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Description 

It  is  known  for  the  appearance  and  weather  resi- 
stance  of  screws  to  be  improved  by  pushing  caps  onto 
heads  of  the  screws  to  form  screw/cap  assemblies. 

More  particularly,  modern  buildings  often  have 
cladding  or  roofing  of  a  colour  different  from  a  colour 
of  the  screws  used  to  fasten  the  cladding  or  roofing. 
The  heads  of  the  screws  can  be  visually  obtrusive, 
appearing  from  a  distance  as  rows  of  dots  against  an 
otherwise  uniform  coloured  background.  When  exp- 
osed  to  the  weather,  the  heads  of  the  screws  can 
become  attacked  by  rust,  and  this  can  lead  to 
weakening  as  well  as  further  detracting  from  the  des- 
ired  impression. 

In  an  attempt  to  overcome  these  disadvantages, 
coloured  caps  have  been  applied  by  hand  to  the 
heads  of  the  screws  after  the  screws  have  been  dri- 
ven  home.  The  caps  can  be  formed  of  a  plastics  ma- 
terial  and  the  screws  can  be  formed  of  a  metallic 
material.  The  coloured  caps  can  then  blend  with  the 
coloured  background  to  disguise  the  presence  of  the 
screws  and  to  protect  the  screws  from  the  weather. 
Unfortunately,  not  only  is  the  application  of  the  caps 
to  the  heads  of  the  screws  a  time-consuming  oper- 
ation,  but  the  caps  tend  to  fall  off  the  heads  of  the 
screws. 

The  conventional  answer  to  these  further  prob- 
lems  has  been  to  mould  the  caps  around  specially 
shaped  heads  of  the  screws  in  for  example  an  insert- 
moulding  machine  (as  see  e.g.  DE-A 
3136671).AIthough  technically  successful  it  requires 
the  manufacturer  to  maintain  large  stocks  if  long  deli- 
very  times  are  to  be  avoided.  Maintenance  of  large 
stocks  is  expensive  because  there  is  a  need  for  over 
forty  different  colours  or  types  of  caps  and  about  ten 
different  types  or  lengths  of  screws. 

According  to  the  present  invention,  however,  a 
screw/cap  assembly  comprises  a  screw  having  a 
head  at  one  end  which  is  before  use,  capped  by  an  ini- 
tially  separate  cap  stuck  onto  the  head  by  an  adhe- 
sive. 

The  intention  is  that  the  manufacturer  would  keep 
stocks  of  the  caps  and  stocks  of  the  screws  and  only 
stick  chosen  caps  onto  the  heads  of  chosen  screws 
in  response  to  specific  orders  from  customers. 

Use  of  a  standard  adhesive  of  the  type  which  can 
be  cured  with  heat,  for  example  an  epoxy  resin  which 
cures  when  placed  in  a  hot  oven  or  otherwise  heated 
for  approximately  half  an  hour,  allows  the  cap  to  be 
firmly  bonded  to  the  head  of  the  screw  and  permits 
the  screw  to  be  used  in  a  conventional  manner  with 
conventional  equipment. 

Preferably,  the  head  includes  an  external  drive 
portion  extending  from  a  radially  enlarged  washer 
portion,  and  the  cap  includes  an  internal  drive  portion 
extending  from  a  radially  enlarged  recess  portion. 
The  drive  portions  may  be  of  hexagonal  outline.  The 

washer  portion  of  the  head  may  be  fully  received  in 
the  recess  portion  of  the  cap  when  the  two  drive  por- 
tions  are  fitted  together. 

The  recess  portion  of  the  cap  may  be  formed  with 
5  inwardly  directed  protrusions  for  snap  engagement 

with  the  washer  portion  of  the  head.  This  allows  the 
cap  to  remain  on  the  head  of  the  screw  whilst  the 
adhesive  between  the  cap  and  the  head  of  the  screw 
is  being  cured.  Alternatively,  at  least  one  of  the  cap 

10  drive  portion  and  the  cap  recess  portion  may  have  a 
plurality  of  internal  protrusions  for  maintaining  an 
adequate  thickness  of  the  adhesive.  In  either  case, 
there  may  be  a  radial  clearance  between  the 
peripheries  of  the  head  washer  portion  and  the  cap 

15  recess  portion  for  providing  an  adhesive  reservoir. 
Preferably,  the  adhesive  is  applied  during  man- 

ufacture  to  each  of  the  hexagonal  faces  of  the  head 
drive  portion  as  well  as  to  the  head  washer  portion. 

It  is  desirable  for  there  to  be  an  axial  clearance 
20  between  that  end  of  the  head  drive  portion  remote 

from  the  head  washer  portion  and  that  end  of  the  cap 
drive  portion  remote  from  the  cap  recess  portion  for 
providing  an  air  reservoir.  It  is  then  desirable  for  that 
end  of  the  cap  drive  portion  remote  from  the  cap 

25  recess  portion  to  be  inwardly  deformed  during  man- 
ufacture  into  the  air  reservoir  before  resiliently  recov- 
ering  to  help  achieve  a  uniform  distribution  of  the 
adhesive. 

The  cap  is  preferably  formed  of  a  plastics  ma- 
30  terial,  in  a  desired  colour,  with  a  conventional  external 

torque  receiving  configuration  formed  by,  for 
example,  a  hexagon  or  a  double  hexagon. 

The  screw  is  preferably  formed  of  a  metallic  ma- 
terial,  in  a  conventional  manner,  and  may  include  a 

35  drill  tip  as  well  as  an  external  helical  thread. 
Two  screw/cap  assemblies,  in  accordance  with 

the  present  invention,  will  now  be  described,  by  way 
of  example  only,  with  reference  to  the  accompanying 
drawings,  in  which:- 

40  Figure  1  is  a  perspective  view  of  a  first  screw/cap 
assembly  in  accordance  with  the  present  inven- 
tion; 
Figures  2  and  3  are,  respectively,  top  (external) 
and  bottom  (internal)  views  of  the  cap  per  se  of 

45  the  screw/cap  assembly  shown  in  Figure  1  ; 
Figure  4  is  a  cross-section  taken  along  the  line  4- 
4  of  Figure  3,  also  showing  the  screw  of  the 
screw/cap  assembly  shown  in  Figure  1  ; 
Figures  5  and  6  are,  respectively,  top  (external) 

so  and  bottom  (internal)  views  of  a  cap  perseforuse 
in  a  second  screw/cap  assembly  in  accordance 
with  the  present  invention; 
Figure  7  is  a  cross-section  taken  along  the  line  7- 
7  of  Figure  6,  also  showing  the  screw  of  the  sec- 

55  ond  screw/cap  assembly; 
Figure  8  is  a  schematic  cross-section  through  an 
adhesive  applicator  for  use  with  the  first  and  sec- 
ond  screw/cap  assemblies;  and 
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Figure  9  is  a  schematic  cross-section  through  a 
cap  applicator  for  particular  use  with  the  second 
screw/cap  assembly. 
With  reference  to  Figures  1  to  4  of  the  accom- 

panying  drawings,  a  first  screw/cap  assembly  10  in 
accordance  with  the  present  invention  comprises  a 
screw  1  2  having  a  head  14  atone  end  which  is  capped 
by  an  initially  separate  cap  16  stuck  onto  the  head  14 
by  an  adhesive  18. 

The  screw  1  2  may  be  formed  of  steel  and  may 
carry  a  protective  coating  of  paint.  The  head  14  may 
include  a  hexagonal  drive  portion  20  extending  from 
a  radially  enlarged  and  domed  washer  portion  22.  A 
threaded  portion  24  may  extend  axially  from  the  head 
14  along  shank  26  towards  a  drill  portion  28  formed 
at  the  other  end  of  the  screw  12. 

A  rubber  washer  30  may  be  carried  around  the 
threaded  portion  24. 

The  cap  16  may  be  moulded  of  a  plastics  ma- 
terial,  such  as  20%  glass  filled  polyester,  and  may  be 
coloured  during  its  manufacturer  by  conventional  col- 
ouring  agents.  The  cap  16  may  include  an  internal 
hexagonal  drive  portion  32  extending  from  a  radially 
enlarged  recess  portion  34.  Externally,  the  cap  16 
may  have  conventional  torque  receiving  surfaces  36 
arranged  as  a  double  hexagon.  Internally,  the  recess 
portion  34  may  be  provided  with  a  series  of  four  cir- 
cumferentially  spaced  and  inwardly  directed  profu- 
sions  38  for  holding  the  cap  16  on  the  head  14  while 
the  adhesive  18  sets,  dries  or  cures. 

It  has  been  found  that  a  particularly  suitable 
adhesive  is  an  epoxy  resin  which  is  applied  to  the 
hexagonal  drive  portion  20  and  to  the  upper  surface 
of  the  washer  portion  22.  Afterapplication,  the  cap  16 
is  placed  onto  the  head  14  in  correct  orientation,  i.e. 
flat  opposite  flat.  The  cap  is  pushed  down  to  snap 
engage  with  the  retaining  protrusions  38  and  the 
whole  assembly  removed  to  be  cured  in  an  oven  for 
approximately  30  minutes. 

Other  adhesive  processes  are  possible,  for 
example  it  is  possible  to  coat  either  the  outside  of  the 
screw  head  14  or  the  inside  of  the  screw  cap  16  with 
a  hot  melt  or  thermoplastic  adhesive.  After  coating, 
these  elements  may  be  stored  until  required,  thereaf- 
ter  they  may  be  retrieved  and  heated  until  the  adhe- 
sive  melts  upon  which  the  coated  screws  can  be 
assembled  to  the  caps  or  the  coated  caps  can  be 
assembled  to  the  caps  or  the  coated  caps  can  be 
assembled  to  screws.  Various  methods  of  heating  the 
individual  elements  can  be  employed.  The  screw 
heads  can  be  heated  by  direct  gas  flame,  concen- 
trated  infra-red  heat  or  by  induction  heat.  The  caps 
can  be  heated  by  hot  air,  infra-red  gas  flame  or  micro- 
wave  energy. 

Finally,  the  assemblies  are  cooled  until  the  adhe- 
sive  has  hardened. 

In  the  alternative  cap  40  of  Figures  5  and  6,  it  will 
be  noted  that  the  torque  receiving  surfaces  36  have 
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been  arranged  as  a  single  hexagon  and  that  the 
inwardly  directly  protrusions  38  have  been  omitted. 
Instead,  the  internal  hexagonal  drive  portion  32  is 
provided  with  a  plurality  of  axially  extending  ribs  or 

5  protrusions  42,  one  being  shown  centrally  on  each 
face  of  the  hexagonal  drive.  Moreover,  the  internal 
recess  portion  34  is  provided  with  a  plurality  of  radially 
arranged  pips  or  protrusions  44,  one  being  shown  at 
each  junction  of  the  hexagonal  drive  portion  32  with 

10  the  internal  recess.  It  is  convenient  if  co-planar  flats 
46  are  provided  between  the  pips  44  for  assistance  in 
tooling. 

The  purpose  of  the  ribs  42,  which  have  been 
shown  in  an  enlarged  form  for  purposes  of  clarity  and 

15  may  in  practice  be  smaller,  is  fourfold:- 
(a)  They  centralise  the  head  14  whilst  permitting 
the  internal  dimensions  of  the  cap  40  to  be  grea- 
ter  than  the  external  dimensions  of  the  head  14; 
(b)  They  grip  the  head  14  and  thereby  retain  the 

20  cap  40  in  position  whilst  accommodating  small 
tolerances  in  their  actual  dimensions; 
(c)  They  create  a  passage  around  the  head  14 
through  which  air  is  permitted  to  escape  during 
assembly  so  that  the  air  does  not  become  trap- 

25  ped;  and 
(d)  They  create  a  volume  which  can  be  filled  with 
the  adhesive  18  without  the  adhesive  being 
squeezed  out  during  assembly. 
In  a  similar  manner  the  pips  44  act  as  stops  to 

30  ensure  that  the  cap  40  can  be  pushed  down  onto  the 
head  14  only  so  far,  sufficient  to  retain  an  optimum 
thickness  of  the  adhesive  18  between  the  upper  sur- 
face  of  the  washer  portion  22  and  the  adjacent  sur- 
face  of  the  recess  portion  34. 

35  With  reference  to  Figure  7,  it  will  be  seen  that 
there  is  a  substantial  axial  clearance  48,  preferably 
amounting  to  between  20%  and  50%  of  the  axial 
height  of  the  internal  hexagonal  drive  portion  32  of  the 
cap  40,  which  is  not  filled  with  the  adhesive  18  but 

40  remains  full  of  air. 
During  assembly,  a  predetermined  amount  of  the 

adhesive  18  is  applied  to  predetermined  positions  on 
the  screw  head,  such  as  screw  head  50.  The  adhesive 
18  is  preferably  applied  to  each  hexagonal  face  52  of 

45  its  drive  portion  54  and  to  at  least  the  adjacent  part 
of  the  upper  frusto-conical  face  56  of  its  washer  por- 
tion  58. 

The  adhesive  18  could  be  applied  automatically 
by  an  appropriate  adhesive  applicator  70,  as  shown 

so  in  Figure  8.  The  adhesive  applicator  70  includes  a 
reservoir  72  linked  by  a  passage  74  to  an  annular 
opening  76  of  circular  internal  outline  from  which  the 
adhesive  18  can  be  applied  to  the  screw  head  50. 
More  particularly,  the  adhesive  18  is  forced  through 

55  the  circular  opening  76  onto  each  of  the  hexagonal 
faces  52,  whose  adjoining  corners  78  lie  on  an  imagi- 
nary  circle  of  the  same  diameter  as  the  circular  open- 
ing  76  and  are  thus  located  thereby.  The  adhesive  18 
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finally  flows  downwards  onto  the  upper  frusto-conical 
face  56  and  is  received  in  a  countersunk  portion  80 
of  the  adhesive  applicator  70. 

The  cap  40  is  then  applied  to  the  screw  head  50, 
being  orientated  if  and  as  necessary,  and  is  pushed 
down  onto  the  screw  head  50.  Upper  closed  end  60 
of  the  cap  40  is  then  preferably  inwardly  deformed,  for 
example  by  a  plunger,  so  that  when  the  pressure  is 
released,  the  closed  end  60  recovers  and  sucks  back 
at  least  some  of  the  adhesive  18  which  had  been 
expelled.  In  so  doing,  a  more  uniform  distribution  of 
the  adhesive  18  is  obtained. 

The  cap  40  could  be  applied  and  orientated  auto- 
matically  by  an  appropriate  cap  applicator  82,  as 
shown  in  Figure  9.  The  cap  applicator  82  includes  a 
cylinder  84  having  an  annular  rubber  ring  86  for 
releasably  carrying  the  cap  40.  To  ensure  correct 
orientation,  the  cylinder  84  is  rotated  through  60° 
about  its  vertical  axis  as  the  cap  40  is  pressed  down- 
wardly  by  the  cylinder  84  onto  the  screw  head  50. 
There  may  be  a  rack-and-pinion  mechanism  with 
intermeshing  splined  teeth  for  rotating  the  cylinder  84. 
As  soon  as  correct  orientation  has  been  achieved,  the 
cap  40  stops  rotating  relatively  to  the  screw  head  50 
and  starts  rotating  relatively  to  the  rubber  ring  86.  The 
cap  applicator  82  may  also  include  a  plunger  88  which 
is  movable  along  the  vertical  axis  of  the  cylinder  84  to 
deform  the  screw  head  50  for  the  above-described 
purpose. 

It  will  also  be  noted  from  Figure  7  that  a  diametral 
clearance  62  has  been  deliberately  introduced  be- 
tween  the  outer  diameter  of  the  head  washer  portion 
58  and  the  internal  diameter  of  the  adjacent  skirt  por- 
tion  64  of  the  cap  40.  The  clearance  62  acts  as  a 
reservoir  to  accommodate  displaced  adhesive  18 
arising  from  the  above-noted  inward  deformation  of 
the  closed  end  60  of  the  cap  40.  The  displaced  adhe- 
sive  18  forms  a  capillary  bead  66  around  the  clear- 
ance  62  while  being  cured  and  thereby  provides  a 
simple  but  effective  test  that  there  is  sufficient  of  the 
adhesive  18. 

Because  the  head  washer  portion  58  is  unlikely 
to  be  truly  round  as  a  result  of  cold  forging,  whereas 
the  skirt  portion  64  is  likely  to  be  truly  round  as  a  result 
of  moulding,  the  clearance  62  may  be  of  non-uniform 
radial  extent  around  its  circumference.  The  result  is 
that  the  adhesive  18  therein  resists  shear  and  thereby 
provides  additional  torsional  strength  which  could  be 
further  improved  by,  for  example,  moulding  serrations 
on  the  inside  of  the  skirt  portion  64  or  radial  corru- 
gations  or  ribs  on  the  inside  of  the  recess  portion  34 
of  the  cap  40. 

It  is  of  particular  importance  to  note  that  the  head 
can  be  of  standard  form  capable  of  use  with  a  conven- 
tional  socket  spanner,  rather  than  being  of  a  special 
shape  which  might  not  be  capable  of  being  easily 
removed  from  a  workpiece  in  the  event  of  cap  break- 
age,  and  yet  the  hexagonal  external  faces  of  the  pre- 

ferred  head  can  be  readily  aligned  with  the  hexagonal 
internal  faces  of  the  preferred  cap  to  ensure 
maximum  strength. 

5 
Claims 

1  .  Ascrew/cap  assembly  comprising  a  screw  hav- 
ing  a  head  (14;  50)  at  one  end  which  is  characterised 

10  by  being  capped,  before  use,  by  an  initially  separate 
cap  (16;  40)  stuck  onto  the  head  by  an  adhesive  (18). 

2.  A  screw/cap  assembly  according  to  claim  1, 
characterised  in  that  the  head  (14;  50)  includes  an 
external  drive  portion  (20;  54)  extending  from  a 

15  radially  enlarged  washer  portion  (22;  58),  and  the  cap 
(16;  40)  includes  an  internal  drive  portion  (32)  extend- 
ing  from  a  radially  enlarged  recess  portion  (34). 

3.  A  screw/cap  assembly  according  to  claim  2, 
characterised  in  that  there  is  a  radial  clearance  (62) 

20  between  the  peripheries  of  the  head  washer  portion 
and  the  cap  recess  portion  for  providing  an  adhesive 
reservoir. 

4.  A  screw/cap  assembly  according  to  claim  2  or 
claim  3,  characterised  in  that  at  least  one  of  the  cap 

25  drive  portion  and  the  cap  recess  portion  has  a 
plurality  of  internal  protrusions  (42;44)  for  maintaining 
an  adequate  thickness  of  the  adhesive. 

5.  Ascrew/cap  assembly  according  to  any  one  of 
claims  2  to  4,  characterised  in  that  the  drive  portions 

30  are  of  hexagonal  outline. 
6.  A  screw/cap  assembly  according  to  claim  5, 

characterised  in  that  the  adhesive  (18)  is  applied  dur- 
ing  manufacture  to  each  of  the  hexagonal  faces  of  the 
head  drive  portion  as  well  as  to  the  head  washer  por- 

35  tion. 
7.  Ascrew/cap  assembly  according  to  any  one  of 

claims  2  to  6,  characterised  in  that  there  is  an  axial 
clearance  (48)  between  that  end  of  the  head  drive 
portion  remote  from  the  head  washer  portion  and  that 

40  end  of  the  cap  drive  portion  remote  from  the  cap 
recess  portion  for  providing  an  air  reservoir. 

8.  A  screw/cap  assembly  according  to  claim  7, 
characterised  in  that  that  end  (60)  of  the  cap  drive  por- 
tion  remote  from  the  cap  recess  portion  is  inwardly 

45  deformed  during  manufacture  into  the  air  reservoir 
(48)  before  resiliently  recovering  to  help  achieve  a 
uniform  distribution  of  the  adhesive. 

9.  A  screw/cap  assembly  according  to  any  pre- 
ceding  claim,  characterised  in  that  the  adhesive  is  an 

so  epoxy  resin  of  a  type  which  cures  when  heated  for 
approximately  30  minutes. 

10.  Ascrew/cap  assembly  according  to  any  pre- 
ceding  claim,  characterised  in  that  the  cap  (16;  40)  is 
formed  of  a  plastics  material  with  an  external  torque 

55  receiving  configuration  and  the  screw  (12)  is  formed 
of  a  metallic  material  with  a  drill  tip  as  well  as  an  exter- 
nal  helical  thread. 
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Patentanspriiche 

1.  Schraubenabdeckungskonstruktion  mit  einer 
Schraube,  die  an  einem  Ende  einen  Kopf  (14;  50)  hat, 
dadurch  gekennzeichnet,  dali  sie  vor  Verwendung  5 
durch  eine  anfanglich  separate  Abdeckung  (16;  40), 
die  auf  den  Kopf  mittels  eines  Klebemittels  (18)  auf- 
geklebt  wird,  abgedeckt  wird. 

2.  Schraubenabdeckungskontruktion  nach  An- 
spruch  1,  dadurch  gekennzeichnet,  dali  der  Kopf  (14;  10 
50)  einen  aulieren  Antriebsabschnitt  (20;  54)  hat,  der 
sich  von  einem  radial  verbreiterten  Scheibenab- 
schnitt  (22;  58)  erstreckt,  und  die  Abdeckung  (16;  40) 
einen  inneren  Antriebsabschnitt  (32)  aufweist,  der 
sich  von  einem  radial  verbreiterten  Absatzabschnitt  15 
(34)  erstreckt. 

3.  Schraubenabdeckungskonstruktion  nach  An- 
spruch  2,  dadurch  gekennzeichnet,  dali  eine  radiale 
Ausnehmung  (62)  fur  die  Schaffung  eines  Klebemit- 
telreservoirs  vorgesehen  ist  zwischen  den  Periphe-  20 
rien  des  Kopfscheibenabschnitts  und  des 
Abdeckungsabsatzabschnitts. 

4.  Schraubenabdeckungskonstruktion  nach  An- 
spruch  2  oder  Anspruch  3,  dadurch  gekennzeichnet, 
dali  wenigstens  einer  der  Abdeckungsantriebsab-  25 
schnitte  und  der  Abdeckungsabsatzabschnitte  meh- 
rere  innere  Vorsprunge  (42;  44)  aufweist,  urn  eine 
adaquate  Dicke  des  Klebemittels  zu  gewahrleisten. 

5.  Schraubenabdeckungskonstruktion  nach  ei- 
nem  der  Anspruche  2  bis  4,  dadurch  gekennzeichnet,  30 
dali  die  Antriebsabschnitte  einen  hexagonalen  Umrili 
haben. 

6.  Schraubenabdeckungskonstruktion  nach  An- 
spruch  5,  dadurch  gekennzeichnet,  dali  das  Klebe- 
mittel  (18)  auf  jede  der  hexagonalen  Flachen  des  35 
Kopfantriebsabschnitts  und  des  Kopfscheibenab- 
schnitts  wahrend  der  Produktion  aufgetragen  wird. 

7.  Schraubenabdeckungskonstruktion  nach  ei- 
nem  der  Anspruche  2  bis  6,  dadurch  gekennzeichnet, 
dali  eine  axiale  Ausnehmung  (48)  zur  Schaffung  ei-  40 
nes  Luftreservoirs  vorgesehen  ist  zwischen  dem  En- 
de  des  Kopfantriebsabschnitts,  das  von  dem 
Kopfscheibenabschnitt  entfernt  ist,  und  dem  Ende 
des  Abdeckungsantriebsabschnitts,  das  von  dem  Ab- 
deckungsabsatzabschnitt  entfernt  ist.  45 

8.  Schraubenabdeckungskonstruktion  nach  An- 
spruch  7,  dadurch  gekennzeichnet,  dali  das  Ende 
(60)  des  Abdeckungsantriebsabschnitts,  das  von  dem 
Abdeckungsabsatzabschnitt  entfernt  ist,  wahrend  der 
Produktion  nach  innen  in  das  Luftreservoir  (48)  defor-  50 
miert  wird  bevor  es  federnd  zuruckgefuhrt  wird,  urn 
so  zu  einer  gleichmaliigen  Verteilung  des  Klebemit- 
tels  beizutragen. 

9.  Schraubenabdeckungskonstruktion  nach  ei- 
nem  der  vorangehenden  Anspruche,  dadurch  ge-  55 
kennzeichnet,  dali  das  Klebemittel  ein  Epoxyharz 
des  Typs  ist,  der  aushartet,  wenn  er  fur  etwa  30  Mi- 
nuten  erhitzt  wird. 

10.  Schraubenabdeckungskonstruktion  nach  ei- 
nem  der  vorangehenden  Anspruche,  dadurch  ge- 
kennzeichnet,  dali  die  Abdeckung  (16;  40)  aus  einem 
Kunststoffmaterial  mit  einer  aulieren,  ein  Drehmo- 
ment-aufnehmenden  Konfiguration  gebildet  ist  und 
die  Schraube  (12)  aus  einem  metallischen  Material 
mit  einer  Bohrspitze  sowie  einem  helikalen  Aulienge- 
winde  geformt  ist. 

Revendications 

1.  Ensemble  vis/chapeau  comportant  une  vis 
ayant  une  tete  (14  ;  50)  a  une  extremite  qui  est  carac- 
terisee  par  le  fait  qu'elle  est  coiffee,  avant  utilisation, 
par  un  chapeau  initialement  separe  (16  ;  40)  colle  sur 
la  tete  au  moyen  d'un  adhesif  (18). 

2.  Ensemble  vis/chapeau  selon  la  revendication 
1,  caracterise  en  ce  que  la  tete  (14  ;  50)  comprend 
une  partie  exterieure  (20  ;  54)  d'entraTnement  depas- 
sant  d'une  partie  a  rondelle  elargie  radialement  (22  ; 
58),  et  le  chapeau  (16  ;  40)  comprend  une  partie  inte- 
rieure  d'entraTnement  (32)  s'etendant  depuis  une  par- 
tie  a  evidement  radialement  elargie  (34). 

3.  Ensemble  vis/chapeau  selon  la  revendication 
2,  caracterise  en  ce  qu'il  existe  un  jeu  radial  (62)  entre 
les  peripheries  de  la  partie  a  rondelle  de  la  tete  et  de 
la  partie  a  evidement  du  chapeau  pour  constituer  un 
reservoir  d'adhesif. 

4.  Ensemble  vis/chapeau  selon  la  revendication 
2  ou  la  revendication  3,  caracterise  en  ce  qu'au  moins 
I'une  ou  I'autre  des  partie  d'entraTnement  du  chapeau 
et  partie  a  evidement  du  chapeau  comporte  plusieurs 
saillies  interieures  (42  ;  44)  destinees  a  maintenir  une 
epaisseur  d'adhesif  convenable. 

5.  Ensemble  vis/chapeau  selon  I'une  quelconque 
des  revendications  2  a  4,  caracterise  en  ce  que  les 
parties  d'entraTnement  sont  d'un  contour  hexagonal. 

6.  Ensemble  vis/chapeau  selon  la  revendication 
5,  caracterise  en  ce  que  I'adhesif  (18)  est  applique 
durant  la  fabrication  sur  chacune  des  faces  hexago- 
nales  de  la  partie  d'entraTnement  de  tete  ainsi  que  de 
la  partie  a  rondelle  de  la  tete. 

7.  Ensemble  vis/chapeau  selon  I'une  quelconque 
des  revendications  2  a  6,  caracterise  en  ce  qu'il  existe 
un  jeu  axial  (48)  entre  I'extremite  de  la  partie  d'entraT- 
nement  de  tete  eloignee  de  la  partie  a  rondelle  de  tete 
et  I'extremite  de  la  partie  d'entraTnement  du  chapeau 
eloignee  de  la  partie  a  evidement  du  chapeau  pour 
former  un  reservoir  d'air. 

8.  Ensemble  vis/chapeau  selon  la  revendication 
7,  caracterise  en  ce  que  I'extremite  (60)  de  la  partie 
d'entraTnement  du  chapeau  eloignee  de  la  partie  a 
evidement  du  chapeau  est  deformee  durant  la  fabri- 
cation  vers  I'interieur  du  reservoir  d'air  (48)  avant  de 
reprendre  forme  elastiquement  pour  aider  a  realiser 
une  distribution  uniforme  de  I'adhesif. 

9.  Ensemble  vis/chapeau  selon  I'une  quelconque 
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des  revendications  precedentes,  caracterise  en  ce 
que  I'adhesif  est  une  resine  epoxy  d'un  type  qui  durcit 
lorsqu'elle  est  chauffee  pendant  environ  30  minutes. 

10.  Ensemble  vis/chapeau  selon  I'une  quelcon- 
que  des  revendications  precedentes,  caracterise  en  5 
ce  que  le  chapeau  (16  ;  40)  est  forme  d'une  matiere 
plastique  avec  une  configuration  exterieure  de  recep- 
tion  de  couple  et  la  vis  (1  2)  est  formee  en  une  matiere 
metallique  ayant  une  pointe  de  percage  ainsi  qu'un 
filet  helicoTdal  exterieur.  10 
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