may be changed only to
a certain degree, 1. e, only to the extent that the
holes for the flames are able to use up the mix-
ture of gas and air. Otherwise the gas would be
pressed back from the burner towards the nozzle
25 and would escape there. With modern Bunsen-
burners this dangerous limit is not reached, as
within the tube no substantial pressure prevalls.

Therefore it is not necessary to manufacture
burners for gas-ranges or cookers in such manner,

30 that they are completely closed gas-tight. Ex-
periments have proven, that it is in many cases
superfluous to.weld or braze a burner gas-tight
in all places. It will be sufficient to manufacture
the burner by means of strong pressing or fold-

35 ing. However some kind of labyrinth-packing
may be provided for further sealing.

Folding, which is done in cold state is & much
cheaper manufacturing process and much more
exact than welding and brazing. Heating and

40 the expensive gases and compressed air, required
for this purpose, are superfluous. Besides ten-
sion, resulting from welding long seams and
sometimes causing warping of the burner, if it
continually changes from warm to cold in the

45 daily use, is avolded. The burner according to
the present invention avolds these drawbacks.
The manufacture of the form of the burner as
well as the folding can bé done on the same
press. 'The fold itself serves as reinforcing feather

50 protecting -the burner against warping so that
the burner may,be manufactured of thin sheet-

metal in order £6 Féduce the manufacturing ex~’

pense. The fold may be used as tappet for rotary

- burners.
556 If in modern burners the mixture of gas and

air is sucked-in under & partial vacuum, the ve-
locity of the streaming gas will be greater than
the igniting-velocity and therefore no gas can
leak out through the folds. It is likely, that a
tendency to suck-in additional air exists. By utl- g
lizing this possibility, a Bunsen-burner of this
kind will not be deteriorated but improved, be-
cause by these means a mixture of gas and air
may be carried towards the flames, containing
more air and. less gas than would be the case 39
with normal burners, hence this burner must be
more economical than those used up to the pres-
ent time.

It is a well known fact, that gas burners may
be composed of several pieces and the danger of 1y
leaking increases with the number of parts and
the number of packing places. The drawbacks
of these well known burners will be avoided by
the invention in a simple manner by manufac-
turing the burner out of one single piece of sheet- g9
metal so that the extent of the seams will be
confined to a minimum. One pressing is suffi-
cient for finishing the burner. This advantage
in the manufacturing method produces a‘ sub-
stantial reduction of the manufacturing costs g5
while at the same time improving the solidity of
the burner. _

In the accompanying drawing the steps in the
manufacture of a gas burner according to this
invention are illustrated. . 30

Figure 1 is a plan view of a piece of sheet metal
preliminarily shaped to be manufactured into
a gas burner by stamping and folding operations;

A sealing material, such as linseed oil, cement,
paper, ashestos or other packing materials can be 35
incorporated into the fold if desired.

Figure 2 is an elevational view of Fig. 1;

Figure 3 is a plan view of the blank illustrating
the initial embossing and perforating operation;

Figure 4 is a left end view of the initially em- 40
bossed and perforated blank of Fig. 3;

PFigure 5 is a right end view of the initially
embossed and perforated blank of Fig. 3;

Figure 6 is a sectional view of the blank of Fig.

3 on the line VI—VI; ' 45

Figure 7 is a vertical longitudinal sectional
view of the completed burner;

PFigure 8 is a left end view of Fig. 7;

Figure 9 is a transverse sectional view on the
line IX—IX of Fig. 7; - -

Figure'10 is a transverse sectional view on the
line X—X of Fig. 7; and

Figure 11 is-a right end view of Fig. 7. -

Figures 1 and 2 of the drawing represents th
initially shaped blank of sheet metal from which 55
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a burner is manufactured. The shape of the in-
itial blank must depend upon the desired shape
and features of the finished burner. It is de-
sirable that the finished burner shall have a

progressively decreasing cross sectional area of

flow for the gas and admixed air in order to feed
the extensive line of burner openings uniformly.
The blank { is, therefore, formed of generally
tapering form from one end to the other. At
the inlet- end 2 the burner should have a tubular
extension 3 either to fit on a feeding pipe or to
loosely receive a smaller gas jet injector leaving

-space for air to be drawn in by the injector action.

At the corresponding end 2’ of the blank exten-
slons 3’ are, therefore, provided and from which
the tubular extension 3 will be formed.

Because of the great length of the type of
burner illustrated, it is desirable to provide means
for supporting it at the end opposite the inlet end.
In Figs. 7 and 11 a suitable supporting extension
8 is shown. This extension is formed by shaping
and bringing together the two extensions 8,
Fig. 1.

In the initial cutting out of the blank of sheet
metal of which the burner is to be formed, a lon-
gitudinal center line is assumed, and it is along
this line that the burner openings are to be
formed. The blank is formed symmetrically
about this center line, except for the provision
of an additional-strip 4’ along one longitudinal
edge of the tubular portion which is to be turned
over or about the opposite edge to close the seam,
as shown at 4 in Fligs. 7, 8, 9 and 10. At each end
of the blank on one side of the center line, strips
or flaps 5’ and 6’ are also provided for closing
the seams along all or part of the ends of the
tube as shown at 5 and 6 in Figs. 7,8 and 11. Also
& strip or flap 1’ is provided along the inner edge
of one of extensions 3’ for the purpose of form-
ing a tight seam along the upper edge of the tubu-
lar extension 3 as shown at T in Figs. 7 and 8.

After the blank has been cut to the proper
shape, the burner may be completed by cold
stamping operations. The first operation is to
emboss the blank with a pair of converging longi-
tudinal grooves 8 extending from the inlet end
to adjacent the opposite end, these grooves being
symmetrically disposed with respect to the center
line. Preferably these grooves are of diminishing
cross sectional area from the inlet end toward the
opposite end. At the same time the extensions
8’ may be provided with parallel longitudinally
extending grooves 10, Figs. 3, 5 and 11, and also
the burner perforations {f may be formed along
the center line. The blank, so prepared, is then
folded longitudinally about the center line and
the strips or flaps 4’, §’, §’ and 1’ are folded over
the adjacent corresponding edges. The burner
is thus complete and ready for installation and
use. By this process the finished burner is made
cheaply and expeditiously from a single piece of
ordinary sheet metal by simple cutting, bending
and pressing operations. The burmer so pro-
duced has the advantages of having relatively
few seams, no internal stresses which might cause
warping, great strength by reason of the rein-

. forcing effect of the interfolded seams, and no

possibility of becoming loose or disassembled as
only one single plece is present.

I claim:

1. Process for producing tubular Bunsen burn-
ers for cooking ovens comprising stamping from
sheet metal & single blank of elongated shape
generally tapering from one end toward the other,

said blank being generally symmetrical about a
longitudinal center line and having a pair of lon-
gitudinal extensions at one end spaced apart sym-
metrically with respect to the center line, said
blank also having flaps along one longitudinal 5
edge and along both ends on one side of the
center iine, the flap at the end having extensions
terminating within the adjacent extension, per-
forating said blank with a series of perforations
extending along the center line, folding the blank 10
about the center line and bringing the edges
together, and folding the flaps about the corre-
sponding adjacent edges along the length and
ends of the burner.

2. Process for producing tubular Bunsen burn- 15
ers for cooking ovens comprising stamping from

;sheet metal a single blank of elongated shape

generally tapering from one end toward the other,
said biank being generally symmetrical about a
longitudinal center line and having a pair of lon- 20
gitudinal extensions at one end spaced apart sym-
metrically with respect to the center line, one of
said extensions having a flap extending along its
inner edge, said blank also having flaps along
one longitudinal edge and at each end on one side 25
the center line, the end flap at the end having
the extensions extending to the adjacent exten- -
sion, perforating said blank with a series of per-
forations extending along the center line, em-
bossing said blank with a pair of longitudinal 30
grooves extending from the inlet end toward the
opposite end and symmetrically disposed with re-
spect to the center line, folding the blank about
the center line and bringing the edges together,
and folding the flaps about the corresponding 35
adjacent edges along the length of the burner,
and the upper edge of the burner inlet tube, and
at the ends of the burner.

3. Process for producing tubular Bunsen burn-
ers for cooking ovens comprising stamping from 40
sheet metal a single blank of elongated shape
generally tapering from one end toward the other,
said blank being generally symmetrical about a
longitudinal center line and having a pair of
longitudinal extensions at one end spaced apart 45
symmetrically with respect to the center line,
said blank also having flaps along one longitudi-
nal edge and along both ends on one side of the
center line, the end flap adjacent the extension
terminating within said extension, perforating 50
sald blank with a series of perforations extending
along the center line, folding the blank about the
center line and bringing the edges together, fold-
ing the flaps about the corresponding adjacent
edges along the length and ends of the burner, 55
and incorporating s sealing material in the folded
seams.

4. Process for producing tubular Bunsen burn-
ers for cooking ovens comprising stamping from
sheet metal a single blank of elongated shape 60
generally tapering from one end toward the other,
said blank being generally symmetrical about a
longitudinal center line and having a pair of lon-
gitudinal extensions at each end spaced apart
symmetrically with respect to the center line, 65
said blank also having flaps along one longitudi-
nal edge and along both ends on one side of the
center line between the extensions, perforating
said blank with a series of perforations extend-
ing along the center line, folding the blank about 70
the center line and bringing the edges together,
and folding the flaps about the corresponding
adjacent edges along the length and ends of the
burner.

§. Process for producing tubular Bunsen burn- 75
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ers for cooking ovens comprising stamping from.

sheet metal a single blank of elongated shape
generally tapering from one end toward the other,
said blank being generally symmetrical about a
longitudinal center line and having & pair of
longitudinal extensions at each end spaced apart
symmetrically with respect to the center line, said
blank also having flaps along one longitudinal
edge and along both ends on one side of the center

-line between the extensions, one of .said exten-

sions at the inlet end having a flap extending
along its inner. edge, perforating said blank with
a series of perforations extending along the cen-
ter line, embossing said blank with a pair of
longitudinal grooves extending from the inlet end

toward the opposite end and symmetrically dis~

posed with respect to the center line, folding the
blank about the center line and bringing the
edges together, and folding the flaps about the

corresponding adjacent edges along the length of

3

the burner, and the upper edge of the burner inlet
tube, and at the ends of the burner.

6. Process for producing tubular Bunsen burn~
ers for cooking ovens comprising stamping from

sheet metal a single blank of elongated shape

generally tapering from one end toward the other,
said blank being generally symmetrical about a
longitudinal center line and having a pair of lon-
gitudinal extensions at each end spaced apart
symmeftrically with respect to the center line,
said blank also having flaps along one longitudi-
nal edge and along both ends on one side of the
center line between the extensions, perforating
said blank with s series of perforations extending
along the center line, folding the blank about the
center line and bringing the edges together, fold-
ing the flaps about the corresponding adjacent
edges along the length and ends of the burner,
and incorporating a sealing material in the folded
seams,
HERMANN GUHL.
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CERTIFICATE OF CORRECTION.

Patent No. 2,044,528. June 16, 1936.
HERMANN GUHL.

It is hereby certified that error appears in the above numbered patent
requiring correction as follows: In the grant and in the heading to the
printed specification the residence of the patentee was erroneously given
as "Baden, Germany", whereas said residence should have been given as Karlg-
ruhe in Baden, Germany, as shown by the records of this office; and that the
Baid Letters Patent should be read with this correction therein that the
same may conform to the record of the case in the Patent Office.

‘Signed and sealed this 29th day of September, A. D. 1936.

Henry Van Arsdale

(Seal) Acting Commisgioner of Patents,



