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2 Claig. 3, 

his invention relates genei'ay to the nasa. 
Lifacture and construation of 3:23:... tazz's and 
CO2)i&ishers, and is of valie "Vineae the use to 
Wick such tanks are suijacted is 23 to cause eigii neta corrosion. 

a 3 past, Khon.co.ic dise agai's 52nd contain. 
is i8ve been inade from relatively expansive 
(a88,is and Emetal alloys 7aich, as distiagiisass 
a"Oil ordinary steel, are g;2stantity acyl-co: 
Todible for the Service desires. 3'o. 33aringie, 
COgger, grass or bronze have cae: Liseti g g co 
siderable extent and more asceratiy is 50-ca.2ed 
staisless alloys, such as isoghai linea. A such 
Yietals or alloys are comparatively expensive, and, 
in addition, their use involves anara facturing dif ficieg. 

It has been attented to provide non-corrod 
ible liners for metal tanks by earneling ;ae in 
terio of the same but the sana has act, Yaet with 
Iotable success. The difficity of 3Sanseitag the 
interior of a metal tank after the Saise has been 
fabricated is obvious, as it is lagossible to in 
Sure an even ccating on the interior and inspec. 
tion is difficult, if not inpossile. 

It is an object of the present inventios to pig 
vi?ie a signple metal tank or coa&ainey yinich $7i. 
make use of any suitable ineta froz Taich a 
tank or container may be inade and which asy 
be coated with an inner aining of enaine; or 
Other elastic non-corrodi oiesinaterial. 

It is another object of the invention to provide 
a single metal tank which will make use of aisy 
Suitable material from which a tank or contains: 
may be made and which may be lined of coated 
With a metallic non-corrodible iaing. 

It has been attempted to provide a iiier of 
such non-corrodible metals but, the saiane have 
shot met with notable success because of the gnar. 
ufacturing dificulties involved. 

It is another object of the invention to provide 
a novel method of manufacture, whereby such 
tanks or containers can be simply made in quan 
titles With a high degree of unifornity as with 
out the possibility of undue stresses being applied 
to the lining or any defects being created in the 
lining during the manufacture of the tank. 

It is a further object of the invention to pro 
vide a method of manufacture whereby the in 
terior may be easily exa. Yaned for plairposes of 
inspection of the non-corrodible surface. 

Further objects of the invention will appear 
from the following description in which the pre 
ferred embodiment of the invention has been set 
forth in detail in conjunction with the accom panying drawing. 
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is 2, croSS Sectional view of the criticas 
f 5, &27. Yich have been joined according to 

33.850i of the present invention. 
3 is an eais.'ged cross sectiona: detai: o3 

OWiig the 7&iding together of the two 
2,733 0; iiie CORaine 32nd the netics of con ducing a Way the 7&idiagiaeat. 
22 tie O'eferred &mbodiment of iny inventiora, 

s 

of Jo Ra3ities or shells S3 and 3. Sections & 
32nd 9 inay ba of 8,537 suitable metal and nay be 
3O2;A9d is a gay gonyeational Inanner Such as riya 
etiig, welding, spinning, dra'ring or pressing. In 
a3 end of each of halves 3 and I have pro 

vided ordices 2 and 3 respectively which may 
as headed for suitable connection to the piping 
Syster of yhich the tank is to be a unit. I have 
also provided an annular ring is made of any 
3uitaile material, preferably, however, of the 
Saile 33 terial of which he two halves and 3 
3ce acade, Said annular ring however being of 
Sistantially greater gauge and thickness. 

Sile inner surfaces of shells 3 and are hor 
clighly CC2ted or lined with a suitable non-core 
rodible natelial to provide a non-corrodible Sui 

A. suitaole coating material may be 
againe or any one of several imaterials which will 
forial an elastic non-corrodible surface and which 
2n3SY be applied by brush or as a spray, including 
vitricts 2hanel. I also contemplate that a duc 
iiie (oil-corrodible metal lining may be used. For 
example, when the two halves 0 and are 
dia:Win, a, sheet of copper or other ductile non 
gorodible metal may be drawn with thern, form 
ing a bonded metal lining. The annular ring 4 

55 

is also thoroughly coated with the Saline mate 
rial to provide a similar surface 6, and the two 
halves and and the annular ring it are al 
lowed to dry or cool depending on the non-cor 
rodiole aerial used. Where vitrous ename is 
used the parts are treated in a suitable vitrify 
ling oven. The non-corrodible surfaces may be 
inspected thoroughly during and at the conclu. 
sion of the coating operation. It is evident that 
when a non-corrodible metal lining is used rather 
than an enamel or elastic non-corrodible lining, 
inner ring it may either be coated with or may 
be made entirely from the non-Corrodible metai. 

he two halves 0 and and the annular ring 
23 should be so constructed that when the coats 
ing material has been applied the outside diame 
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ter of annular ring 4 will be slightly greater 
than the inside diameter of shells. C and at 
their lips. The lips of shells to and are then heated 
sufficiently so that they will expand in such a 
manner that their inside diameter is slightly 
greater than the Outside diameter of annular 
ring 4. The two shells and are then 
gently urged over ring if until they meet approx 
imately as shown in Fig. 2. Care should be taken 
during the heating operation that the charac 
teristics of the particular non-corrodible mate 
rial are observed in order that said material will 
suffer no deleterious effect or lose its non-cor 
rodible characteristic upon cooling. 
The two halves C and are then allowed to 

cool and their lips to contract Snugly about an 
nular ring 6. As shown, all of the surfaces 
with which water or other liquid placed within 
the tank may come in contact, are surfaced with 
non-corrodible material. 

I then mount the Semi-finished tank upon a 
pipe 20 which is of slightly smaller diameter 
than the inside diameter of orifices 2 and 3. 
Pipe 20 has an orifice 2 through which water 
under pressure may be sprayed. The tank is 
then slowly rotated on pipe 26 and water is 
forced through orifice. 2 in such a manner that 
it will impinge against the inner surface of 
annular ring 4, as shown, preferably at its up 
permost point. The two shells 0 and are then 
welded together as the tank rotates. The weld 
ing torch or other welding medium is prefer 
ably operated just in advance of, in the path 
of rotation, the water spray from Orifice 2. The 
purpose of the water spray is to cool the annu 
lar ring i? and thereby conduct away the Weld 
ing heat. When the weld has been completed, a cross 
Section thereof Will resemble Fig. 3 as shown. 
It will be noted that the two halves ) and 
have been welded together and that the weld 
has not destroyed any of the non-corrodible Sur 
face. If, perchance, some of the non-corrodible 
surface immediately adjacent the Weld should be 
damaged, the material immediately adjacent 
thereto Will fuse and unite with the surface of 
the annular ring thereby presenting a non 
corrodible surface at all points within the tank, 
The Water entering through orifice 2 may pos 

sibly be sufficient to fill the tank. However, it 
should be noted that orifices 2 and 3 are 
slightly larger than pipe 2 and the Surplus 
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4. 
water may vent through the orifices 2 and 3. 

In the design Of particular tanks, other Orifices 
25 and 26 may be provided but their provision 
in no way alters the manufacture of tanks ac 
cording to my invention. 

It is to be understood that the particular shape 
or form of tank manufactured in no way affects 
the application of my invention and that the 
Same may be used in any number of ways ac 
COrding to shop practice and mechanical ex 
pediency. 

I claim: 1. In a method of manufacturing enclosed 
tanks, lining two portions adapted to be joined 
with an elastic non-corrodible material to form 
a complete tank, each portion consisting of an 
end wall and a cylindrical side wall, coating with 
a non-corrodible material an annular member 
adapted to fit within said portions at their joint, 
the inner diameter of Said lined portions being 
less than the outer diameter of said coated mem 
ber, heating the open ends of said portions to 
expand the same and fitting them. Over said 
annular member whereby when cooled they will 
form a tight bond therewith and present a Seam 
adapted to be welded, cooling and contracting 
said open ends snugly about said annular men 
ber, mounting Said assembly for rotation, rotat 
ing said assembly, Welding the Said portions at 
their Seam, and spraying water upon said annu 
lar member immediately behind the point in the 
path of rotation at which the Welding heat is 
applied to dissipate said Welding heat to prevent 

. Said non-corrodible lining from being heated to 
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its fusing point. 
2. In a method of manufacturing enclosed con 

tainers, lining two portions adapted to be joined 
with an elastic non-corrodible material, coat 
ing with a non-corrodible material an annular 
member adapted to fit within said portions at 
their joint, the inner diameter of said lined por 
tions being less than the outer diameter of said 
coated member, heating and expanding the open 
ends of Said portions and fitting the same over 

5 Said annular member whereby when cooled they 
will form a tight bond therewith, cooling and 
contracting said open ends snugly about said an 
nular member and finally welding said portions 
where they join Over said annular member and 
cooling Said welded portions and dissipating the 
welding heat whereby said non-corrodible lin 
ing and coating will not be injuriously affected. 
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