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This invention relates to heat exchanger elements of 
the kind having a corrugated metal sheet for separating 
the ?uids between which an exchange of heat is to be 
effected, said sheet being secured at one side to a plate 
having apertures through which one of the ?uids can 
enter the passages formed between the sheet and the 
plate. 
The object of the invention is to provide a convenient 

method of manufacturing such an element whereby the 
ends of the passages between the sheet and the plate can 
be sealed in such a manner that the ?ow of the other 
?uid along the passages at the other side of the sheet 
will be substantially unrestricted. 
According to the invention a method of manufacturing 

a heat exchanger element of the kind speci?ed comprises 
?rst forming the corrugated sheet in such a manner that 
each corrugation is of V or U cross-section, and each 
rib formed in the side of the sheet which is to be remote 
from the plate has opposite end portions which are 
reversely folded to tapering form, then crushing the end 
portions of the several ribs, and subsequently welding or 
otherwise securing the crushed portions of the sheet to 
the plate at positions beyond the apertures. 

In the accompanying drawings: 
FIGURE 1 is a sectional view through a part of a heat 

exchanger incorporating elements manufactured in ac 
cordance with the invention. 
FIGURE 2 is a perspective view showing one form of 

corrugated sheet ‘at an intermediate stage in its manu 
facture. 
FIGURE 3 is a fragmentary perspective view of the cor 

rugated sheet shown in FIGURE 2 in its ?nal form, and 
FIGURES 4 and 5 are fragmentary perspective and 

side views respectively of an alternative form of corru 
gated sheet in the intermediate stage shown in FIGURE 2. 
A metal sheet a is ?rst corrugated to a form in which 

each corrugation is of V or U cross-section. During the 
corrugating process the end portions of each rib formed 
at the side of the sheet which is to be remote from the 
associated plate b are shaped to taper towards the ex 
tremities. This tapering of each end portion is effected 
by reversely folding the corrugation forming the rib so 
as to form in the rib a V or U-shaped depression a1 in~ 
creasing in depth towards the end of the sheet. If desired, 
as shown in FIGURE 2, in the end edge of each de~ 
pression is cut a V, or other notch a2 which allows the 
sheet to lie ?ush against a ?at surface. Alternatively, as 
shown in FIGURES 4 and 5, the reversely folded portion 
of the rib may project from the opposite side of the sheet. 

After compressing the sheet in a lateral direction rela 
tively to the corrugations the tapering end portions of 
the sheet are then crushed ?at as shown in FIGURE 3 
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to a marginal depth at least equal to the depth of the 
notches a2 where such are provided. These crushed por 
tions are then welded or otherwise secured to the plate b 
at positions beyond the apertures b1 therein. Also the 
outer walls of the two outermost corrugations are like 
wise secured to the plate b so that there are formed 
between the sheet a and plate b a plurality of passages 
interconnecting the apertures b1. 

Elements as above described are mounted in pairs with 
the crests of the corrugations of the one element remote 
from its plate presented to the similar crests of the other 
element of the pair with a small dividing piece d between 
them. There is thus formed between the plates b of the 
pair of elements a duct e which is divided into two series 
of passages through which one of the ?uids can flow as 
illustrated by the arrows shown in full. At the other 
sides of the plates of these two elements are de?ned 
further ducts ]‘ through which the other ?uid can ?ow, 
these ducts incorporating ba?les (not shown) whereby 
said other ?uid will be caused to ?ow through the pas 
sages formed between the plates and the sheets as illus 
hated by the arrows shown in broken lines to exchange 
heat with said one ?uid. Moreover, the further ducts 
may be de?ned at their opposite sides by the equivalent 
sides of similar elements forming part of the heat ex 
changer. 
Having thus described my invention what I claim as 

new and desire to secure by Letters Patent is: 
1. A method of manufacturing a heat exchanger ele 

ment of the kind having a corrugated metal sheet for 
separating the ?uids between which an exchange of heat 
is to be effected, and a plate to one side of which the 
corrugated sheet is secured, and which is provided with 
apertures for permitting one of the ?uids to enter and 
leave the passages formed between the corrugated sheet 
and the plate, comprising the steps of reversely folding 
to a tapering form the end portions of the ribs formed 
by the corrugations in the side of said sheet to be dis 
posed remote from said plate, compressing said sheet 
laterally with respect to the corrugations therein after 
reversely folding the end portions of said ribs, subse 
quently crushing the reversely folded end portions of said 
ribs, and then securing the crushed portions to said plate 
at positions beyond the apertures therein so that the latter 
communicate with the passages formed between said cor~ 
rugated sheet and said plate. 

2. A method according to claim 1, and including the 
step of forming notches in the reversely folded end por 
tions of said ribs preparatory to the crushing of said end 
portions. ' 
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