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Description

Technical Field

[0001] The present invention relates to a resin pipe
joint having a structure wherein a tube functioning as a
fluid transfer path is connected to a resin pipe joint while
flaring the tube, and more particularly to a resin pipe joint
which is preferred also in piping for a liquid having high
purity or ultrapure water to be handled in a production
process of various technical fields such as production of
semiconductor devices, production of medical equip-
ment and medicines, food processing, and chemical in-
dustry, and which is used as means for connecting a fluid
apparatus such as a pump, a valve, or a filter, or a tube
that is a fluid transfer path.

Background Art

[0002] As a resin pipe joint of this kind, a tube joint
disclosed in Patent Literature 1 is known. Namely, the
tube joint is structured in the following manner. A syn-
thetic resin-made tube (1) is forcedly pressed onto a fit-
ting cylinder (5) of a joint body (4), or, as shown in Fig.
2 of Patent Literature 1, a tube end portion (2) is previ-
ously flared and then fitted to the fitting cylinder (5). Then,
a union nut (6) which is previously fitted to the tube is
screwed with the joint body, and forcedly moved in the
axial direction of the joint body (4) by performing a fas-
tening operation, whereby a flaring base portion (2a) of
the tube (1) is strongly pressed in the axial direction by
an edge portion (6a) to seal between the tube (1) and
the fitting cylinder (5).
[0003] As a structure similar to the above-described
one, also a resin pipe joint disclosed in Figs. 8 and 9 of
Patent Literature 2 is known. As disclosed in Fig. 5 of
Patent Literature 2 and Patent Literature 3, also a resin
pipe joint having a structure in which an end of a tube
that is flared and externally fitted to an inner ring is inter-
nally fitted to a fitting cylinder of a joint body, and a portion
of the tube that is flared to the inner ring is pressed by
fastening a union nut to attain a sealing function is known.
Both the joints have the structure where a tube end is
flared and a sealing function is attained by fastening a
union nut. In the former structure in which the tip end of
the tube is externally fitted to the fitting cylinder to fix the
nut, there is an advantage that a pipe joint can be eco-
nomically configured by two components or the joint body
and the union nut. In the latter structure using the inner
ring, there are advantages that leakage can be surely
avoided and a stable performance is obtained, and that
the reliability is high.
[0004] In actual work on a resin pipe joint having such
various excellent advantages, there is an item which is
always requested to be improved, i.e., that the timing
when the fastening of the union nut is ended cannot be
clearly known. In a resin-made joint, originally, the fas-
tening torque in an operation of turning a union nut is

gradually increased because of the characteristics of the
material, and therefore a sense of fastening up which is
caused by a sudden increase of the fastening torque is
poor unlike the case where a metal material is used, so
that the end of fastening is hardly sensuously known. In
the case of insufficient fastening, leakage may occur,
and, in the case of excessive fastening, the joint may be
broken. Such disadvantages are easily caused because
the joint is made of a resin. Therefore, fastening of the
union nut must be correctly ended.
[0005] In the case where a pipe joint is exposedly dis-
posed in a state where the worker can see the whole
joint, for example, the position of the screw advancement
due to fastening of a union nut can be checked, so that
it is relatively easy to know that the fastening end state
is attained, or that such a state is approximately attained.
In a place where a pipe joint is disposed, such as a narrow
gap between other apparatuses, or a hidden place under
the roof, a situation where it is impossible or difficult to
see the joint often occurs, and the work of fastening the
union nut is often performed in a blind manner. Even
when the joint cannot be seen, therefore, it is required
that the end or near end of the work of fastening the union
nut is informed to the worker by any means.
[0006] Therefore, Patent Literature 3 discloses a tech-
nique in which, at just before the end of fastening of a
union nut (2), a projection piece (15) that is projected in
the axial direction from a joint body (1) in a cantilevered
state, and a projection (23) that is raisedly formed in an
end portion of the union nut (2) in the axial direction ap-
proach and interfere with each other in the circumferential
direction to butt against each other, and the worker can
known the end or near end of the fastening, based on a
flapping sound which is generated by the projection piece
(15) at this time. Namely, sound generating means for
informing the fastening end state to the worker by a sound
is disclosed.

Prior Art Literature

Patent Literature

[0007]

Patent Literature 1: Japanese Utility Model Regis-
tration No. 3,041,899
Patent Literature 2: Japanese Patent Application
Laid-Open No. 7-27274
Patent Literature 3: Japanese Patent Application
Laid-Open No. 11-230463

[0008] Document EP0903529 discloses a resin pipe
joint including projection and recess portions, see for in-
stance the figure 6.
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Summary of the Invention

Problem to be Solved by the Invention

[0009] The sound generating means enables the end
state of fastening due to an operation on the union nut
to be checked by means of sound recognition even when
the pipe joint portion cannot be seen, and a certain effect
is attained. However, it is seldom that an actual site of
piping work is in a quiet situation. Usually, piping work is
performed under a somewhat noisy situation, such as in
a factory in operation, a work in a situation where another
work or construction is concurrently performed. There-
fore, it is often that the worker cannot hear a flapping
sound generated by the resin-made projection piece. In
means for informing the end of fastening of a union nut,
i.e., fastening end perception means, there remains room
for further improvement.
[0010] In view of the above-discussed circumstances,
it is an object of the invention to provide a resin pipe joint
in which, even when a pipe joint portion is in an invisible
or less visible place, and even in a work site in a noisy
situation, it can be checked that a union nut is in the end
or near end of fastening, and which is improved so as to
attain high assembling workability and handleability.

Means for Solving the Problem

[0011] The Problem is solved by providing a resin pipe
joint according to the technical features of claim 1.
[0012] Preferably, the projecting portion 20 is formed
in an outer peripheral flange 1A of the joint body 1, the
recess portion 19 is formed in the end portion of the union
nut 2 on a side where the internal thread is formed, and
the projecting portion 20 and the outer peripheral flange
1A are configured to be flexurally displaceable in the di-
rection of the axis P.
[0013] More preferably, a protruding portion 20B which
is protruded toward a radially outward side from an outer
peripheral face 1b of the outer peripheral flange 1A is
protruded in the projecting portion 20, and a protrusion
portion 24 which is protruded toward the radially outward
side is protruded from a portion of the union nut 2, the
portion being adjacent to the recess portion 19 in the
direction of the axis P.
[0014] Advantageously, the projecting portion 20
and/or the recess portion 19 are formed in a plural
number in the circumferential direction, and configured
so that the fitting and the unfitting are repeated during
when the union nut 2 is turned one rotation.
[0015] More advantageously, the projecting portions
20 and/or the recess portions 19 are formed in the cir-
cumferential direction at intervals of uniform angles about
the axis P.
[0016] Preferably, the joint body 1 and the union nut 2
are made of a fluorine resin.

Effects of the Invention

[0017] According to the invention of claim 1, although
its detail will be described in the paragraph of embodi-
ments, a torque variation caused by the function of the
torque varying portion due to fastening rotation of the
union nut, i.e., the mutual fitting and unfitting of the pro-
jecting portion and the recess portion by a flexural dis-
placement of one of them in the axial direction is made
large, and it is possible to clearly sense the torque vari-
ation through a tool (a spanner, a wrench, or the like)
which turns the union nut. Therefore, a large torque var-
iation is produced in the end of fastening or near the end,
and hence the end of the fastening of the union nut or
near the end can be recognized through the feeling of
operation. As a result, it is possible to provide a resin
pipe joint in which, even when a pipe joint portion is in
an invisible or less visible place, and even in a work site
in a noisy situation, it can be checked that a union nut is
in the end or near end of fastening, and which is improved
so as to attain high assembling workability and handle-
ability.
[0018] As set forth in claim 2, the projecting portion is
formed in the outer peripheral flange of the joint body,
the recess portion is formed in the end portion of the
union nut on the side where the internal thread is formed,
and the projecting portion and the outer peripheral flange
are configured to be flexurally displaceable in the axial
direction, so that the torque varying portion can be ra-
tionally configured. When, as set forth in claim 3, a pro-
truding portion which is protruded toward the radially out-
ward side is formed in the projecting portion, and a pro-
trusion portion which is protruded toward the radially out-
ward side is formed on the axial direction side of the re-
cess portion, there is an advantage that, depending on
the sense due to touching of the fingers, it is possible to
check whether the protruding portion and the projecting
portion are aligned with each other in the circumferential
direction or not, and whether the portions are close to
each other in the axial direction or not, i.e., whether the
end state or near end state of fastening is attained or not.
[0019] When, as set forth in claim 4, the projecting por-
tion and the recess portion are formed in a plural number
in the circumferential direction, and configured so that
the fitting and the unfitting are repeated during when the
union nut is turned one rotation, there is an advantage
that the frequency of the above-described large torque
variation is increased, and the sense recognition is made
further clear, thereby enhancing the effects of claims 1
to 3. In this case, when, as set forth in claim 5, the pro-
jecting portions and the recess portions are formed in the
circumferential direction at intervals of uniform angles,
the fitting and the unfitting are duplicated a plurality of
times, and the torque variation is made more prominent.
This is preferable.
[0020] When, as set forth in claim 6, the joint body and
the union nut are made of a fluorine resin having excellent
chemical resistance and heat resistance, even in the
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case where a fluid is a medical solution or a chemical
solution, or the fluid is a high-temperature fluid, the joint
structure portion is not deformed, and leakage does not
easily occur. Therefore, the good sealing property and
the resistance against pulling can be maintained. A flu-
orine resin is preferable because it is stable at a high
temperature, and has high water repellency, a low coef-
ficient of friction, a high chemical resistance, and a high
electrical insulating property.

Brief Description of the Drawings

[0021]

[Fig. 1] Fig. 1 is a sectional view showing the struc-
ture of a resin pipe joint of Embodiment 1.
[Fig. 2] Fig. 2 is a sectional view showing the struc-
ture of a flange portion of a joint body.
[Fig. 3] Fig. 3 shows an end portion of a union nut,
(a) is an axial direction view, and (b) is a partial bot-
tom view.
[Fig. 4] Fig. 4 shows assembling functions of the joint
of Fig. 1, (a) shows a state where recess portions
and projecting portions are separated from each oth-
er, (b) shows a state where the tip end of the union
nut butts against an outer peripheral flange, and (c)
shows a state where the projecting portions are fitted
to the recess portions.
[Fig. 5] Fig. 5 is a function view showing a situation
where the outer peripheral flange is pressed by a
remaining peripheral portion to be flexed.
[Fig. 6] Fig. 6 shows shows assembling functions of
a resin pipe joint of Embodiment 2, (a) shows a state
where recess portions and projecting portions are
separated from each other, (b) shows a state where
the tip end of the union nut butts against an outer
peripheral flange, and (c) shows an assembling state
where the projecting portions are fitted to the recess
portions.
[Fig. 7] Fig. 7 is a sectional view showing the struc-
ture of a flange portion of a joint body in Fig. 6.
[Fig. 8] Fig. 8 is an axial direction view showing the
recess portions of the union nut in Fig. 6.
[Fig. 9] Fig. 9 is a sectional view showing the struc-
ture of a resin pipe joint of Embodiment 3.
[Fig. 10] Fig. 10 is a plan view (assembly-completed
state) of the resin pipe joint of Fig. 9.
[Fig. 11] Fig. 11 is a plan view showing a state im-
mediately before the assembling of the resin pipe
joint of Fig. 9.
[Fig. 12] Fig. 12 is a plan view showing a state where
further fastening of the resin pipe joint of Fig. 9 is
completed.
[Fig. 13] Fig. 13 is an axial direction view showing a
meshing situation between first and second rough
peripheral faces.

Best Mode for Carrying Out the Invention

[0022] Hereinafter, embodiments of the resin pipe joint
of the invention will be described with reference to the
drawings. Figs. 1 to 5 are drawings of a resin pipe joint
of Embodiment 1, and Figs. 6 to 8 are drawings of a resin
pipe joint of Embodiment 2. Figs. 9 to 11 are drawings
of a resin pipe joint of Embodiment 3.

[Embodiment 1]

[0023] As shown in Fig. 1, a resin pipe joint A of Em-
bodiment 1 communicatingly connects a tube 3 made of
a fluorine resin (an example of a synthetic resin which is
typified by PFA, PTFE, and the like) to a fluid apparatus
such as a pump or a valve, or a tube of the same or
different diameter, and is configured by two components
or a joint body 1 made of a fluorine resin (an example of
a synthetic resin which is typified by PFA, PTFE, and the
like), and a union nut 2 made of a fluorine resin (an ex-
ample of a synthetic resin which is typified by PFA, PTFE,
and the like). Fig. 1 shows a fastening ended state (as-
sembled state) in which the union nut 2 is fastened by a
predetermined degree.
[0024] As shown in Figs. 1, 2, and 4, the joint body 1
is formed into a cylindrical member including: an inner
cylinder (an example of a fitting cylinder) 4 having one
end to which an end portion of the tube 3 can be externally
fitted and attached while flaring the end portion; a cover
cylinder portion 6 which is put over an outer peripheral
side of an inner deep side portion of the inner cylinder 4
with forming a peripheral groove m that extends in the
direction of the axis P, and that allows the tip end of the
flared tube 3 to be inserted; an external thread 5 which
is configured by a trapezoidal screw; and a fluid path 7
which is a columnar space having the axis P. The inner
cylinder 4 is formed into a tapering and straight shape
having an end-tapered cylinder portion 4A which causes
the tube 3 to be gradually flared; and a straight barrel
cylinder portion 4B which is formed in succession to a
large-diameter side of the end-tapered cylinder portion
4A.
[0025] In the peripheral groove m, an outer peripheral
face which is a peripheral face on the radially inward side
is an outer peripheral face 4b of the straight barrel cylin-
der portion 4B, and that which is a peripheral face on the
radially outward side is an inner peripheral face 6a of the
cover cylinder portion 6. An outer peripheral flange 1A is
formed in a place which is separated by a predetermined
length in the direction of the axis P from a deep-side
peripheral face 21 of the peripheral groove m. An external
thread 5 is formed from a substantially base place of the
outer peripheral flange 1A to the outer peripheral face of
an end portion of the cover cylinder portion 6. The tip end
face of the inner cylinder 4 is formed by a reverse taper
angle which, as advancing toward the radially inner side,
is closer to the inner deeper side (the deeper side in the
direction of the axis P). Namely, a cut face 16 in which
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the diameter is larger as further advancing toward the tip
end is formed, and the shape of a liquid pool peripheral
portion 17 formed by expandingly displacing the inner
peripheral face of the tube 3 toward the flared portion is
made to have an inner-peripheral side flared shape, so
that the fluid hardly stagnates in the liquid pool peripheral
portion 17.
[0026] The cut face 16 is formed so that its maximum
diameter has a substantially intermediate value between
the inner and outer diameters of the tube 3 in a natural
state. However, the value is not limited to this. An oper-
ation hexagonal nut portion 23 having a constant width
in the direction of the axis P, and a round pipe portion
(not shown) which is continuous thereto are formed in
the side of the flange 1A opposite to the external thread
5 in the direction of the axis P.
[0027] In the outer peripheral flange 1A, as shown in
Figs. 1, 2, and 4, projecting portions 20 which are pro-
jected in the axial direction are integrally formed. Each
of the projecting portions 20 is configured by a main pro-
jecting part 20A which is protruded in the direction of the
axis P from a side peripheral face 1a of the outer periph-
eral flange 1A on the side of the external thread, and an
auxiliary projecting part (an example of a protruding por-
tion) 20B which is extended toward the radially outward
side from the outer peripheral face 1b of the outer pe-
ripheral flange 1A, and has a certain width d. The pro-
jecting portions 20 are formed in four places arranged at
intervals of uniform angles of 90 degrees about the axis P.
[0028] As shown in Figs. 1, 3, and 4, the union nut 2
includes: an internal thread 8 which is screwable with the
external thread 5; a seal peripheral edge (an example of
a seal pressing portion) 10 which is actable on a small-
diameter end portion of a flaring changing region 9 in a
flared portion 3A of the tube 3, the flared portion being
externally fitted to the inner cylinder 4; a slipping-off pre-
vention peripheral edge 11 which is actable on a large-
diameter end portion of the flaring changing region 9; a
pressing inner peripheral portion 13 which is externally
fittable to a flared straight portion 12 of the flared portion
3A, the flared straight portion surrounding the constant-
diameter straight barrel cylinder portion 4B; and a guide
cylinder portion 14 which surrounds the tube 3 over a
predetermined length in the direction of the axis P in suc-
cession to the seal peripheral edge 10.
[0029] In the seal peripheral edge 10, the inner diam-
eter is substantially equal to the outer diameter of the
tube 3, and a pressing face 10a is formed as a side pe-
ripheral face which is perpendicular to the axis P. In the
slipping-off prevention peripheral edge 11, the diameter
of the inner peripheral face is set to a value which is larger
than the diameter of the outer peripheral face 4b of the
straight barrel cylinder portion 4B which has the maxi-
mum diameter in the inner cylinder 4, and smaller than
a diameter to which the thickness of the tube 3 is added,
i.e., the diameter of the pressing inner peripheral portion
13, but may not have such a value (for example: smaller
than the diameter of the outer peripheral face 4b) as far

as it acts on the large-diameter portion of the flaring
changing region 9. Also a pressing face 11a of the slip-
ping-off prevention peripheral edge 11 is a side periph-
eral face which is perpendicular to the axis P.
[0030] The pressing inner peripheral portion 13 is set
to a value at which it is press-inserted (pressingly con-
tacted with and externally fitted) to the flared straight por-
tion 12 in a degree in which a radial gap is not formed
between the pressing inner peripheral portion and the
flared straight portion 12, and co-rotation of the flared
portion 3A due to fastening of the union nut 2 does not
occur, and slipping-off preventing means N is configured.
This is conducted in order that the fastening of the union
nut 2 causes the slipping-off prevention peripheral edge
11 to press the flared straight portion 12 so as to bite in
the axial direction in order to block slipping off of the tube
3, and relief deformation in which the flared straight por-
tion 12 is radially outward expanded is prevented from
occurring by the pressing force, thereby obtaining the
enhanced resistance against pulling due to cooperation
with the slipping-off prevention pressing portion 11.
[0031] As shown in Figs. 1, 3, and 4, recess portions
19 which are recessed in the axial direction so as to be
fittable to the projecting portions 20 of the joint body 1
are placed in the end of the union nut 2 on the side of
the internal thread. In the end on the side of the internal
thread, arcuate projections 18 which have an outer di-
ameter that is equal to that of the union nut 2, and an
inner diameter that is slightly larger than the diameter of
the thread bottom of the internal thread 8, and which ex-
tend in the direction of the axis P are formed in a total of
eight places arranged at intervals of uniform angles (45
degrees) about the axis P, and the portions between the
arcuate projections 18 which are adjacent to each other
in the circumferential direction are formed as the recess
portions 19. Namely, the recess portions 19 are formed
in eight places arranged at intervals of uniform angles of
45 degrees about the axis P. In the outer peripheral face
2A of the union nut 2, protrusion portions 24 which have
the same width (the length in the circumferential direc-
tion) as the recess portions 19, which extend in the axial
direction, and which are slightly protruded toward the ra-
dially outward side are formed in eight places which are
adjacent to the recess portions 19 in the axial direction
[see Fig. 3(a)].
[0032] Next, the end portion of the tube 3 is externally
fitted and inserted into the inner cylinder 4 by forcibly
pushing the tube 3 at normal temperature to be attached
while being flared, by heating the tube with using a heat-
ing source so as to be easily expandingly deformed and
then pushing it, or by previously flaring the tube end with
using a flaring machine (not shown) and then pushing it
into the inner cylinder 4, so that a state where the tube
is inserted until the tube end 3t is positioned deeper than
the end wall 15 of the cover cylinder portion 6 is obtained
as shown in Fig. 1. As shown in Figs. 1 and 2, the flared
portion 3A which is externally fitted and attached to the
inner cylinder 4 is configured by the flaring changing re-
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gion 9 which is externally fitted to the outer peripheral
face 4a of the end-tapered cylinder portion 4A, and the
flared straight portion 12 which is externally fitted to the
outer peripheral face 4b of the straight barrel cylinder
portion 4B.
[0033] As shown in Figs. 1 and 2, namely, it is set so
that, by a screw advancement in the direction of the axis
P of the joint body 1, the screw advancement being
caused by the fastening of the union nut 2 due to screwing
of the internal thread 8 to the external thread 5 in a state
where the tube 3 is externally fitted and attached to the
inner cylinder 4, the pressing inner peripheral portion 13
is externally fitted to the flared straight portion 12, a por-
tion of the large-diameter portion of the flaring changing
region 9 is pressed in the direction of the axis P by the
slipping-off prevention peripheral edge 11, the diameter
of the portion being larger than that of the inner cylinder
4, and the small-diameter portion of the flaring changing
region 9 is pressed in the direction of the axis P by the
seal peripheral edge 10. The diameter of a fluid transfer
path 3W of the tube 3, and that of the fluid path 7 are set
to be equal to each other in order to attain a smooth fluid
flow. Alternatively, the diameters may be different from
each other.
[0034] In this case, as described above, the state is
formed where a gap is not formed in a radial direction
between the pressing inner peripheral portion 13 and the
flared straight portion 12, and the flared straight portion
12 is pressingly contacted with and interposed between
the straight barrel cylinder portion 4B and the pressing
inner peripheral portion 13. In Embodiment 1, the flaring
changing region 9 of the tube 3 is formed as a portion
which is put over the end-tapered cylinder portion 4A.
The flaring changing region 9 is in a state of a tapered
pipe which is gradually flared, and the seal peripheral
edge 10 and the slipping-off prevention peripheral edge
11 are in positional relationships in which they are sep-
arated from each other in the direction of the axis P. As
the angle formed by the outer peripheral face 4a of the
end-tapered cylinder portion 4A and the axis P is steeper,
the distance between the seal peripheral edge 10 and
the slipping-off prevention peripheral edge 11 in the di-
rection of the axis P is shorter. The seal peripheral edge
10 and the tip end of the inner cylinder 4 are slightly sep-
arated from each other in the direction of the axis P (see
Fig. 2 and the like) . When the angle of the outer periph-
eral face 4a is steep, the separation distance is in-
creased, and, when the angle is gentle, the separation
distance is decreased.
[0035] As shown in Fig. 1, in the predetermined as-
sembled state of the resin pipe joint A, the seal peripheral
edge 10 presses the small-diameter end portion of the
flaring changing region 9 of the tube 3 in the direction of
the axis P, and hence the end of the small-diameter side
of the outer peripheral face 4a of the flaring changing
region 9, and the inner peripheral face of the tube 3 ad-
joining the place are strongly pressingly contacted, and
a sealing portion S is formed. The sealing portion S in

the tip end place of the inner cylinder 4 enables the tube
3 and the joint body 1 to be satisfactorily sealed without
causing a fluid such as a washing solution or a medical
solution to enter between the inner cylinder 4 and the
flared portion 3A.
[0036] The flared straight portion 12 of the flared por-
tion 3A which is pressingly externally fitted to the inner
cylinder 4 is surrounded by the outer peripheral face 4b
of the straight barrel cylinder portion 4B and the pressing
inner peripheral portion 13, and held so as not to be ex-
pandingly deformed, and the slipping-off prevention pe-
ripheral edge 11 is positioned so as to substantially bite
the flared straight portion 12. This can resist a pulling
force which is acted on the flared portion 3A by engage-
ment of the slipping-off prevention peripheral edge 11
which presses the flared straight portion 12 so as to bite
the large-diameter portion of the flaring changing region
9, i.e., substantially the flared straight portion 12, and can
brake and block a sliding movement of the flared portion
3A in the slipping-off direction due to that the flared
straight portion 12 can be expandingly deformed in a ra-
dial direction by the pulling force while using the slipping-
off prevention peripheral edge 11 as the basing point.
[0037] Even when the flared portion 3A is slightly slid-
ingly moved in the direction of the axis P, also the seal
point in the sealing portion S is shifted, and there is a
possibility that the sealing function becomes uncertain.
This can be prevented from occurring. Therefore, the slip-
ping-off preventing means N for strongly regulating a
movement in the direction of the axis P and in the direction
along which the flared portion 3A slips off from the inner
cylinder 4 is configured, thereby realizing an excellent
resistance against pulling. As a result, the flare type resin
pipe joint A configured by the joint body 1 and the union
nut 2 is realized as an improved configuration which can
be simply assembled by a nut operation in a state where
the tube is attached to the inner cylinder, thereby attaining
an excellent assembling property, and both the excellent
sealing property due to the sealing portion S, and the
high resistance against pulling due to the slipping-off pre-
venting means N can be attained.
[0038] In addition, it is set to a state where, after start
of the pressing of the large-diameter portion of the flaring
changing region 9 by the slipping-off prevention periph-
eral edge 11, the pressing of the small-diameter portion
of the flaring changing region 9 by the seal peripheral
edge 10 is started, namely, it has pressing time difference
means, whereby providing the following functions and
effects. Namely, when the union nut 2 is turned and fas-
tened (screw advanced), the slipping-off prevention pe-
ripheral edge 11 first butts against the flaring changing
region 9 (in detail, the large-diameter portion of the flaring
changing region 9), and at this time the seal peripheral
edge 10 does not reach the flaring changing region 9.
Therefore, only the slipping-off prevention peripheral
edge 11 presses in the direction of the axis P the large-
diameter portion of the flaring changing region 9, in more
detail, the portion in which the diameter is larger than that
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of the straight barrel cylinder portion 4B, and hence a
function of pressing the flaring straight portion 12 into the
inner deeper portion of the inner cylinder 4 is produced
by the operation of fastening the union nut 2.
[0039] The flaring straight portion 12 which is press-
ingly inserted into and and externally fitted to the straight
barrel cylinder portion 4B butts also against the pressing
inner peripheral portion 13. In the case where the press
contact force is relatively weak, the portion tries to slide
the flared portion 3A so as to be inserted into the inner
deeper side of the inner cylinder 4. Therefore, preferred
effects are obtained such as that the tube is inserted into
the joint body 1 more surely, and that the flaring straight
portion 12 which is pressed in the direction of the axis P
is hardly moved in the direction of the axis P, and hence
tries to radially expand to further enhance the press con-
tact force, thereby producing a function of being firmly
interposed. In the case where the press contact force is
relatively strong, the flaring straight portion 12 which is
pressed in the direction of the axis P is substantially im-
mobile in the direction of the axis P, and hence a strong
function of radially expanding is produced, thereby ob-
taining an effect that the flared straight portion 12 is held
more firmly between the inner cylinder 4 and the pressing
inner peripheral portion 13.
[0040] Anyway, the slipping-off prevention peripheral
edge 11 presses the flared portion 3A in the direction of
the axis P under the situation where the seal peripheral
edge 10 does not exert a function of sticking in the flared
portion 3A, thereby obtaining an effect that the press con-
tacting and holding force of the flared straight portion 12
due to the straight barrel cylinder portion 4B and the
pressing inner peripheral portion 13 is enhanced. For ex-
ample, the portion of the flared portion 3A which is
pressed by the slipping-off peripheral edge 11 flows to
the radially outward side to fill an edge space portion
formed by the pressing face 11a and the pressing inner
peripheral portion 13. As described above, the pressing
time difference means provides an effect that, with re-
spect to the inner cylinder 4 of the tube 3, the press con-
tacting and holding force and the resistance against pull-
ing are further improved.
[0041] As shown in Fig. 1, indicator means B which
can visually check whether the tube 3 is correctly inserted
into the inner cylinder 4 or not may be configured by: the
peripheral groove m that is formed by the inner deep side
of the inner cylinder 4, and the cover cylinder portion 6;
and the union nut 2 that is formed by a transparentable
fluorine resin. In the case where viewing is conducted
along a line which passes a valley-like inner peripheral
face 22 that is on the inner deep side of the pressing
inner peripheral portion 13, and that extends to the inter-
nal thread 8, when the normal state where the flared por-
tion 3A is seen and the flared end portion 3t is not seen
is obtained, it is possible to determine that the tube 3 is
correctly externally fitted and attached to the inner cylin-
der 4. When a mal-insertion state where the flared portion
3A is seen and the flared end portion 3t is seen is ob-

tained, or when an insufficient insertion state where the
flared portion 3A itself is not seen is obtained, it is possible
to determine that the insertion of the tube 3 does not
reach a specified amount. In this case, an operation of
further pressing the tube 3 is performed until the above-
described normal state can be seen.
[0042] In the indicator means B, the union nut 2 is
formed by using a transparent or translucent (opalescent
or the like) fluorine resin, and an object thereinside can
be visually checked. In viewing along the line which pass-
es the valley-like inner peripheral face 22 that is on the
inner deep side of the pressing inner peripheral portion
13, and that extends to the internal thread 8, particularly,
the flared portion 3A can be visually checked in a rela-
tively clear manner by see-through of only the reduced-
thickness portion of the union nut 2. In the region of the
pressing inner peripheral portion 13 which is thicker than
the region of the valley-like inner peripheral face 22, by
contrast, the visuality of the flared portion 3A is inferior,
and it is hardly seen.
[0043] In the portion of the peripheral groove m into
which the end portion of the tube 3 can enter, the union
nut 2 and the cover cylinder portion 6 overlap with each
other. Although also the joint body 1 is transparentable,
the thickness is larger than that of the portion of the valley-
like inner peripheral face 22, and also a change of the
refractive index in the interface caused by the overlap of
the external thread 5 and the internal thread 8 is added,
so that it is substantially impossible to visually check
where the flared end portion 3t is positioned. In the case
where the joint body 1 is untransparentable because of
coloring or the like, it is a matter of course that, in the
side of the cover cylinder portion 6 which is deeper than
the end wall 15, the flared portion 3A and the flared end
portion 3t cannot be seen.
[0044] Therefore, it is possible to provide the resin pipe
joint A in which the function of the indicator means B
determining whether the normal state where the flared
portion 3A is seen from the valley-like inner peripheral
face 22 and the flared end portion 3t is not seen can be
visually checked or not allows a visual check to be per-
formed in the assembled state after the union nut 2 is
fastened, and which has excellent convenience of use.
[0045] Because of the existence of the peripheral
groove m and cover cylinder portion 6 for constituting the
indicator means B, it is possible to attain also an effect
that it functions also as an indicator in the case where
the tube 3 is inserted into the inner cylinder 4. Namely,
it is possible to check whether the amount of insertion of
the tube 3 into the inner cylinder 4 after being flared reach-
es a predetermined amount or not. In other words, it is
requested that the end portion 3t which is inserted into
the inner cylinder 4, and which functions as the flared
portion 3A exists deeper than the end wall 15, and there
is an advantage that it functions also as means for visually
checking and determining whether it is good or not, when
the tube 3 is assembled to the inner cylinder 4.
[0046] In the resin pipe joint A, fastening end percep-
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tion means C which can inform the worker of the end of
the fastening of the union nut 2 or near the end in an
assembling work state in which the tube 3 is inserted,
and then fastened and fixed by the union nut 2, through
the feeling of operation is disposed. As shown in Figs. 1
to 5, the fastening end perception means C is configured
by disposing a torque varying portion 26 configured by:
the above-described projecting portions 20 which are
formed in the flange 1A of the joint body 1; and the above-
described recess portions 19 which are formed on the
tip end side (on the side of the internal thread 8) of the
union nut 2.
[0047] Fig. 1 shows the assembled state as the pipe
joint in which the four projecting portions 20 enter the
corresponding four recess portions 19 by a predeter-
mined length in the direction of the axis P. In the side
which is lower than the axis P in the sheet of Fig. 1, the
place where the side peripheral face 1a of the outer pe-
ripheral flange 1A is opposed to the arcuate projections
18 is drawn. In the assembled state, there are gaps in
the direction of the axis P between the side peripheral
faces 18a of the tip ends of the arcuate projections 18
and the side peripheral face 1a of the outer peripheral
flange 1A, and gaps in which the length in the direction
of the axis P is larger than that of the gaps are formed
between the projecting portions 20 and the four recess
portions 19.
[0048] Next, the function of the torque varying portion
26 will be described. When the union nut 2 which is
screwed to the joint body 1 is turned and screw advanced,
the arcuate projections 18 gradually approach the outer
peripheral flange 1A as shown in Fig. 4(a). When the
fastening rotation on the union nut 2 is continued, as
shown in Fig. 4(b), the tip end faces 18a of four of the
eight arcuate projections 18 butt against butting faces
20a (the side peripheral faces of the main projecting parts
20A) of the corresponding four projecting portions 20 at
a blunt angle of incidence (the angle due to the pitch of
the external thread 5 and the internal thread 8).
[0049] When the union nut 2 is further turned in the
fastening direction, the arcuate projections 18 press the
projecting portions 20 in the direction of the axis P to
flexurally displace the projecting portions 20 and the out-
er peripheral flange 1A (see Fig. 5), therefore the arcuate
projections 18 can pass over the projecting portions 20,
and the projecting portions 20 which reach the next re-
cess portions 19 can be restored and displaced to the
original attitude, to provide a state where the projecting
portions enter these recess portions 19 as shown in Fig.
4(c). As shown in Fig. 5, namely, the outer peripheral
flange 1A which is in a state similar to a cantilevered state
of an inner peripheral portion, and which is relatively eas-
ily deformed is flexurally displaced toward the hexagonal
nut portion 23 so as to be turned together with the pro-
jecting portions 20 that receive a force in the direction of
the axis P, whereby the flange is allowed to avoid inter-
ferences of the projecting portions 20 with the arcuate
projections 18, and the projecting portions 20 and the

corresponding four recess portions 19 are fitted to each
other as shown if Fig. 4(c).
[0050] Namely, the phenomenon in which the eight ar-
cuate projections 18 for forming the recess portions 19
are caused to interfere with the four projecting portions
20 by the operation of turning the union nut 2 can be
avoided by the flexural displacements of the projecting
portions 20 and the outer peripheral flange 1A in the por-
tions in the direction of the axis P. The flexural displace-
ments of the projecting portions 20 and the outer periph-
eral flange 1A in the portions in the direction of the axis
P (see Fig. 5), and the succeeding fittings of the projecting
portions 20 and the recess portions 19, i.e., restoring
displacements of the projecting portions 20 and the outer
peripheral flange 1A in the portions are thereafter repeat-
ed. When the arcuate projections 18 interfere with the
projecting portions 20, the state where the edges 10, 11
bite the flared portion 3A at a certain degree, i.e., the
setting in which the fastening (screw advancement) by
turning the union nut 2 is substantially ended to terminate
the assembling of the resin pipe joint A is attained.
[0051] In summary, the resistance produced when the
four projecting portions 20 and the outer peripheral flange
1A in the portions are flexurally displaced so as to be
tilted in the direction of the axis P functions as a strong
rotation resistance on the union nut 2, and the torque
variation (torque increase) is clearly transmitted to the
fingers through the tool operating the hexagonal nut por-
tion 2b, such as a spanner or a wrench. As the union nut
2 is further turned, the fitting length of the projecting por-
tions 20 and the recess portion 19 in the direction of the
axis P is more increased (amounts of interferences of
the arcuate projections 18 with the projecting portions 20
in the direction of the axis P are more increased), the
flexural displacements of the projecting portions 20 and
the outer peripheral flange 1A in the portions for avoiding
interferences of the arcuate projections 18 with the pro-
jecting portions 20 are made more prominent, and the
clear torque variation itself is gradually increased. There-
fore, the worker can surely sensuously know the end of
the fastening of the union nut 2 or near the end.
[0052] Namely, the torque varying portion 26 is config-
ured in which the projecting portions 20 that are formed
in the outer peripheral portion of the flange 1A of the joint
body 1, and that are projected in the direction of the axis
P, and the recess portions 19 that are formed in the end
portion in the direction of the axis P of the union nut 2,
and that are recessed in the direction of the axis P are
fitted to or unfitted from each other by flexural displace-
ments of the projecting portions 20 and the outer periph-
eral flange 1A in the portions in the direction of the axis
P in accordance with fastening rotation of the union nut
2 from the vicinity of a portion in front of an end of the
screw advancement caused by pressing of the seal
pressing portion 10 against the flaring changing region
9. The fastening end perception means C is configured
by the existence of the torque varying portion 26.
[0053] In the torque varying portion 26, the auxiliary
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projecting parts 20B which are protruded toward the ra-
dially outward side from the outer peripheral face 1b of
the outer peripheral flange 1A are formed in the projecting
portions 20, and the protrusion portions 24 which are
protruded toward the radially outward side are formed in
the places which are adjacent to the recess portions 19
of the union nut 2 in the direction of the axis P. According
to the configuration, in the case, for example, where the
pipe joint A is placed in a less visible place, depending
on the sense due to touching of the fingers, it is easily
recognized whether the state [the state of Fig. 4(c)] where
the auxiliary projecting parts 20B and the protrusion por-
tions 24 having the same diameter as that of the parts
are aligned with each other in the circumferential direc-
tion is formed or not, and whether they are very close to
each other in the direction of the axis P or not. Namely,
there is an advantage that the check whether the assem-
bled state where the recess portions 19 and the projecting
portions 20 are fitted to each other is formed or not, based
on the sense of the fingertip is easily performed as com-
pared to the case where the auxiliary projecting parts
20B and the protrusion portions 24 are not disposed.
[0054] Because of a large torque variation caused by
the torque varying portion 26, "unsmooth feeling" in the
operation of turning the union nut 2, i.e., a feeling corre-
sponding a click feeling due to a detent mechanism is
clearly transmitted to the fingers of the worker also
through the tool such as a spanner. Therefore, it is pos-
sible to recognize the state of near end of fastening. In
the resin pipe joint A of Embodiment 1 in which the recess
portions 19 exist in the eight places, when six "unsmooth
feelings" including initial clear "unsmooth feeling" are
sensed, the operation of turning the union nut 2 may be
ended, and, at this time, the setting in which the assem-
bled state shown in Fig. 1 and Fig. 4(c) is obtained is
formed.
[0055] Next, further fastening of the union nut 2 will be
described. In order to compensate the reduction of the
force of holding the tube 3 due to aging, the resin pipe
joint A is set so that further fastening of the union nut 2
can be slightly performed. In the assembled state [see
Figs. 1 and 4(c)], there are the gaps in the direction of
the axis P between the side peripheral face 1a of the
outer peripheral flange 1A and the side peripheral faces
18a of the arcuate projections 18. Therefore, an opera-
tion of further fastening due to further turning of the union
nut 2 can be performed by the degree corresponding to
the gaps.
[0056] When both the side peripheral faces 1a, 18a
butt against each other, the union nut 2 cannot be further
fastened, and a final further-fastening state is attained.
Since the final further-fastened state is formed, there is
an advantage that breakages of the pipe joint A such as
thread skipping of the external thread 5 and the internal
thread 8, and neck breakage are prevented from occur-
ring. The recess portions 19 are radially passed through
[see Fig. 3(b)], and the fitting state with respect to the
projecting portions 20 can be seen. When a structure

where the recess portions 19 and the projecting portions
20 butt against each other in the direction of the axis P
before the arcuate projections 18 and the outer peripheral
flange 1A butt against each other is employed, for exam-
ple, the final further-fastening state can be visually
known.

[Embodiment 2]

[0057] A resin pipe joint A of Embodiment 2 is identical
with the resin pipe joint A of Embodiment 1 except the
structure of the torque varying portion 26. Therefore, only
the differently structured torque varying portion 26 will be
described. As shown in Figs. 6 to 8, the torque varying
portion 26 in Embodiment 2 has a structure configured
by: four projecting portions 20 having an outer diameter
which is smaller than that of the outer peripheral flange
1A; and eight recess portions 19 which are formed in the
end of the union nut 2 on the side of the internal thread
in a state where the recess portions are not passed
through to the radially outward side.
[0058] As shown in Fig. 8, namely, the torque varying
portion has a shape in which the recess portions 19 (see
Fig. 3 and the like) in the union nut 2 in Embodiment 1
are covered by the protrusion portions 24 which are ex-
tended in the direction of the axis P. As shown in Fig.
6(c), therefore, the parts of the projecting portions 20
which enter the recess portions 19 cannot be seen from
the outside (this is not applicable in the case where the
union nut 2 is made of a transparentable resin material).
[0059] Figs. 6(a) to 6(c) show assembly function views
of the resin pipe joint A of Embodiment 2. Figs. 6(a) and
6(b) are identical with the case of Embodiment 1 shown
in Figs. 4(a) and 4(b). In the fastening ended state (as-
sembled state) shown in Fig. 6(c), it is seen that tip end
portions of the projecting portions 20 in the direction of
the axis P are fitted into the recess portions 19 which
cannot be seen from the radial outside. In Fig. 6, it is
seen also that the protrusion portions 24 are extended
to the end portions of the union nut 2.

[Other embodiments related to Embodiments 1 and 2]

[0060] The number of the recess portions 19 is re-
quested to be equal to or larger than that of the projecting
portions 20, and the projecting portions 20 are requested
to be one or more. Although not illustrated, the torque
varying portion 26 may be configured so that recess por-
tions which are recessed in the direction of the axis P are
placed in the outer peripheral flange 1A, and projecting
portions which are projected in the direction of the axis
P are placed in the end portion of the union nut 2 in the
direction of the axis P. The invention may be applied to
a joint having a structure in which a tube flared portion
is internally fitted to a fitting cylinder by using an inner
ring, i.e., a resin pipe joint configured by three compo-
nents, or a union nut, a joint body, and an inner ring.
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[Embodiment 3]

[0061] As shown in Figs. 9, 10, and 12, a resin pipe
joint A of Embodiment 3 communicatingly connects a
tube 3 made of a fluorine resin (an example of a synthetic
resin which is typified by PFA, PTFE, and the like) to a
fluid apparatus such as a pump or a valve, or a tube of
the same or different diameter, and is configured by two
components or a joint body 1 made of a fluorine resin (an
example of a synthetic resin which is typified by PFA,
PTFE, and the like), and a union nut 2 made of a fluorine
resin (an example of a synthetic resin which is typified
by PFA, PTFE, and the like). Fig. 9 shows a fastening
ended state (assembled state) in which the union nut 2
is fastened by a predetermined degree.
[0062] As shown in Figs. 9, 10, and 12, the joint body
1 is formed into a cylindrical member including: an inner
cylinder (an example of a fitting cylinder) 4 having one
end to which an end portion of the tube 3 can be externally
fitted and attached while flaring the end portion; a cover
cylinder portion 6 which is put over an outer peripheral
side of an inner deep side portion of the inner cylinder 4
with forming a peripheral groove m that extends in the
direction of the axis P, and that allows the tip end of the
flared tube 3 to be inserted; an external thread 5 which
is configured by a trapezoidal screw; and a fluid path 7
which is a columnar space having the axis P. The inner
cylinder 4 is formed into a straight shape having an end-
tapered cylinder portion 4A which causes the tube 3 to
be gradually flared; and a straight barrel cylinder portion
4B which is formed in succession to a large-diameter
side of the end-tapered cylinder portion 4A.
[0063] In the peripheral groove m, an outer peripheral
face which is a peripheral face on the radially inward side
is an outer peripheral face 4b of the straight barrel cylin-
der portion 4B, and that which is a peripheral face on the
radially outward side is an inner peripheral face 6a of the
cover cylinder portion 6. An outer peripheral flange 1A is
formed in a place which is separated by a predetermined
length in the direction of the axis P from a deep-side
peripheral face 21 of the peripheral groove m. An external
thread 5 is formed from a substantially base place of the
outer peripheral flange 1A to the outer peripheral face of
an end portion of the cover cylinder portion 6. The tip end
face of the inner cylinder 4 is formed by a reverse taper
angle which, as advancing toward the radially inner side,
is closer to the inner deeper side (the deeper side in the
direction of the axis P). Namely, a cut face 16 in which
the diameter is larger as further advancing toward the tip
end is formed, and the shape of a liquid pool peripheral
portion 17 formed by expandingly displacing the inner
peripheral face of the tube 3 toward the flared portion is
made to have an inner-peripheral side flared shape, so
that the fluid hardly stagnates in the liquid pool peripheral
portion 17.
[0064] The cut face 16 is formed so that its maximum
diameter has a substantially intermediate value between
the inner and outer diameters of the tube 3 in a natural

state. However, the value is not limited to this. An oper-
ation hexagonal nut portion 23 having a constant width
in the direction of the axis P, and a pipe portion (connect-
ing portion) 25 (see Figs. 11 to 13) which is continuous
thereto are formed in the side of the flange 1A opposite
to the external thread 5 in the direction of the axis P.
[0065] In the joint body 1, as shown in Figs. 9, 10, and
12, the outer peripheral flange 1A which allows covering
due to pressing external fitting of protruding covers 19
(described later) that are formed in the end portion (axial
end) of the union nut 2 in the direction of the axis P is
formed. The outer peripheral flange 1A is larger in diam-
eter than the hexagonal nut portion 23 and the external
thread 5, has a thickness (width) in the direction of the
axis P which is sufficiently large, and is high in strength
and rigidity. The outer peripheral face of the outer pe-
ripheral flange 1A is formed into an irregular outer pe-
ripheral face 20 (an example of a second rough peripheral
face) which is configured by continuously forming minute
asperities in a predetermined amount in the circumfer-
ential direction. Specifically, the irregular outer peripheral
face 20 is configured by forming knurls on the outer pe-
ripheral face of the outer peripheral flange 1A by a knurl-
ing process. In Embodiment 1, as the knurls, the straight
pattern is employed. Alternatively, the cross pattern or
the diamond pattern may be employed.
[0066] As shown in Figs. 9, 10, and 12, the union nut
2 includes: an internal thread 8 which is screwable with
the external thread 5; a seal peripheral edge (an example
of a seal pressing portion) 10 which is actable on a small-
diameter end portion of a flaring changing region 9 in a
flared portion 3A of the tube 3, the flared portion being
externally fitted to the inner cylinder 4; a slipping-off pre-
vention peripheral edge 11 which is actable on a large-
diameter end portion of the flaring changing region 9; a
pressing inner peripheral portion 13 which is externally
fittable to a flared straight portion 12 of the flared portion
3A, the flared straight portion surrounding the constant-
diameter straight barrel cylinder portion 4B; and a guide
cylinder portion 14 which surrounds the tube 3 over a
predetermined length in the direction of the axis P in suc-
cession to the seal peripheral edge 10.
[0067] In the seal peripheral edge 10, the inner diam-
eter is substantially equal to the outer diameter of the
tube 3, and a pressing face 10a is formed as a side pe-
ripheral face which is perpendicular to the axis P. In the
slipping-off prevention peripheral edge 11, the diameter
of the inner peripheral face is set to a value which is larger
than the diameter of the outer peripheral face 4b of the
straight barrel cylinder portion 4B which has the maxi-
mum diameter in the inner cylinder 4, and smaller than
a diameter to which the thickness of the tube 3 is added,
i.e., the diameter of the pressing inner peripheral portion
13, but may not have such a value (for example: it may
be smaller than the diameter of the outer peripheral face
4b) as far as it acts on the large-diameter portion of the
flaring changing region 9. Also a pressing face 11a of the
slipping-off prevention peripheral edge 11 is a side pe-
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ripheral face which is perpendicular to the axis P.
[0068] The pressing inner peripheral portion 13 is set
to a value at which it is press-inserted (pressingly con-
tacted with and externally fitted) to the flared straight por-
tion 12 in a degree in which a radial gap is not formed
between the pressing inner peripheral portion and the
flared straight portion 12, and co-rotation of the flared
portion 3A due to fastening of the union nut 2 does not
occur, and slipping-off preventing means N is configured.
This is conducted in order that the fastening of the union
nut 2 causes the slipping-off prevention peripheral edge
11 to press the flared straight portion 12 so as to bite in
the axial direction in order to block slipping off of the tube
3, and relief deformation in which the flared straight por-
tion 12 is radially outward expanded is prevented from
occurring by the pressing force, thereby obtaining the
enhanced resistance against pulling due to cooperation
with the slipping-off prevention pressing portion 11.
[0069] As shown in Figs. 9, 10, and 12, in the internal-
thread end which is an end portion of the union nut 2 in
the direction of the axis P, the protruding covers 19 which
have an arcuate eave-like shape protruded therefrom in
the direction of the axis P, which are pressingly externally
fitted to the outer peripheral flange 1A, and which can
radially cover are formed. The protruding covers 19 have
a shape which is obtained by dividing a cylindrical axial
end portion (internal-thread formed end portion) of the
union nut 2 into a plurality of sections in the circumfer-
ential direction, i.e., an eave-like or flange-like shape
which is arcuate as seen in the direction of the axis P,
and are formed in eight places arranged at intervals of
uniform angles (45 degrees) about the axis P.
[0070] The outer diameter of the protruding covers 19
coincides with that of the union nut 2, and their inner
diameter is set to be equal to or slightly smaller than the
outer diameter of the outer peripheral flange 1A. The in-
ner peripheral face of each of the protruding covers 19
is formed into an irregular inner peripheral face (an ex-
ample of a first rough peripheral face) 24 which is con-
figured by continuously forming minute asperities in a
predetermined amount in the circumferential direction.
Specifically, the irregular inner peripheral face 24 is con-
figured by forming knurls on the inner peripheral face of
the protruding cover 19 by a knurling process. In Embod-
iment 1, as the knurls, the straight pattern is employed.
Alternatively, the cross pattern or the diamond pattern
may be employed.
[0071] The portions between the protruding covers 19,
19 which are adjacent to each other in the circumferential
direction are formed as window portions 18. In short, the
window portions 18 are places where the protruding cov-
ers 19 are not disposed, and the nut end face 2a is ex-
posed over the whole region in a radial direction. The nut
end face 2a is formed as a stopper face which can butt
against the outer peripheral flange 1A in the direction of
the axis P in accordance with the screw advancement of
the union nut 2.
[0072] Next, the end portion of the tube 3 is externally

fitted and inserted into the inner cylinder 4 by forcibly
pushing the tube 3 at normal temperature to be attached
while being flared, by heating the tube with using a heat-
ing source so as to be easily expandingly deformed and
then pushing it, or by previously flaring the tube end with
using a flaring machine (not shown) and then pushing it
into the inner cylinder 4, so that a state where the tube
is inserted until the tube end 3t is positioned deeper than
the end wall 15 of the cover cylinder portion 6 is obtained
as shown in Fig. 9. As shown in Fig. 9, the flared portion
3A which is externally fitted and attached to the inner
cylinder 4 is configured by the flaring changing region 9
which is externally fitted to the outer peripheral face 4a
of the end-tapered cylinder portion 4A, and the flared
straight portion 12 which is externally fitted to the outer
peripheral face 4b of the straight barrel cylinder portion
4B.
[0073] As shown in Fig. 9, namely, it is set so that, by
the screw advancement in the direction of the axis P of
the joint body 1, the screw advancement being caused
by the fastening of the union nut 2 due to screwing of the
internal thread 8 to the external thread 5 in a state where
the tube 3 is externally fitted and attached to the inner
cylinder 4, the pressing inner peripheral portion 13 is ex-
ternally fitted to the flared straight portion 12, a portion
of the large-diameter portion of the flaring changing re-
gion 9 is pressed in the direction of the axis P by the
slipping-off prevention peripheral edge 11, the diameter
of the portion being larger than that of the inner cylinder
4, and the small-diameter portion of the flaring changing
region 9 is pressed in the direction of the axis P by the
seal peripheral edge 10. The diameter of the fluid transfer
path 3W of the tube 3, and that of the fluid path 7 are set
to be equal to each other in order to attain a smooth fluid
flow. Alternatively, the diameters may be different from
each other.
[0074] In this case, as described above, the state is
formed where a gap is not formed in a radial direction
between the pressing inner peripheral portion 13 and the
flared straight portion 12, and the flared straight portion
12 is pressingly contacted with and interposed between
the straight barrel cylinder portion 4B and the pressing
inner peripheral portion 13. In Embodiment 1, the flaring
changing region 9 of the tube 3 is formed as a portion
which is put over the end-tapered cylinder portion 4A.
The flaring changing region 9 is in a state of a tapered
pipe which is gradually flared, and the seal peripheral
edge 10 and the slipping-off prevention peripheral edge
11 are in positional relationships in which they are sep-
arated from each other in the direction of the axis P. As
the angle formed by the outer peripheral face 4a of the
end-tapered cylinder portion 4A and the axis P is steeper,
the distance between the seal peripheral edge 10 and
the slipping-off prevention peripheral edge 11 in the di-
rection of the axis P is shorter. The seal peripheral edge
10 and the tip end of the inner cylinder 4 are slightly sep-
arated from each other in the direction of the axis P. When
the angle of the outer peripheral face 4a is steep, the
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separation distance is increased, and, when the angle is
gentle, the separation distance is decreased.
[0075] As shown in Fig. 9, in the predetermined as-
sembled state of the resin pipe joint A, the seal peripheral
edge 10 presses the small-diameter portion of the flaring
changing region 9 of the tube 3 in the direction of the axis
P, and hence the end of the small-diameter side of the
outer peripheral face 4a of the flaring changing region 9,
and the inner peripheral face of the tube 3 adjoining the
place are strongly pressingly contacted, and a sealing
portion S is formed. The sealing portion S in the tip end
place of the inner cylinder 4 enables the tube 3 and the
joint body 1 to be satisfactorily sealed without causing a
fluid such as a washing solution or a medical solution to
enter between the inner cylinder 4 and the flared portion
3A.
[0076] The flared straight portion 12 of the flared por-
tion 3A which is pressingly externally fitted to the inner
cylinder 4 is surrounded by the outer peripheral face 4b
of the straight barrel cylinder portion 4B and the pressing
inner peripheral portion 13, and held so as not to be ex-
pandingly deformed, and the slipping-off prevention pe-
ripheral edge 11 is positioned so as to substantially bite
the flared straight portion 12. This can resist a pulling
force which is acted on the flared portion 3A by engage-
ment of the slipping-off prevention peripheral edge 11
which presses the flared straight portion 12 so as to bite
the large-diameter portion of the flaring changing region
9, i.e., substantially the flared straight portion 12, and can
brake and block a sliding movement of the flared portion
3A in the slipping-off direction due to that the flared
straight portion 12 can be expandingly deformed in a ra-
dial direction by the pulling force while using the slipping-
off prevention peripheral edge 11 as the basing point.
[0077] Even when the flared portion 3A is slightly slid-
ingly moved in the direction of the axis P, also the seal
point in the sealing portion S is shifted, and there is a
possibility that the sealing function becomes uncertain.
This can be prevented from occurring. Therefore, the slip-
ping-off preventing means N for strongly regulating a
movement in the direction of the axis P and in the direction
along which the flared portion 3A slips off from the inner
cylinder 4 is configured, thereby realizing an excellent
resistance against pulling. As a result, the flare type resin
pipe joint A configured by the joint body 1 and the union
nut 2 is realized as an improved configuration which can
be simply assembled by a nut operation in a state where
the tube is attached to the inner cylinder, thereby attaining
an excellent assembling property, and both the excellent
sealing property due to the sealing portion S, and the
high resistance against pulling due to the slipping-off pre-
venting means N can be attained.
[0078] In addition, it is set to a state where, after start
of the pressing of the large-diameter portion of the flaring
changing region 9 by the slipping-off prevention periph-
eral edge 11, the pressing of the small-diameter portion
of the flaring changing region 9 by the seal peripheral
edge 10 is started, namely, it has pressing time difference

means, whereby providing the following functions and
effects. Namely, when the union nut 2 is turned and fas-
tened (screw advanced), the slipping-off prevention pe-
ripheral edge 11 first butts against the flaring changing
region 9 (in detail, the large-diameter portion of the flaring
changing region 9), and at this time the seal peripheral
edge 10 does not reach the flaring changing region 9.
Therefore, only the slipping-off prevention peripheral
edge 11 presses in the direction of the axis P the large-
diameter portion of the flaring changing region 9, in more
detail, the portion in which the diameter is larger than that
of the straight barrel cylinder portion 4B, and hence a
function of pressing the flaring straight portion 12 into the
inner deeper portion of the inner cylinder 4 is produced
by the operation of fastening the union nut 2.
[0079] The flaring straight portion 12 which is press-
ingly inserted into and and externally fitted to the straight
barrel cylinder portion 4B butts also against the pressing
inner peripheral portion 13. In the case where the press
contact force is relatively weak, the portion tries to slide
the flared portion 3A so as to be inserted into the inner
deeper side of the inner cylinder 4. Therefore, preferred
effects are obtained such as that the tube is inserted into
the joint body 1 more surely, and that the flaring straight
portion 12 which is pressed in the direction of the axis P
is hardly moved in the direction of the axis P, and hence
tries to radially expand to further enhance the press con-
tact force, thereby producing a function of being firmly
interposed. In the case where the press contact force is
relatively strong, the flaring straight portion 12 which is
pressed in the direction of the axis P is substantially im-
mobile in the direction of the axis P, and hence a strong
function of radially expanding is produced, thereby ob-
taining an effect that the flared straight portion 12 is held
more firmly between the inner cylinder 4 and the pressing
inner peripheral portion 13.
[0080] Anyway, the slipping-off prevention peripheral
edge 11 presses the flared portion 3A in the direction of
the axis P under the situation where the seal peripheral
edge 10 does not exert a function of sticking in the flared
portion 3A, thereby obtaining an effect that the press con-
tacting and holding force of the flared straight portion 12
due to the straight barrel cylinder portion 4B and the
pressing inner peripheral portion 13 is enhanced. For ex-
ample, the portion of the flared portion 3A which is
pressed by the slipping-off peripheral edge 11 flows to
the radially outward side to fill an edge space portion
formed by the pressing face 11a and the pressing inner
peripheral portion 13. As described above, the pressing
time difference means provides an effect that, with re-
spect to the inner cylinder 4 of the tube 3, the press con-
tacting and holding force and the resistance against pull-
ing are further improved.
[0081] As shown in Fig. 9, indicator means B which
can visually check whether the tube 3 is correctly inserted
into the inner cylinder 4 or not is configured by: the pe-
ripheral groove m that is formed by the inner deep side
of the inner cylinder 4, and the cover cylinder portion 6;
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and the union nut 2 that is formed by a transparentable
fluorine resin. In the case where viewing is conducted
along a line which passes a valley-like inner peripheral
face 22 that is on the inner deep side of the pressing
inner peripheral portion 13, and that extends to the inter-
nal thread 8, when the normal state where the flared por-
tion 3A is seen and the flared end portion 3t is not seen
is obtained, it is possible to determine that the tube 3 is
correctly externally fitted and attached to the inner cylin-
der 4. When a mal-insertion state where the flared portion
3A is seen and the flared end portion 3t is seen is ob-
tained, or when an insufficient insertion state where the
flared end portion 3A itself is not seen is obtained, it is
possible to determine that the insertion of the tube 3 does
not reach a specified amount. In this case, an operation
of further pressing the tube 3 is performed until the above-
described normal state can be seen.
[0082] In the indicator means B, the union nut 2 is
formed by using a transparent or translucent (opalescent
or the like) fluorine resin, and an object thereinside can
be visually checked. In viewing along the line which pass-
es the valley-like inner peripheral face 22 that is on the
inner deep side of the pressing inner peripheral portion
13, and that extends to the internal thread 8, particularly,
the flared portion 3A can be visually checked in a rela-
tively clear manner by see-through of only the reduced-
thickness portion of the union nut 2. In the region of the
pressing inner peripheral portion 13 which is thicker than
the region of the valley-like inner peripheral face 22, by
contrast, the visuality of the flared portion 3A is inferior,
and it is hardly seen.
[0083] In the portion of the peripheral groove m into
which the end portion of the tube 3 can enter, the union
nut 2 and the cover cylinder portion 6 overlap with each
other. Although also the joint body 1 is transparentable,
the thickness is larger than that of the portion of the valley-
like inner peripheral face 22, and also a change of the
refractive index in the interface caused by the overlap of
the external thread 5 and the internal thread 8 is added,
so that it is substantially impossible to visually check
where the flared end portion 3t is positioned. In the case
where the joint body 1 is untransparentable because of
coloring or the like, it is a matter of course that, in the
side of the cover cylinder portion 6 which is deeper than
the end wall 15, the flared portion 3A and the flared end
portion 3t cannot be seen.
[0084] Therefore, it is possible to provide the resin pipe
joint A in which the function of the indicator means B
determining whether the normal state where the flared
portion 3A is seen from the valley-like inner peripheral
face 22 and the flared end portion 3t is not seen can be
visually checked or not allows a visual check to be per-
formed in the assembled state after the union nut 2 is
fastened, and which has excellent convenience of use.
[0085] Because of the existence of the peripheral
groove m and cover cylinder portion 6 for constituting the
indicator means B, it is possible to attain also an effect
that it functions also as an indicator in the case where

the tube 3 is inserted into the inner cylinder 4. Namely,
it is possible to check whether the amount of insertion of
the tube 3 into the inner cylinder 4 after being flared reach-
es a predetermined amount or not. In other words, it is
requested that the end portion 3t which is inserted into
the inner cylinder 4, and which functions as the flared
portion 3A exists deeper than the end wall 15, and there
is an advantage that it functions also as means for visually
checking and determining whether it is good or not, when
the tube 3 is assembled to the inner cylinder 4.
[0086] In the resin pipe joint A, fastening end percep-
tion means C which can recognize the end (or near the
end) of the fastening of the union nut 2 in an assembling
work state in which the tube 3 is inserted, and then fas-
tened and fixed by the union nut 2, through both a sliding
sound and torque variation is disposed. As shown in Figs.
9, 10, and 12, the fastening end perception means C is
configured by disposing a sliding fitting portion 26 in
which the irregular outer peripheral faces 20 of the outer
peripheral flange 1A of the joint body 1 and the irregular
inner peripheral faces 24 of the protruding covers 19
which are formed on the tip end side (on the side of the
internal thread 8) of the union nut 2 are forcedly fitted to
each other so as to attain a press insertion state. The
sliding fitting portion 26 is configured by disposing a struc-
ture in which the irregular inner peripheral faces 24 and
the irregular outer peripheral faces 20 are forcedly fitted
to each other by a flexural displacement of the irregular
inner peripheral faces 24, i.e., the protruding covers 19,
in accordance with fastening rotation of the union nut 2
from the vicinity of a portion in front of the end of the
screw advancement where the seal peripheral edge 10
presses the flaring changing region 9 and the sealing
portion S is formed.
[0087] In the resin pipe joint A of Embodiment 3, the
union nut 2 having the protruding covers 19, and the joint
body 1 having the outer peripheral flange 1A are correl-
atively formed so that, when the tip end faces 19a of the
protruding covers 19 are located in a substantially middle
of the width of the outer peripheral flange 1A, i.e., the
width in the direction of the axis P, the fastening end state
of the union nut 2 (the assembled state as the joint A) is
attained, whereby the sliding fitting portion 26 is config-
ured.
[0088] The function of the sliding fitting portion 26 will
be described. When the union nut 2 is fastened by, for
example, applying a tool to the hexagonal nut portion 2b,
the union nut 2 is screw advanced, and the protruding
covers 19 approach the outer peripheral flange 1A as
shown in Fig. 11. In the relative positional relationships
between the joint body 1 and the union nut 2 shown Fig.
11, the peripheral edges 10, 11 have not yet reached the
flaring changing region 9 of the tube 3. When the union
nut 2 is further turned in the fastening direction, the tip
end portions of the protruding covers 19 are flexed in a
radially outward direction to be forcedly externally fitted
to the outer peripheral flange 1A, and begin to cover the
flange so as to radially overlap therewith. When the union
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nut 2 is further turned in the fastening direction to be
screw advanced, the tip end faces 19a of the protruding
covers 19 are located in the middle in the width direction
(the direction of the axis P) of the outer peripheral flange
1A as shown in Figs. 9 and 12.
[0089] When the protruding covers 19 are externally
fitted to the outer peripheral flange 1A, the irregular inner
peripheral faces 24 and the irregular outer peripheral fac-
es 20 are relatively rotatingly moved while sliding (con-
tacting with each other), to continuously generate a slid-
ing sound, and a torque increase due to the above, i.e.,
a state where a large torque for turning the union nut 2
is suddenly required is caused. Namely, the function of
the sliding fitting portion 26 enables the worker to recog-
nize the state of near end of fastening, or the state of end
of fastening on the bases of both a sound and a torque
increase (torque variation), whereby the fastening end
perception means C is configured. Therefore, the state
of end of fastening the union nut 2 can be recognized
irrespective of the presence of noises in the working en-
vironment.
[0090] In Embodiment 3, when the tip end faces 19a
reach the halfway position of the width of the outer pe-
ripheral flange 1A, as described above, the sealing por-
tion S is formed to attain the state of end of fastening and
the assembled state as the resin pipe joint A. The as-
sembled state is set so as to attain a state where the
sealing function due to the seal peripheral edge 10, and
the slipping-off preventing function due to the slipping-
off prevention peripheral edge 11 are effectively exerted.
In the state of end of fastening, the positioning of the tip
end faces 19a of the protruding covers 19 in the middle
in the width direction of the outer peripheral flange 1A
can be recognized also by visual check. Furthermore,
the existence of the tip end faces 19a on the irregular
outer peripheral face 20 of the outer peripheral flange 1A
can be recognized also by fingertip feeling.
[0091] There are the window portions 18 between the
portions between the protruding covers 19, 19 which are
adjacent to each other in the circumferential direction.
Therefore, there is an advantage that the overlapping
conditions such as the degree of the overlaps of the pro-
truding covers 19 over the the outer peripheral flange 1A,
the position of the tip end face 1a in the width of the outer
peripheral flange 1A in the direction of the axis P, and
the size of the gap in the direction of the axis P between
the side peripheral face 1a on the side of the external
thread and the nut end face 2a can be visually checked
through the window portions 18.
[0092] Next, further fastening of the resin pipe joint A
will be described. The resin pipe joint is configured so
that the nut end face 2a and the outer peripheral flange
1A are butted against each other by an operation of slight-
ly fastening the union nut 2 in the screw advancement
end state (fastening end state). Further fastening can be
performed by a degree corresponding to the screw ad-
vancement due to this. Namely, the resin pipe joint is set
so that, when the union nut 2 in the fastening end state

(assembled state) shown in Figs. 9, 10, and 12 is further
turned in the fastening direction, the nut end face 2a is
butted against the side peripheral face 1a of the outer
peripheral flange 1A on the side of the external thread to
reach the fastening limit as shown in Fig. 13, and, at this
time, the tip end faces 19a of the protruding covers 19 is
flush (at the same position) with the side peripheral face
1c of the outer peripheral flange 1A on the side of the
nut, in the direction of the axis P.
[0093] When a final further-fastening state shown in
Fig. 13 is attained, there is an advantage that breakages
of the pipe joint A such as thread skipping of the external
thread 5 and the internal thread 8, and neck breakage
are prevented from occurring. Namely, the resin pipe joint
A of Embodiment 1 is configured so that also further fas-
tening for compensating loosening of the union nut 2 due
to aging or the like is enabled. In this case, the state
where the tip end faces 19a of the protruding covers 19
are flush with the side peripheral face 1c of the outer
peripheral flange 1A on the side of the nut can be recog-
nized by a visual check or fingertip feeling. The function
can be exerted by the fastening end perception means C.

[Other embodiments related to Embodiment 3]

[0094] In the irregular inner peripheral faces 24, i.e.,
the protruding covers 19, the number, the protrusion
length in the direction of the axis P, or the length in the
circumferential direction can be adequately changed.
The end portion of the union nut 2 on the side of the
internal thread may be formed into a cylindrical shape,
and the whole inner peripheral face may be formed as
the irregular inner peripheral faces 24. In Embodiment
1, the irregular outer peripheral face 20 formed on the
outer peripheral flange 1A is formed in the whole circum-
ference, and alternatively may be intermittently formed
in the circumferential direction.
[0095] The invention may be applied to a joint having
a structure in which a tube flared portion is internally fitted
to a fitting cylinder by using an inner ring, i.e., a resin pipe
joint configured by three components, or a union nut, a
joint body, and an inner ring. Although illustration and
detailed description are omitted, a resin pipe joint having
a configuration where an outer peripheral flange having
an irregular outer peripheral face (second rough periph-
eral face) is formed in an axial end portion of a union nut,
and protruding covers which have an irregular inner pe-
ripheral face (first rough peripheral face) that is forcedly
fitted to the outer peripheral flange, and which are cov-
erable are formed in a joint body may be possible.

Description of Reference Numerals

[0096]

1 joint body
1A outer peripheral flange
1b outer peripheral face of outer peripheral flange
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2 union nut
3 tube
3A flared portion
4 fitting cylinder
5 external thread
8 internal thread
9 flaring changing region
10 seal pressing portion
19 recess portion, protruding cover
20 projecting portion, second rough peripheral face
20B protruding portion
24 protrusion portion, first rough peripheral face
26 torque varying portion
C fastening end perception means
P axis
S sealing portion

Claims

1. A resin pipe joint, said resin pipe joint having:

a synthetic resin-made joint body (1) including
a fitting cylinder (4) to which an end portion of a
synthetic resin-made tube (3) is fittable and at-
tachable while being flared, and an external
thread (5); and
a synthetic resin-made union nut (2) including:
an internal thread (8) which is screwable with
said external thread (5); and a seal pressing por-
tion (10) which is actable on a flaring changing
region (9) in a flared portion (3A) of said tube (3),
by a screw advancement of said union nut (2)
in a direction parallel to an axis P of said joint
body (1), the screw advancement being caused
by screwing said internal thread (8) to said ex-
ternal thread (5) in a state where said tube (3)
is fitted and attached to said fitting cylinder (4),
said flaring changing region (9) being pressed
in the direction of the axis P by said seal pressing
portion (10) to form a sealing portion S, wherein
a projecting portion (20) which is projected in
the direction of the axis P, and a recess portion
(19) which is recessed in the direction of the axis
P to be fittable thereto are respectively distrib-
utedly placed in an outer peripheral portion of
said joint body (1) and an outer peripheral por-
tion of an end portion in the axial direction of
said union nut (2), and a torque varying portion
(26) is configured by said projecting portion (20)
and said recess portion (19) in which said pro-
jecting portion (20) and said recess portion (19)
are fitted to or unfitted from each other by a flex-
ural displacement of said projecting portion (20)
so as to be tilted in the direction of the axis P in
accordance with fastening rotation of said union
nut (2).

2. The resin pipe joint according to claim 1, wherein
said projecting portion (20) is formed in an outer pe-
ripheral flange (1A) of said joint body (1), said recess
portion (19) is formed in said end portion of said union
nut (2) on a side where said internal thread is formed,
and said projecting portion (20) and said outer pe-
ripheral flange (1A) are configured to be flexurally
displaceable in the direction of the axis P.

3. The resin pipe joint according to claim 2, wherein a
protruding portion (20B) which is protruded toward
a radially outward side from an outer peripheral face
(1b) of said outer peripheral flange (1A) is protruded
from said projecting portion (20), and a protrusion
portion (24) which is protruded toward the radially
outward side is protruded from a portion of said union
nut (2), said protrusion portion being adjacent to said
recess portion (19) in the direction of the axis P.

4. The resin pipe joint according to any one of claims
1 to 3, wherein said projecting portion (20) and/or
said recess portion (19) are formed in a plural
number in the circumferential direction, and config-
ured so that the fitting and the unfitting are repeated
during when said union nut (2) is turned one rotation.

5. The resin pipe joint according to claim 4, wherein
said projecting portions (20) and/orsaid recess por-
tions (19) are formed in the circumferential direction
at intervals of uniform angles about the axis P.

6. The resin pipe joint according to any one of claims
1 to 3, wherein said joint body (1) and said union nut
(2) are made of a fluorine resin.

Patentansprüche

1. Harz-Rohrverbindung, wobei die Harz-Rohrverbin-
dung aufweist:

einen aus Kunstharz hergestellten Verbin-
dungskörper (1) mit einem Passzylinder (4), an
den ein Endabschnitt eines aus Kunstharz her-
gestellten Schlauchs (3) unter Aufweitung an-
fügbar ist und daran zu befestigen ist, und einem
Außengewinde (5); und
eine aus Kunstharz hergestellte Überwurfmutter
(2) mit: einem Innengewinde (8), das mit dem
Außengewinde (5) verschraubbar ist; und einem
Dichtungspressabschnitt (10), der auf einen
Aufweitungs-Veränderungsbereich (9) in einem
aufgeweiteten Abschnitt (3A) des Schlauchs (3)
wirkfähig ist,
wobei durch ein Vorschrauben der Überwurf-
mutter (2) in einer Richtung parallel zu einer
Achse P des Verbindungskörpers (1), wobei das
Vorschrauben durch Schrauben des Innenge-
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windes (8) an das Außengewinde (5) bewirkt ist,
in einem Zustand, in dem der Schlauch (3) an
den Passzylinder (4) gefügt und daran befestigt
ist, der Aufweitungs-Veränderungsbereich (9)
durch den Dichtungspressabschnitt (10) in der
Richtung der Achse P gepresst ist, um einen
Dichtungsabschnitt S zu bilden, wobei
ein vorstehender Abschnitt (20), der in der Rich-
tung der Achse P vorsteht, und ein Ausspa-
rungsabschnitt (19), der in der Richtung der Ach-
se P ausgespart ist, um daran anfügbar zu sein,
jeweils verteilt in einem Außenumfangsab-
schnitt des Verbindungskörpers (1) und einem
Außenumfangsabschnitt eines Endabschnitts in
der axialen Richtung der Überwurfmutter (2)
platziert sind, und durch den vorstehenden Ab-
schnitt (20) und den Aussparungsabschnitt (19)
ein Drehmoment-Variationsabschnitt (26) aus-
gebildet ist, worin der vorstehende Abschnitt
(20) und der Aussparungsabschnitt (19) durch
eine Biegeversetzung des vorstehenden Ab-
schnitts (20), so dass derselbe in der Richtung
der Achse P geneigt ist, entsprechend einer fest-
ziehenden Drehung der Überwurfmutter (2) an-
einandergefügt oder voneinander getrennt sind.

2. Harz-Rohrverbindung gemäß Anspruch 1, wobei der
vorstehende Abschnitt (20) in einem Außenum-
fangsflansch (1A) des Verbindungskörpers (1) ge-
bildet ist, wobei der Aussparungsabschnitt (19) in
dem Endabschnitt der Überwurfmutter (2) auf einer
Seite gebildet ist, auf der das Innengewinde gebildet
ist, und der vorstehende Abschnitt (20) und der Au-
ßenumfangsflansch (1A) in der Richtung der Achse
P biegsam versetzbar ausgebildet sind.

3. Harz-Rohrverbindung gemäß Anspruch 2, wobei ein
vorstehender Abschnitt (20B), der von einer Außen-
umfangsfläche (1b) des Außenumfangsflansches
(1A) zu einer radial äußeren Seite vorsteht, von dem
vorstehenden Abschnitt (20) vorsteht, und ein Vor-
sprungsabschnitt (24), der zu der radial äußeren Sei-
te vorsteht, von einem Abschnitt der Überwurfmutter
(2) vorsteht, wobei der Vorsprungsabschnitt in der
Richtung der Achse P an den Aussparungsabschnitt
(19) angrenzt.

4. Harz-Rohrverbindung gemäß einem der Ansprüche
1 bis 3, wobei der vorstehende Abschnitt (20)
und/oder der Aussparungsabschnitt (19) zu mehre-
ren in der Umfangsrichtung gebildet sind und so aus-
gebildet sind, dass das Anfügen und das Trennen
wiederholt werden, wenn die Überwurfmutter (2) um
eine Umdrehung bewegt wird.

5. Harz-Rohrverbindung gemäß Anspruch 4, wobei die
vorstehenden Abschnitte (20) und/oder die Ausspa-
rungsabschnitte (19) in der Umfangsrichtung in In-

tervallen mit einheitlichen Winkeln um die Achse P
gebildet sind.

6. Harz-Rohrverbindung gemäß einem der Ansprüche
1 bis 3, wobei der Verbindungskörper (1) und die
Überwurfmutter (2) aus einem Fluorharz hergestellt
sind.

Revendications

1. Jointage de tuyau en résine, ledit jointage de tuyau
en résine possédant :

un corps de jointage fabriqué en résine synthé-
tique (1) comportant un raccord cylindrique (4)
auquel une partie d’extrémité d’un tube fabriqué
en résine synthétique (3) est emboîtable et fixa-
ble tout en étant évasée et un filetage externe
(5) ; et
un écrou-raccord fabriqué en résine synthétique
(2) comprenant : un filetage interne (8) qui est
vissable avec ledit filetage externe (5) ; et une
partie de compression de joint (10) qui est ac-
tionnable sur une région de changement de
l’évasement (9) dans une partie évasée (3A) du-
dit tube (3),
lors d’un avancement de vissage dudit écrou-
raccord (2) dans une direction parallèle à un axe
P dudit corps de jointage (1), l’avancement de
vissage étant généré par le vissage dudit fileta-
ge interne (8) sur ledit filetage externe (5) dans
un état où ledit tube (3) est emboîté et fixé audit
raccord cylindrique (4), ladite région de change-
ment de l’évasement (9) étant comprimée dans
la direction de l’axe P par ladite partie de com-
pression de joint (10) afin de former une partie
d’étanchéité S, dans laquelle
une partie de projection (20) qui est projetée
dans la direction de l’axe P, et une partie d’en-
grenage (19) qui est engrenée dans la direction
de l’axe P afin d’être emboîtable sur celui-ci sont
placées respectivement de manière distributive
dans une partie périphérique extérieure dudit
corps de jointage (1) et une partie périphérique
extérieure d’une partie terminale dans la direc-
tion axiale dudit écrou-raccord (2), et une partie
variant en couple (26) est configurée par ladite
partie de projection (20) et ladite partie d’engre-
nage (19), dans laquelle ladite partie de projec-
tion (20) et ladite partie d’engrenage (19) sont
emboîtées ou déboîtées l’une de l’autre par un
déplacement en flexion de ladite partie de pro-
jection (20) afin d’être inclinées dans la direction
de l’axe P selon une rotation de serrage dudit
écrou-raccord (2).

2. Jointage de tuyau en résine selon la revendication
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1, dans lequel ladite partie de projection (20) est for-
mée dans une bride périphérique extérieure (1A) du-
dit corps de jointage (1), ladite partie d’engrenage
(19) est formée dans ladite partie terminale dudit
écrou-raccord (2) sur un côté où ledit filetage interne
est formé, et ladite partie de projection (20) et ladite
bride périphérique extérieure (1A) sont configurées
afin d’être mobiles en flexion dans la direction de
l’axe P.

3. Jointage de tuyau en résine selon la revendication
2, dans lequel une partie saillante (20B) qui fait saillie
vers un côté radial vers l’extérieur à partir d’une face
périphérique extérieure (1b) de ladite bride périphé-
rique extérieure (1A) fait saillie à partir de ladite partie
de projection (20), et une partie de saillie (24) qui fait
saillie vers le côté radial vers l’extérieur fait saillie à
partir d’une partie dudit écrou-raccord (2), ladite par-
tie de saillie étant adjacente à ladite partie d’engre-
nage (19) dans la direction de l’axe P.

4. Jointage de tuyau en résine selon une quelconque
des revendications 1 à 3, dans lequel ladite partie
de projection (20) et/ou ladite partie d’engrenage
(19) sont formées en un nombre pluriel dans la di-
rection circonférencielle, et configurées de sorte que
l’emboîtement et le déboîtement sont répétés pen-
dant que ledit écrou-raccord (2) est tourné d’une ro-
tation.

5. Jointage de tuyau en résine selon la revendication
4, dans lequel lesdites parties de projection (20)
et/ou lesdites parties d’engrenage (19) sont formées
dans la direction circonférencielle à des intervalles
d’angles uniformes autour de l’axe P.

6. Jointage de tuyau en résine selon une quelconque
des revendications 1 à 3, dans lequel ledit corps de
jointage (1) et ledit écrou-raccord (2) sont tous deux
fabriqués en une résine de fluorine.
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