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To a¥l svham 3 may concerns o

Be it fnown thet I, Pawmy, H. Grivay, a
citizen .of the United States, residing at Glen
Cove, in the county .of Nassau and State of
New York, have invented certain new and
useful Tmprovements in Methods of Ag-
taching a Collar to the End .of a Pipe, of
which the following is a specification.

My invention relates to .a process or
methad for attaching or fusing on . collar
or flange to the end of a pape ] )

. The object of my invention is 46 provide
a process or smethod in which the cost of
praduation is vedueed to @ minimum and
during the carrying ont of the method the:
surfaces and material operated itpon are al-!

ways in clear view for observation sgnd any!

defect in the perfect union of the metals
can be readily detected and eorrected. -

A further object is to provide a process.
or methad s¢ that the finished ‘product or!
pipe sections ean be firmly secured together,
at their joints and the impingement of the
packing at said joints is complete, and at,
the same time the bore of the pipe is uni--
form in diameter with no water pockets at:

i
I

. Further objeets and advantages of the in-:
wvention will appear from the hereinafter de-
tailed description.

The invention consists of steps particu-:
larly pointed out in the appended claims.
In order that my process or method may:
he readily understood, the same will he illus-
trated in connection with the accompanying.
two sheets of drawings in which similar ref-
erence characters indicate the same parts in’
the several figures of drawings. '
Figure 1 shows a longitudinal section of
the preferred form of apparatus for carry-
ing out my process or method; Fig. 2 is a
section on line IT—II of Fig. 1; Fig. 8 is an
enlarged sectional view showing how the
flange is supported on the end of the pipe
section before it is connected to the same;
Fig. 4 is a sectional view showing how the
end of the pipe appears after the flange is
fused and fastened to the end of the pipe;
and Fig. 5 is a side view showing how the
ends of the pipe sections are assembled.
Referring to Figs. 1 and 2, my process or
method is carried out as follows: A section
of pipe, 1, rests loosely and is revolubly
held in a plurality of supports 2, 2. On
the end of the pipe section (see Fig. 8) is

Spec_!ﬂcatggn of Letters Patent.
Appligation filed Apri 8, 1911. Serial No. 619,819,
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éiipped ‘a collar 4 supported thereon bY
means of a small lip or shoulder 3, said col-

lar haying also formed on the same side as

the lip a slight recess 5,adapted to snugly re-
eeive the end of the pipe 1, leaving a rectan-
gular space formed by the end wall of the
Pipe 1 pnd inside face of the collar 4, said
gollar 4 haying been previously machined
and the end of the pipe or walls of the

rectangular space thoroughly cleaned of all .

diry and grease, for the reasons hereinafter
dlescribed.

Supported on-any suitable legs 17, is a
haod 6, which loosely surrounds the end of
the pipe 1 and collar 4, the outer end of said
hood slidably fitting the outer periphery of
the eollar 4. The hood 6 is also provided
with a series of small openings 8, 8, on the

| inner side, and a small opening 9 for the

insertion of any form of heating torch 10.
The usual swivel ﬁange 11, must be slipped

80

70

75

over the end of the pipe hefore the collar 4

and hood 6 are adjusted, as shown.

The several parts being arranged as shown
in Fig. 1 and described, an ordinary and in-
expensive heating torch 10, is lighted and

| so regulated that the same heats the end of

thepipe 1 to a red heat, the praducts of com-
bustion passing out of .the openings 8.

| After the end of the pipe 1 is sufficiently
-heated, and continuing the use of the torch
| 10, an oxy-acetylene blow-pipe 12 is applied

80
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as shown, by simultaneously impinging ‘the

flame against the ¢ollar 4 and end of pipe 1,
at their interior circular line of contact 14,
(see Fig. 3) until the metal of both parts
becomes liquid and the same are fused to-
gether. This operation is repeated at a plu-

90

rality of and preferably symmetrically ar- -

ranged points, so as to firmly hold the collar
4 to the end of pipe 1. After this gtep, the
high heat of the blow pipe 12, is gradually
transferred to the different sections of this
rectangular space formed by the end of the
pipe and inside of the collar, by slowly ro-
tating the pipe 1, on its supports 2, and the
operation of fusing together the end of the
pipe 1 to the lip 3 and collar 4 is repeated;
and simultaneously while the end of the pipe
and collar are liquid and running together,
additional metal is melted off of Swedish
iron wire or metal and enough amalgamated

‘with the fluid metal of the end of the pipe

and collar to build up and entirely fill the
rectangular space as represented by the
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shaded section 15, of Fig. 4. After the

welding operations are performed, the collar
is machined in any desired manner so as.to
form a $quare corner near the bore of the
pipe and a flat surface for the packing which
goes between the abutting ends of t%e pipe
sections. : )

The advantages of this method of form>

ing.a flange or collar on the end of the pipe,
are that when two such flanged pipe ends are
placed together in practice, the bore of the
pipe is uniform and no water pockets are
formed at the joints, as in the case of many
prior
made by my invention makes a perfectly
homogeneous union between the end of the
pipe, the inside diameter. of the collar and
the new metal or Swedish iron which has
been added, and in no sense are the metals
united by the molten Swedish iron acting
similar to a solder, but rather by molecular
union of the three metals composing the

Swedish iron pipe and collar by inter-fusion. .
This perfect union of the metals is made pos-:

sible by my method, for the reason that the

welding surfaces are constantly in sight and .
it can be seen whether they: are perfectly
‘clean and free from substances which would
interfere with the securing of a strong weld,
‘thereby avoiding all use of a flux, and at the
same time seeing that the metals and parts’
It has:
also been found that by my method a flange .

have actually been fused together.

can be secured to a pipe six inches in length,
while in the prior couplings and methods of

which I am aware, eighteen inches of pipe.

are required. Furthermore, by the method
herein described the welded or. connecting

surfaces are square, thereby effecting a maxi--

mum resistance to the pipe and flange being

separated. It has also been found that by

the ‘use of a heating torch.10, which pre-

viously brings the end of the pipe.tc a red |-

heat, before the oxy-acetylene blow pipe is
applied, the cost of fastening a flange to a

pipe section is reduced to a minimum for’

the reason that the oxygen and acetylene

used in an oxy-acetylene burner are expen-:

sive, and by my method, said burner is not
used to pre-heat the pipe before fusing the
same, bat only comes into play during the
welding operations.

Fig. 5 represents the finished joint, in
which 16 represents the bolts passing
through the swiveled flanges 11, and adapt-

- ed to tightly draw up the abutting flanges 4,

. .

secured to the ends of the pipe sections by
my process.

In attaching collars to the ends of pipes,
it must be considered that both ends of the
pipe to be treated will have a collar attached.
These collars after they are welded on, must
be practically parallel with each other before

.. they are faced. After facing, they must be

85

exactly parallel. It follows, therefore, that.

1,089,930

Eipe couplings. The finished weld

, C o oo

the ends of the pipe itself must be made par-
allel before the collar is placed on the pipe.
In practice I find that iron or steel pipes as

“they come from the mill are never axially

straight and hence their ends are not par-
allel with each other. To weld collars on
pi{)es in this condition would result in the
collars being so much out of parallelism that
when the collars are finally faced off, they
would not be of the same thickness on their
periphery. Hence, I prepare the pipe to re-

ceive the collars by placing it in a lathe.

which has two revolving cutter heads, and
face off both ends at the same time. The
pipe itself during the facing operation re-
mains stationary. When the recesses 5 of
the collars are now slipped over the ends of
the pipe and against the slight shoulders,
they take a position which malke the collars
at the ends of the pipe, practically parallel,

regardless of the curvature of the pipe,

should there be any. After the collars are
welded on in this position, the pipe with its
collars is again placed in the lathe and faced
off, both ends at the same time. This re-
sults not only in exact parallelism, but also
in exact length, both of which are of the
greatest importance in high grade work for
heavy steam pressures.

What I claim is:—

1. The method of making a flanged pipe
by uniting a collar to the end of a pipe,
which comprises supporting the collar on
the edge of the end of the pipe by means of
a small lip on said collar so that the inner
periphery of said collar rests on and pro-
jects from the end of the pipe, melting and
fusing the metal at the contiguous end of
the pipe and inner periphery of the collar
and adding metal in a fused state during the
said melting and fusing of the end of the
pipe and inner periphery of the collar.

2. The method of making a pipe having
a flanged end, which comprises supporting
a collar on the edge of the end of the pipe
by means of a small lip on said collar so
that the inner periphery of said collar rests
on and projects from the end of the pipe,
melting and fusing the metal at the contig-
uous end of the pipe and inner periphery
of the collar and adding metal in a fused
state during the said melting and fusing of
the end of the pipe and inner periphery of
the collar sufficient to fill up the angular
pocket between the end of the pipe and inner
periphery of the collar. . :

3. The method of making a pipe having
a flanged end, which comprises supporting
a collar on the edge of the end of the pipe
by means of a small lip. on said collar so
that the inner periphery of said collar rests
on and projects from the end of the pipe,
heating the end of the pipe and collar to a
red heat bv a torch, melting and fusing the
metal at the contiguous end of the pipe and

70

75

80

86

90

95

100

105

110

115

120

125

130



10

15

1,039,930

inner periphery of the collar by means of
oxy-acetylene blow pipe and adding metal
in a fused state during the said melting and
fusing of the end of the pipe and inner pe-
riphery of the collar sufficient to fill up the
angular pocket between the end of the pipe
and inner periphery of the collar.

4. The method of making a flanged pipe
by uniting a collar to the end of a pipe,
which comprises supporting the collar in a
substantially vertical position on the edge

‘of the end of the pipe supported in a hori-

zontal position so that the inner periphery
of said collar rests on and projects from the
end of the pipe, slowly rotating said pipe
and collar, melting and fusing the metal at
the lowest section of the contiguous end of

* the pipe and inner periphery of the collar

20

during the rotation of said pipe and collar,
and adding metal in a fused state during
the said melting, fusing and rotation of the
end of the pipe and inner periphery of the
collar. ‘

5. The method of making a flanged pipe

by uniting a_collar to the end of a pipe,
which comprises supporting the collar in a
substantially vertical position on the edge

-of the end of the pipe supported in a hori-

zontal position so that the inner periphery
of said collar rests on and projects from the
end of the pipe, slowly rotating said pipe
and collar, melting and fusing the metal at
the lowest section of the contiguous end of
the pipe and inner periphery of the collar
during the rotation of said pipe and collar
and adding metal in a fused state during the
said melting, fusing and rotation of the end
of the pipe and inner periphery of the col-
lar sufficent to fill up the angular pocket
between the end of the pipe and inner pe-
riphery of the collar.

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

PAUL H. GRIMM.

Witnesses:
JamEes J. PHELAN,
Mogris SALTPETER.
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