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Description

[0001] The present invention relates to a method for
manufacturing watertight, corrugated metal pipes from a
strip of metal sheet, as wellas to an apparatus for carrying
out such method, see e.g. GB-A-1 080 770. A watertight,
corrugated metal pipe results from the method.

[0002] Itis well known in the art to manufacture corru-
gated metal pipes up to 3-4 meters in diameter from a
strip of metal sheet, e.g., a galvanized steel sheet 1.2 to
3.5 mm thick and about 200 mm to 1200 mm wide. A flat
strip, which is generally unwound from a coil, is firstly
made corrugated, i.e., ondulated, by successive passag-
es between couples of counterposed, corrugating barrels
having alternated circumferential ridges on their outer
surface. A series of corrugations (e.g., four corrugations)
extending in the longitudinal direction are so formed on
the strip of steel sheet. The corrugated strip is then coiled
into a helical shape by a set of coiling rollers, and the
opposite, longitudinal lips of the strip are crimped togeth-
er by a couple of counterposed, crimping rollers, so that
a helically corrugated pipe is formed. Thereafter, the op-
posite ends of the corrugated pipe may be sawed, e.g.,
at right angles to the axis of the pipe. Depending on the
specific application, the opposite ends of the pipe can be
closed by peripherally welded steel covers.

[0003] For some applications, e.g., for production of
ducts or tanks for piping/containing/collecting fluids,
pipes of the above type are required to have watertight
capabilities.

[0004] In case of small junctions, a reliable watertight-
ness may be achieved by welding. However, welding all
along the crimped lips of the pipe would be too expensive
and time consuming.

[0005] Anotherknown method for providing corrugated
metal pipes with watertightness capabilities consists of
inserting a rubber string gasket having a circular profile
between the longitudinal lips of the strip which are
crimped together. In detail, the gasket is positioned in
the gap defined between the edge of one lip and the inner
surface of the opposite lip, which is U-bent to embrace
the other lip during crimping. The diameter of the gasket
is conventionally chosen a little larger than the thickness
of the steel sheet, e.g., a 4 mm gasket for a steel sheet
2.5 mm thick, so that the gasket in its operative configu-
ration is subject to a slight elastic deformation.

[0006] Unfortunately, the above method has some
drawbacks.
[0007] First of all, the string gasket is liable to twist

and/ordistortduring its insertion between the longitudinal
lips of the steel sheet, before the latter are crimped to-
gether. Consequently, the string gasket may easily slip
outside of its seat (i.e., the above-defined gap) and tear
during crimping, resulting in uneven and unreliable wa-
tertightness along the crimped longitudinal lips of the
pipe.

[0008] Moreover,evenwhen the gasketis correctly po-
sitioned in its seat, the contact surface between the gas-
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ket and the wall of the pipe is relatively small, resulting
in limited watertightness capability of the pipe.

[0009] Therefore, it is a main object of the present in-
vention to provide a method for manufacturing watertight,
corrugated metal pipes having considerably improved
performance in terms of watertightness capabilities, with-
out substantial increase in the manufacturing costs and
in the machining times.

[0010] It is another object of the invention to provide
an apparatus for carrying out the above method. A wa-
tertight, corrugated metal pipe results from the method.
[0011] The above object and other advantages, which
will become apparent from the following description, are
achieved by a method having the features recited in claim
1, while the dependent claims state other advantageous,
though secondary features of the invention.

[0012] Theinvention will be now described in more de-
tail with reference to a few preferred, non-exclusive em-
bodiments shown by way of non limiting example in the
attached drawings, wherein:

Fig. 1 is a view in side elevation of a first station of
the apparatus according to the invention for manu-
facturing watertight, corrugated metal pipes;

Fig. 2 is aviewin cross sectionof Fig. 1along line lI-Il;

Fig. 3 is a view in cross section of Fig. 1 along line
HI-111;

Fig. 4 is a plan view showing a second station of the
apparatus for manufacturing watertight,

corrugated metal pipes according to the invention;

Fig. 5 is aview in side elevation of the second station
of Fig. 4;

Figs. 6,7 and 8 are views in transverse cross section
of the opposite longitudinal lips of a steel sheet proc-
essed with the method according to the invention, in
respective three successive configurations;

Fig. 9 is a view similar to Fig. 6, showing a first al-
ternative embodiment of the invention;

Fig. 10 is a view similar to Fig. 6, showing a second
alternative embodiment of the invention;

Fig. 11 is a view similar to Fig. 6, showing a third
alternative embodiment of the invention.

[0013] An apparatus for manufacturing watertight, cor-
rugated metal pipes from a strip 12 of metal sheet, e.g.,
a galvanized steel sheet 3 mm thick and 1 meter wide,
is illustrated in Figs. 1-5. Of course, other conventional
metallic materials can be used, e.g., an aluminum-coated
steel sheet or a magnesium-coated steel sheet1.2t0 3.5
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mm thick.

[0014] With initial reference to Figg. 1-3, in a manner
known per se strip 12 is unwound from a coil 14 mounted
on a motorized hub 16 which is rotatably supported on
an elongated frame 18 of the apparatus at an upstream
end thereof. Strip 12 is made corrugated (i.e., ondulated)
in a corrugating station 19 by successive passages be-
tween couples of horizontal, counterposed corrugating
barrels which are rotatably supported by frame 18 with
their axes lying atright angles to the longitudinal direction
of strip 12 unwinding from coil 14. Each couple comprises
a lower corrugating barrel such as 20 and an upper cor-
rugating barrels such as 22 which engage strip 12 on
respective opposite sides thereof. Corrugating barrels
20, 22 have alternated, circumferential rounded ridges
24, 26 on their outer surfaces, the ridges on one barrel
of the couple being at least partially inserted between the
ridges on the other barrel in the couple. As a result, a
series of corrugations (e.g., four corrugations) extending
in the longitudinal direction are conventionally formed on
strip 12. The distance between the axes of the corrugat-
ing barrels 20, 22 of the couple is gradually reduced from
the first couple to the last couple in the succession,
whereby strip 12 is deformed gradually. To this purpose,
upper corrugating barrels 22 are supported at their op-
posite ends by respective slides such as 27, the vertical
position of which is manually adjustable by respective
screw mechanisms such as 28. Corrugating barrels 20,
22 aredriven to rotate by motor means M viaa gearbox G.
[0015] As shown in Fig. 3, the corrugating barrels 20,
22 of the last couple are provided, at their opposite ends,
with bending means consisting of circumferential bend-
ing ridges 30a, 30b and 32a, 32b which cooperate to
bend outer longitudinal lip 12a atright angles downwards
and inner longitudinal lip 12b at right angles upwards.
[0016] Ashearing unit (notshown) may be convention-
ally provided upstream of the succession of corrugating
barrels 20, 22 for shearing strip 12 transversely, in case
the latter deviates from the correct longitudinal direction
while unwinding from coil 14.

[0017] Having now particular reference to Figs. 4, 5,
strip 12 processed by the series of corrugating barrels
20, 22 isthen coiled into a helical shape in a coiling station
34, with the opposite, longitudinal lips 12a, 12b of strip
12 which overlap laterally. Coiling station 34 comprises
two sets of coiling rollers 36a, 36b arranged at different
levels which engage the lower face of strip 12, and a third
set of coiling rollers 36¢ which engage the upper face of
strip 12 between the first two sets. The three sets of coil-
ing rollers are all supported by a second frame 37.
[0018] In coiling station 34, the opposite, longitudinal
lips 12a, 12b of strip 12 are also crimped together by a
couple of counterposed, crimping rollers 38, 39. One of
the crimping rollers (lower crimping roller 38 in Fig. 5) is
biased towards the other one (upper crimping roller 39)
by a hydraulic actuator 40 which may be operated for
adjusting the crimping pressure.

[0019] AsshowninFigs. 4,5, according to the present
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invention, before the opposite, longitudinal lips 12a, 12b
of strip 12 overlap and are crimped together, a rubber
gasket 42 having a substantially U-bent profile is fitted
to one of the opposite longitudinal lips 12a, 12b, prefer-
ably inner longitudinal lip 12b which is bent upwards; ac-
cordingly, by effect of the crimping pressure, gasket 42
is drastically reduced in thickness, with plastic deforma-
tion of the material of the gasket at least in certain areas
of the longitudinal lips which are biased against each
other by the crimping action, as will be disclosed in more
detail below.

[0020] Fig. 6-8 show longitudinal lips 12a, 12b of strip
12 in successive configurations during crimping. In Fig.
6, rubber gasket 42 is fitted to inner longitudinal lip 12b
of strip 12, while outer longitudinal lip 12a is still far away
from overlapping it. In Fig. 7, outer longitudinal lip 12a
overlaps innerlongitudinal lip 12b, butthe crimping action
has not begun yet and rubber gasket 42 is still unde-
formed. In Fig. 8, the opposite longitudinal lips 12a, 12b
are crimped together and gasket 42 is consequently
crushed and deformed plastically. In more detail, gasket
42 is substantially reduced to a thin film mainly in the flat
areas 12’a, 12"a, 12’b, 12"b of longitudinal lips 12a, 12b
which are biased against each other by the crimping ac-
tion. The gaps defined between the edge of one lip and
the inner surface of the opposite lip which is U-bent about
the first lip are also filled with the material of the gasket
in 43a, 43b, as shown in Fig. 8. The exceeding rubber
43c projecting outside of the lock seam can be subse-
quently cut.

[0021] The thickness of the rubber gasket (before
crimping) is preferably in the range 0.5 to 2.5 mm. In the
above described embodiment, a squared U-shaped rub-
ber gasket 42 is used, with the outer leg 42a of the U-
shape which is longer than the inner leg 42b. For exam-
ple, for a steel sheet 3 mm thick, a rubber gasket 1.5 mm
thick and 6 mm wide can be used, with a longer leg 12
mm long and a shorter leg 0.9 mm long.

[0022] AsshowninFig. 5, rubber gasket42 is unrolled
from a coil 44 which is rotatably supported with horixontal
axis upstream of coiling station 34 by a third frame 45.
Rubber gasket 42 is guided to engage longitudinal lip
12b of strip 12 by guiding means. The latter consist of a
hollow guiding arm 46, in which the gasket is slidably
inserted, and which is also supported by third frame 45.
[0023] It should be understood that the profile of the
rubber gasket can be extensively varied within a wide
range of profiles either matching or not with the profile of
the steel sheet, provided thatthe bent profile of the gasket
is capable of embracing the longitudinal lip of the strip at
least partially; for instance, gaskets 142 and 242 as
shown in Figs. 9 and 10, which respectively have a sub-
stantially U-bent profile with diverging legs 142a, 142b
and a V-bent profile, as well as gaskets 342 as shown in
Fig. 11, which have a substantially L-bent profile, will fall
within the scope of this invention.

[0024] The crimping pressure, which can be adjusted
by hydraulic actuator 40, is preferably set in the range 0
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to 62 MPa (0 to 9000 psi), more preferably 34 to 41 MPa
(5000 to 6000 psi).

[0025] The material of the gasket is preferably poly-
chloroprene. However, other natural or syntheticrubbers
having similar mechanical properties can be used, such
as nitrile rubber.

[0026] The opposite ends of the pipe can be conven-
tionally cut, e.g., at right angles to the axis of the pipe,
and, depending on the specific application, they can be
closed by steel covers welded peripherally, in a manner
known per se.

[0027] It has been found in practice that the method
according to the invention achieves the above-declared
scope of considerably improving the performance of the
corrugated metal pipes in terms of watertightness capa-
bilities. In facts, rubber gasket 42, subject to the crimping
pressure, is plastically deformed and reduced to a film
having a thickness of only a few tens of micron or less,
so that it fills all the recesses and any gaps defined be-
tween the surfaces of the two longitudinal lips crimped
together.

[0028] Furthermore, the increase in the manufacturing
costs is relatively small because it is essentially limited
to the cost of the rubber gasket.

[0029] The processing time also is unaffected, since
the rubber gasket can be continuously fed to the steel
strip regardlees of the feeding speed of the latter.
[0030] In addition, it has been found that the mechan-
ical strenght of the seam lock is also substantially unaf-
fected by the insertion of the rubber gasket, whereby the
resulting pipe thoroughly complies with the standards
and regulations to be observed in this technical field.
[0031] A few preferred embodiments of the invention
have been described herein, butof course many changes
may be made by a person skilled in the art within the
scope of the claims. For example, although it is easier to
fit the rubber to inner longitudinal lip 12b, of course, it
could also befitted to outer longitudinal lip 12a. Generally,
all the method steps both preceeding and following the
insertion of the gasket could be carried out in a different
manner. For instance, the corrugating station and the
coiling station could be configured in a different manner,
according to different methods of forming the corruga-
tions and coiling the strip which are well known per se.
For instance, instead of forming the corrugations by re-
ducing the distance between the axes of the corrugating
barrels step by step, with other known methods is the
number of circumferential ridges that is increased step
by step. Of course, also the number of passages between
counterposed corrugating rollers could be reduced or in-
creased, depending on various factors, such as the thick-
ness of the steel sheet.

Claims

1. A method for manufacturing watertight, corrugated
metal pipes, comprising the steps of:
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forming longitudinal corrugations on a strip (12)
of metal sheet by at least one passage between
counterposed corrugating barrels (20, 22) hav-
ing alternated, circumferential ridges (24, 26) on
their outer surfaces,

bending the opposite, longitudinal lips (12a,
12b) of said strip (12) in opposite directions,
coiling said strip (12) of metal sheetinto a helical
shape, whereby said opposite, longitudinal lips
(12a, 12b) overlap laterally,

fitting a rubber gasket (42) to one of said oppo-
site longitudinal lips (12b),

crimping said opposite, longitudinal lips (12a,
12b) together between counterposed crimping
rollers (38, 39), whereby the material of the gas-
ket (42), by effect of the crimping pressure, is
reduced in thickness and deformed plastically
at least in certain areas (12’a, 12"a, 12’b, 12"b)
of said longitudinal lips (12a, 12b) which are bi-
ased against each other by the crimping action,
characterized in that said gasket has a bent
profile capable of embracing said longitudinal lip
during fitting at least partially.

The method of claim 1, characterized in that said
rubber gasket has a substantially U-bent profile.

The method of claim 2, characterized in that said
rubber gasket has a squared, U-bent profile, with
one leg (42a) of the U-shape longer than the other
leg (42b).

The method of any of claims 1 to 3, characterized
in that said rubber gasket has a squared, U-bent
profile with diverging legs (142a, 142b).

The method of claim 1, characterized in that said
rubber gasket has a substantially V-bent profile
(242).

The method of claim 1, characterized in that said
rubber gasket has a substantially L-bent profile
(342).

The method of claim 1 or 2, characterized in that
the thickness of said rubber gasket, before crimping
said opposite, longitudinal lips (12a, 12b) together,
is in the range 0.5 to 2.5 mm.

An apparatus for carrying out the method of claim 1,
comprising:

a corrugating station (19), in which longitudinal
corrugations are formed on a strip (12) of metal
sheet by at least one passage between coun-
terposed corrugating rollers (20, 22) having al-
ternated, circumferential ridges (24, 26) on their
outer surfaces,
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bending means (30a, 32a, 30b, 32b) adapted to
bend the opposite, longitudinal lips (12a, 12b)
of said strip (12) of metal sheet in opposite di-
rections,

a coiling station (34) adapted to coil said strip
(12) of metal sheetinto a helical shape, with said
opposite, longitudinal lips (12a, 12b) overlap-
ping laterally,

guiding means (46) adapted to fit a rubber gas-
ket (42) to one of said opposite longitudinal lips
(12b) upstream of a crimping station (34) in a
guided manner,

a couple of counterposed crimping rollers (38,
39) adapted to crimp said opposite, longitudinal
lips (12a, 12b) together, such that the material
of the rubber gasket (42), by effect of the crimp-
ing pressure, is reduced in thickness and de-
formed plastically at least in certain areas (12’a,
12"a, 12’b, 12"b) of said longitudinal lips (12a,
12b) which are biased against each other by the
crimping action,

characterized in that said guiding means (46)
are adapted to fit a rubber gasket (42) having a

bent profile capable of embracing said longitu-
dinal lip during fitting at least partially.

9. Theapparatus of claim 8, characterized in that said

guiding means comprises a hollow guiding arm (46)
in which said rubber gasket (42) is slidably inserted.

Patentanspriiche

Ein Verfahren zur Herstellung von wasserdichten,
gewellten Metallrohren, das folgende Schritte um-
fasst:

Formen von Langsrillen auf einem Metallblech-
streifen (12) durch mindestens eine Passage
zwischen gegenilberliegenden Wellblechwal-
zen (20, 22) mit alternierenden Umfangsgraten
(24, 26) an ihren AuRenflachen,

Biegen der gegeniberliegenden Langskanten
(12a, 12b) des Streifens (12) in entgegenge-
setzte Richtungen,

Aufwickeln des Metallblechstreifens (12) in eine
Spiralform, wodurch sich die gegeniiberliegen-
den Langskanten (12a, 12b) seitlich Uberlap-
pen,

Aufsetzen einer Gummidichtung (42) auf eine
der gegenuberliegenden Langskanten (12b),
Vercrimpen der gegeniberliegenden Langs-
kanten (12a, 12b) zwischen gegeniiberliegen-
den Crimp-Walzen (38, 39), wodurch das Mate-
rial der Dichtung (42), aufgrund des Crimp-
drucks, in seiner Dicke reduziert und zumindest
inbestimmten Bereichen (12’a, 12"a, 12’b, 12"b)
der Langskanten (12a, 12b) plastisch verformt
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wird, die gegeneinander durch die Crimp-Wir-
kung vorgespannt sind,

dadurch gekennzeichnet, dass

die Dichtung ein gebogenes Profil hat, das in
der Lage ist, die Langskante wahrend des Auf-
setzens zumindest teilweise zu umgeben.

Das Verfahren gemal Anspruch 1, dadurch ge-
kennzeichnet, dass das Profil der Gummidichtung
im Wesentlichen die Form eines U-Bogens hat.

Das Verfahren gemal Anspruch 2, dadurch ge-
kennzeichnet, dass die Gummidichtung ein qua-
dratisches Profil in Form eines U-Bogens hat, wobei
ein Schenkel (42a) der U-Form langer ist als der an-
dere Schenkel (42b).

Das Verfahren gemaR einem beliebigen der Anspri-
che 1 bis 3, dadurch gekennzeichnet, dass die
Gummidichtung ein quadratisches Profil in Form ei-
nes U-Bogens mit abgespreizten Schenkeln (142a,
142b) hat.

Das Verfahren gemal Anspruch 1, dadurch ge-
kennzeichnet, dass die Gummidichtung im We-
sentlichen ein V-Profil (242) hat.

Das Verfahren gemal Anspruch 1, dadurch ge-
kennzeichnet, dass die Gummidichtung im We-
sentlichen ein L-Profil (342) hat.

Das Verfahren gemafR Anspruch 1 oder 2, dadurch
gekennzeichnet, dass die Dicke der Gummidich-
tung vor dem Crimpen der gegenuberliegenden
Langskanten (12a, 12b) im Bereich von 0,5 bis 2,5
mm liegt.

Eine Vorrichtung zur Durchflhrung des Verfahrens
gemaR Anspruch 1, die Folgendes umfasst;

eine Riffelstation (19), in der Langsrillen auf ei-
nem Metallblechstreifen (12) geformt werden
durch mindestens einen Durchlauf zwischen ge-
genuberliegenden Crimp-Walzen (20, 22) mital-
ternierenden Umfangsgraten (24, 26) auf ihren
AulRenflachen,

Biegemittel (30a, 32a, 30b, 32b), ausgebildet,
um die gegeniberliegenden Langskanten (12a,
12b) des Metallblechstreifens (12) in entgegen-
gesetzte Richtungen zu biegen,

eine Aufwickelstation (34), ausgebildet, um den
Metallblechstreifen (12) in eine Spiralform zu wi-
ckeln, wobei die gegeniberliegenden Langs-
kanten (12a, 12b) sich seitlich Uberlappen,
Fiahrungsmittel (46), ausgebildet, um eine Gum-
midichtung (42) auf geflhrte Art und Weise auf
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eine der gegenuberliegenden Langskanten
(12b) stromaufwarts von einer Crimpstation (34)
aufzusetzen,

ein Paar gegenlberliegender Crimp-Walzen
(38, 39), die ausgebildet sind, um die gegenu-
berliegenden Langskanten (12a, 12b) zusam-
menzucrimpen, so dass das Material der Gum-
midichtung (42) durch den Crimp-Druck in sei-
ner Dicke reduziert und zumindest in bestimm-
ten Bereichen (12’a, 12"a, 12’b, 12"b) der
Langskanten (12a, 12b) plastisch verformt wird,
die durch die Crimp-Wirkung gegeneinander
vorgespannt sind,

dadurch gekennzeichnet, dass die Fihrungs-
mittel (46) ausgebildet sind, um eine Gummi-
dichtung (42) mit einem gebogenen Profil, die
inder Lageist, die Langskante wahrend des Auf-
setzens zumindest teilweise zu umgeben, auf-
zusetzen.

Die Vorrichtung gemaR Anspruch 8, dadurch ge-
kennzeichnet, dass das Flhrungsmittel einen hoh-
len Flihrungsarm (46) umfasst, in den die Gummi-
dichtung (42) verschiebbar eingesetzt ist.

Revendications

Procédé de fabrication de tuyaux métalliques ondu-
|és et étanches a 'eau, qui comprend les étapes qui
consistent a:

former des ondulations longitudinales sur une
bande (12) de feuille métallique a l'aide d’au
moins un passage entre des cylindres cannelés
opposés (20, 22) qui présentent des nervures
circonférentielles alternées (24, 26) sur leurs
surfaces extérieures,

cintrer les rebords longitudinaux opposés (12a,
12b) de ladite bande (12) dans des directions
opposées,

enrouler ladite bande (12) de feuille métallique
en une forme hélicoidale, de sorte que lesdits
rebords longitudinaux opposés (12a, 12b) se
chevauchent latéralement ;

placer un joint en caoutchouc (42) sur 'un des-
dits rebords longitudinaux opposés (12b),
sertir lesdits rebords longitudinaux opposés
(12a, 12b) ensemble entre des rouleaux de ser-
tissage opposés (38, 39), de sorte que le maté-
riau du joint (42), par l'effet de la pression de
sertissage, voit son épaisseur réduite et est dé-
formé plastiqguement au moins dans certaines
zones (12’a, 12"a, 12’b, 12"b) desdits rebords
longitudinaux (12a, 12b) quisontinclinés les uns
contre les autres par l'action de sertissage,
caractérisé en ce que

ledit joint présente un profil cintré apte a épouser
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leditrebord longitudinal pendant son placement,
au moins partiellement.

Procédé selon larevendication 1, caractérisé en ce
que ledit joint en caoutchouc présente un profil sen-
siblement cintré en forme de U.

Procédé selon larevendication 2, caractérisé en ce
que ledit joint en caoutchouc présente un profil carré
cintré en forme de U, avec une patte (42a) de la
forme de U plus longue que l'autre patte (42b).

Procédé selon I'une quelconque des revendications
1 a 3, caractérisé en ce que ledit joint en caout-
chouc présente un profil carré cintré en forme de U,
avec des pattes divergentes (142a, 142b).

Procédé selon larevendication 1, caractérisé en ce
que ledit joint en caoutchouc présente un profil sen-
siblement cintré en forme de V (242).

Procédé selon larevendication 1, caractérisé en ce
que ledit joint en caoutchouc posséde un profil sen-
siblement cintré en forme de L (342).

Procédé selon la revendication 1 ou 2, caractérisé
en ce que I'épaisseur dudit joint en caoutchouc,
avantde sertir lesdits rebords longitudinaux opposés
(12a, 12b) ensemble, estde 'ordre de 0,52 2,5 mm.

Appareil d’exécution du procédé selon la revendica-
tion 1, qui comprend :

un poste d’ondulation (19), dans lequel des on-
dulations longitudinales sont formées sur une
bande (12) de feuille métallique a I'aide d’au
moins un passage entre des cylindres cannelés
opposés (20, 22) qui présentent des nervures
circonférentielles alternées (24, 26) sur leurs
surfaces extérieures,

un moyende cintrage (30a, 32a, 30b, 32b) adap-
té pour cintrer les rebords longitudinaux oppo-
sés (12a, 12b) de ladite bande (12) dans des
directions opposées,

un poste d’enroulement (34) adapté pour enrou-
ler ladite bande (12) de feuille métallique en une
forme hélicoidale, avec lesdits rebords longitu-
dinaux opposés (12a, 12b) qui se chevauchent
latéralement,

un moyen de guidage (46) adapté pour placer
un joint en caoutchouc (42) sur 'un desdits re-
bords longitudinaux opposés (12b) en amont
d’un poste de sertissage (34) de maniére gui-
dée,

une paire de rouleaux de sertissage opposés
(38, 39) adaptés pour sertir lesdits rebords lon-
gitudinaux opposés (12a, 12b) ensemble, de
sorte que le matériau du joint en caoutchouc
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(42), par I'effet de la pression de sertissage, voit
son épaisseur réduire et soit déformé plastique-
ment au moins dans certaines zones (12’a,
12”a, 12’b, 12"b) desdits rebords longitudinaux
(12a, 12b) qui sont inclinés les uns contre les 5
autres par 'action de sertissage,

caractérisé en ce que

ledit moyen de guidage (46) est adapté pour pla-

cer un joint en caoutchouc (42) qui présente un
profil cintré capable d’épouser ledit rebord lon- 70
gitudinal pendant son placement, au moins par-
tiellement.

Appareil selon larevendication 8, caractérisé en ce

que ledit moyen de guidage comprend un bras de 15
guidage creux (46) dans lequel ledit joint en caout-
chouc (42) est inséré par coulissement.
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