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Description

TECHNICAL FIELD

[0001] The present invention relates to a roller for com-
pressing protective sheeting of polymer material about a
pipeline, and in particular about a cutback of a pipeline.
[0002] More specifically, the roller of the present inven-
tion is employed in pipeline construction, in particular the
construction of underwater pipelines to be laid on the bed
of a body of water, and to which the following description
refers purely by way of example. Underwater pipelines
are normally constructed by joining the facing free ends
of adjacent pipes aligned along a longitudinal axis to de-
fine a cutback; and winding protective sheeting about the
cutback. Pipelines, in fact, are composed of pipes joined
to one another to cover distances of hundreds of kilome-
tres. The pipes are of normally 12-metre standard length
and of relatively large diameter ranging from 0.2 to 1.5
metres. Each pipe comprises a metal cylinder; and a pol-
ymer coating for protecting the metal cylinder, and which
extends along the pipe, leaving the opposite ends of each
pipe free, so the metal cylinders can be welded to one
another. The pipes may be joined at land-based instal-
lations, or on laying vessels which also provide for laying
the pipeline as it is constructed.

BACKGROUND ART

[0003] The joining operation comprises welding the
metal cylinders together, normally with a plurality of weld
passes; and coating the cutback. Once an annular weld
bead is formed between two adjacent metal cylinders,
the cutback extends astride the annular weld bead, along
an uncoated portion. In other words, the cutback is sub-
stantially defined by the free ends of the pipes, extends
axially between two end portions of the protective coat-
ings, and must be coated with a protective coating to
prevent corrosion.
[0004] Coating the unprotected portion along the cut-
back is known as ’Field Joint Coating’, and comprises
coating the cutback with normally three coats of polymer
material, to protect and ensure adhesion of the coats to
the metal cylinders.
[0005] For example, coating the unprotected cutback
comprises heating the cutback, preferably to a temper-
ature of 180-250°C; spraying the cutback with powdered
epoxy resin (FBE - Fusion Bonded Epoxy) which, in con-
tact with the cutback, forms a relatively thin first coat or
’primer’ measurable in tenths of a mm; spraying over the
first coat on the cutback a modified adhesive copolymer
which, in contact with the first coat, forms a relatively thin
second coat, also measurable in tenths of a mm; and
applying a third so-called ’top coat’ which overlaps the
pre-existing protecting coatings.
[0006] Welding, non-destructive weld testing, and
coating the unprotected cutback are carried out at work
stations equally spaced along the path of the pipes (or

of the pipeline being constructed, if the pipes are joined
to the latter). So the pipes are conveyed in steps, and
stopped for a given length of time at each work station.
[0007] One known method of applying the third coat is
to wind thick, 2-10 mm thick, protective sheeting about
the cutback. The protecting sheeting is extruded, and is
simultaneously wound about the cutback as it is formed.
This method is described in the Applicant’s Patent Ap-
plication WO 2008/071773 and in Patent Applications EP
1,985,909, WO 2010/049353, and WO 2011/033176. In
the methods described in these documents, the protec-
tive sheeting is applied by an extrusion outlet mounted
on a carriage which runs along an annular path about
the longitudinal axis of the pipeline, and the polymer ma-
terial is plastified by a plastifying device located close to
the pipeline and either connectable selectively to the ex-
trusion outlet, or connected to it by a hose or semirigid
pipe.
[0008] The protective sheeting is applied over the sec-
ond coat and over two opposite end portions of the pre-
existing coatings, and is pressed onto the pipeline to
make sure it adheres properly. Because the end portions
of the pre-existing coatings define raised areas with re-
spect to the cutback, the surface onto which the protec-
tive sheeting is applied is not perfectly flat, so it is difficult
to ensure the roller exerts even pressure on the sheeting
as a whole.
[0009] In the case described, the weld bead also de-
fines a ring with respect to the adjacent parts of the cut-
back.
[0010] An application roller of the same type is dis-
closed in EP 1,016,514 A2 and suffers of the same draw-
backs.
[0011] In fact, the types of rollers described in the
known art fail to ensure even pressure over the protective
sheeting as a whole.
[0012] The roller disclosed in FR 2,153,871 is a roller
configured to compensate deflection and employed in
the textile industry.

DISCLOSURE OF INVENTION

[0013] It is an object of the present invention to provide
a roller designed to reduce the drawbacks of the known
art, and in particular to effectively compress the protec-
tive sheeting onto the pipeline without spreading or flat-
tening the sheeting.
[0014] According to the present invention, there is pro-
vided a roller for compressing protective sheeting of pol-
ymer material around a pipeline, the roller rotating about
a given axis of rotation and comprising a shaft; and at
least one first tubular portion which extends about the
shaft and varies in elasticity along the given axis of rota-
tion a second tubular portion, which is fitted about the
first tubular portion and comprises a plurality of rigid cy-
lindrical walls movable with respect to one another and
arranged end to end along the axis of rotation; and an
elastic sheath designed to define the surface of the roller
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and to be positioned contacting the protective sheeting.
[0015] The first tubular portion thus ensures the roller
deforms elastically according to the shape of the surface
with which the roller is brought into contact. In other
words, a roller is achieved in which its elasticity is appro-
priately adapted to the contour of the surface onto which
it is pressed.
[0016] In other words, the second tubular portion al-
lows no deformation of the circular or cylindrical shape
of the roller, and limits the contact area between the roller
and the underlying surface.
[0017] The sheath imparts to the roller a smooth, con-
tinuous outer surface, even when, for example, the cy-
lindrical walls are offset axially with respect to one an-
other. The sheath is preferably thin.
[0018] Preferably, the first tubular portion comprises a
plurality of tubular members arranged end to end along
the axis of rotation; each two adjacent tubular members
preferably differing in elasticity.
[0019] The varying elasticity of the roller is advanta-
geously achieved by employing adjacent tubular mem-
bers of different degrees of elasticity.
[0020] Preferably, the first tubular portion comprises
two lateral tubular members of greater elasticity than the
adjacent tubular member.
[0021] Each lateral tubular member is sized so as to
be slightly longer than the respective portion of protective
sheeting overlapping an end portion of the pre-existing
protective coating.
[0022] Roughly speaking, the parts of the roller de-
signed to press onto the end portions of the pre-existing
protective coatings are of greater elasticity than the ad-
jacent parts, to allow for the projection formed by said
end portions.
[0023] Construction-wise, each tubular member com-
prises a tubular layer of elastic material, preferably sili-
cone.
[0024] Preferably, the tubular layer has axial openings
equally spaced about the given axis of rotation.
[0025] The elasticity of the tubular layer may advanta-
geously be defined by selecting the hardness of the elas-
tic material and/or the number and/or size of the open-
ings.
[0026] Preferably, each tubular member comprises a
rigid sleeve supporting the tubular layer and fitted to the
shaft.
[0027] This solution makes the tubular members easily
interchangeable as required.
[0028] The cylindrical walls are movable mainly radi-
ally with respect to the axis of rotation of the roller, and
by the amount permitted by the elasticity of the first tu-
bular portion.
[0029] Preferably, the second tubular portion compris-
es a central cylindrical wall with a groove which, in use,
may advantageously be positioned over the annular weld
bead.
[0030] Alternatively, the second tubular portion com-
prises a plurality of adjacent central cylindrical walls,

each slidable radially, with reference to the axis of rota-
tion, with respect to the adjacent cylindrical walls.
[0031] The radial movement of the central cylindrical
walls thus provides for adequately accommodating the
weld bead without deforming the protective sheeting.
And, since the axial extension as a whole of the central
cylindrical walls is greater than that of the weld bead,
precise axial positioning of the roller with respect to the
weld bead is not necessary.
[0032] Preferably, the second tubular portion compris-
es two intermediate cylindrical walls located at opposite
ends of the central cylindrical wall or the central cylindrical
walls.
[0033] This configuration makes the two parts of the
roller, designed to be positioned, in use, with their free
ends on opposite sides of the annular weld bead, inde-
pendent of each other. The intermediate walls also make
the second tubular portion easier to assemble.
[0034] Preferably, the second tubular portion compris-
es a plurality of lateral cylindrical walls located at opposite
ends of the roller.
[0035] This solution makes the roller highly deformable
radially, without locally flattening the outer surface of the
roller.
[0036] A further object of the present invention is to
provide a method of compressing polymer sheeting onto
a pipeline, designed to reduce the drawbacks of the
known art.
[0037] According to the present invention, there is pro-
vided a method of compressing protective sheeting of
polymer material around a pipeline; the pipeline extend-
ing along a longitudinal axis and comprising a cutback
bounded by two end portions of respective protective
coatings, which define raised parts with respect to the
cutback; and the method comprising the steps of posi-
tioning a roller at the cutback, with the axis of rotation of
the roller parallel to the longitudinal axis, and with the
opposite ends of the roller at the end portions of the pro-
tective coatings; winding about the pipeline protective
sheeting made of partly cross-linked polymer material
and wide enough to overlap the end portions; and grip-
ping the protective sheeting of polymer material between
the roller and the pipeline, so as to deform the roller at
the end portions.
[0038] In this way, when force is applied to the roller
in the direction of the pipeline, more or less even pressure
is achieved across the whole width of the protective
sheeting. Also, appropriately selecting the force applied
to the roller prevents any alteration in the thickness of
the protective sheeting.
[0039] More specifically, the method comprises de-
forming the directrices of the roller, leaving the cylindrical
shape of the roller unchanged.
[0040] This way, the contact area between the roller
and the protective sheeting does not depend on the de-
gree of deformation of the roller.
[0041] More specifically, the cutback has a projecting
weld bead; and the method comprises deforming the roll-
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er at the weld bead.
[0042] In this way, a certain amount of tolerance is al-
lowed as regards the axial position of the roller with re-
spect to the weld bead.
[0043] Preferably, the method comprises moving the
roller at constant pressure about the pipeline.
[0044] This way, even pressure can be exerted over
the whole extension of the protective sheeting.

BRIEF DESCRIPTION OF THE DRAWINGS

[0045] A preferred embodiment of the present inven-
tion will be described by way of example with reference
to the attached drawings, in which :

Figure 1 shows a partly exploded elevation, with
parts removed for clarity, of the roller according to
the present invention, the pipeline, and the protective
sheeting;
Figure 2 shows a larger-scale longitudinal section,
with parts removed for clarity, of the Figure 1 roller;
Figures 3 and 4 show cross sections, with parts re-
moved for clarity, of the Figure 2 roller along lines
III-III and IV-IV respectively;
Figure 5 shows a cross section, with parts removed
for clarity, of a variation of the roller according to the
present invention;
Figure 6 shows a partly sectioned, larger-scale ele-
vation, with parts removed for clarity, of a detail of
the Figure 2 roller when compressing the protective
sheeting onto the pipeline;
Figure 7 shows a partly sectioned, larger-scale ele-
vation, with parts removed for clarity, of a variation
of the roller according to the present invention when
compressing the protective sheeting onto the pipe-
line.

BEST MODE FOR CARRYING OUT THE INVENTION

[0046] Number 1 in Figure 1 indicates a pipeline com-
posed of two pipes 2 joined by a weld, of which is shown
an annular weld bead 3. Each pipe 2 comprises a metal
cylinder 4; and a coating 5 of polymer material, normally
polyethylene or polypropylene, for corrosion-proofing
metal cylinder 4.
[0047] Each pipe 2 has two opposite free ends 6 with
no coatings 5. Each coating 5 has an end portion 7 in-
cluding a bevel which reduces the thickness of coating
5 gradually to zero towards free end 6. Two pipes 2 weld-
ed together form a cutback 8, which extends along a lon-
gitudinal axis A1, between two end portions 7.
[0048] In addition to welding metal cylinders 4, joining
pipes 2 also comprises coating cutback 8. This comprises
grit-blasting cutback 8; heating, preferably induction
heating, cutback 8 to a temperature of preferably
180-250°C; and applying protective sheeting 9 of poly-
mer material to cutback 8 to form a layer not shown in
Figure 1. Coating cutback 8 normally comprises applying

two very thin layers of polymer material - the first with
anticorrosion and the second with adhesive properties -
to cutback 8 before applying protective sheeting 9.
[0049] In the example shown, protective sheeting 9 is
designed to wind around cutback 8, is wider than cutback
8 (measured along longitudinal axis A1) so as to overlap
end portions 7 of coatings 5 of the two joined pipes 2,
and is long enough to wind completely around the perim-
eter of cutback 8.
[0050] Protective sheeting 9 is extruded as it is wound
about pipeline 1, and is compressed onto pipeline 1 by
a roller 10.
[0051] Protective sheeting 9 is applied before the pol-
ymer is completely cross-linked, so it is highly flexible
and adapts to the irregular shape of the part of pipeline
1 to which it is applied. Roller 10 ensures protective
sheeting 9 adheres to the surface of pipeline 1 to which
it is applied, and prevents the formation of air bubbles,
without altering the thickness of protective sheeting 9 as
it is applied.
[0052] Roller 10 rotates idly, or is powered to rotate,
about an axis of rotation A2, and is pushed onto pipeline
1 by a supporting mechanism 11, of which only two sup-
porting arms 12 are shown in Figure 1.
[0053] With reference to Figure 2, roller 10 comprises
a rigid supporting shaft 13; a flexible tubular portion 14
around shaft 13; and a rigid tubular portion 15 around
tubular portion 14.
[0054] Roller 10 preferably comprises an elastic
sheath 16 covering tubular portion 15.
[0055] Tubular portion 14 varies in elasticity along axis
of rotation A2. More specifically, tubular portion 14 is of
greater elasticity at the ends of roller 10 than at the centre
of roller 10.
[0056] The more elastic part, in fact, is located at the
ends of roller 10 designed to compress protective sheet-
ing 9 onto end portions 7 of coatings 5.
[0057] Tubular portion 14 comprises a plurality of tu-
bular members 17, 18 arranged end to end along axis of
rotation A2.
[0058] In the example shown, tubular portion 14 has a
central tubular member 17; and two lateral tubular mem-
bers 18 of greater elasticity than central tubular member
17.
[0059] Tubular members 17 and 18 comprise respec-
tive tubular layers 19 and 20 of elastic material, preferably
silicone.
[0060] With reference to Figures 3 and 4, tubular layers
19 and 20 have axial openings 21 and 22, which, in the
example shown, are defined by holes and equally spaced
around axis of rotation A2. The degree of elasticity of
tubular layers 19 and 20 depends on the elastic material
used, the number of openings 21 and 22, and the shape
and size of the cross section of openings 21 and 22.
[0061] Figure 5 shows a variation of roller 10 with a
different distribution pattern of openings 21 and 22.
[0062] Tubular members 17 and 18 comprise respec-
tive sleeves 23 and 24, which support respective tubular
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layers 19 and 20, and are fitted to shaft 13 and preferably
locked by key couplings 25.
[0063] Tubular layers 19 and 20 are preferably cured
to respective sleeves 23 and 24, which are made of metal.
[0064] Tubular portion 15 as a whole forms a cylindrical
shell fitted around tubular portion 14, and comprises a
plurality of rigid cylindrical walls 26, 27, 28 of the same
outside diameter and thickness, and arranged end to
end. In a variation not shown, cylindrical walls 26, 27, 28
are of different thicknesses.
[0065] In the example shown, tubular portion 15 com-
prises a central cylindrical wall 26 with a groove 29; and
two intermediate cylindrical walls 27 at opposite ends of
central cylindrical wall 26.
[0066] Central cylindrical wall 26 and intermediate cy-
lindrical walls 27 are fitted to central tubular member 17.
[0067] In a variation not shown, intermediate walls 27
are eliminated, and central wall 26 is the same axial
length as central tubular member 17.
[0068] Central wall 26 and the two intermediate walls
27 make roller 10 easier to assemble.
[0069] Tubular portion 15 comprises a plurality of cy-
lindrical end walls 28 fitted to lateral tubular members 18.
[0070] Cylindrical walls 28 are much smaller axially
than cylindrical walls 26 and 27, so much so as to actually
define respective rings.
[0071] Sheath 16 is fitted around tubular portion 15 and
covers all of cylindrical walls 26, 27, 28.
[0072] Cylindrical walls 27 may be connected to tubular
member 17 by fastening members 30, e.g. screws.
[0073] Roller 10 may be idle, or powered by a revers-
ible actuator 31.
[0074] In actual use, and as shown in Figure 6, protec-
tive sheeting 9 is compressed slightly between roller 10
and pipeline 1 at cutback 8. Roller 10 is sized and posi-
tioned axially so that groove 29 is located at weld bead
3, and lateral tubular members 18 are located at end
portions 7 of coatings 5. The pressure exerted by roller
10 must be such as not to alter the thickness of protective
sheeting 9. For this reason, a compressive force de-
signed not to alter the thickness of protective sheeting 9
has been determined, and roller 10 is designed to yield
easily where projecting parts are expected.
[0075] At end portions 7 of coatings 5, roller 10 deforms
considerably. More specifically, elastic deformation oc-
curs at tubular layer 20, and cylindrical walls 28 move
radially with respect to axis of rotation A2. More specifi-
cally, cylindrical walls 28 at the bevel slide radially with
respect to one another to substantially match the shape
of the bevel. Sheath 16 deforms elastically and imparts
to roller 10 a smooth, continuous outer surface, regard-
less of the position of cylindrical walls 26, 27, 28. More
specifically, relative radial slide of cylindrical walls 26,
27, 28 forms steps, but these do not alter the surface of
protective sheeting 9, on account of cylindrical walls 26,
27, 28 being enclosed in sheath 16.
[0076] The elasticity of tubular layers 19 and 20 is de-
termined experimentally, by selecting the type of material

and the number, shape, and size of openings 21, 22 on
the basis of the thickness of coatings 5, and so as to exert
substantially even pressure over the full width of protec-
tive sheeting 9.
[0077] When tubular portion 14 deforms, tubular por-
tion 15 maintains its circular cross section, so the contact
area between roller 10 and protective sheeting 9 is inde-
pendent of the degree of deformation of roller 10.
[0078] Number 32 in the Figure 7 variation indicates a
roller which differs from roller 10 in Figures 1-6 by having
a different central structure. More specifically, the central
cylindrical wall 26 of roller 10 (Figure 6) is replaced with
a plurality of rigid central cylindrical walls 33 which, in the
Figure 7 example, are identical to cylindrical end walls
28. Each central cylindrical wall 33 is very small and, in
the Figure 7 example, is roughly the same size as central
cylindrical wall 33.
[0079] Each central cylindrical wall 33 is slidable radi-
ally, with reference to axis A2, with respect to the adjacent
central cylindrical walls 33 and intermediate cylindrical
walls 27.
[0080] Roller 32 also differs from roller 10 by central
tubular member 17 in Figure 6 being replaced with a cen-
tral tubular member 34, and two intermediate tubular
members 35 located at opposite ends of central tubular
member 34 and at intermediate cylindrical walls 27. Tu-
bular members 34, 35 comprise respective tubular layers
36, 37 of elastic material, preferably silicone, and have
axial openings 38 and 39. The degree of elasticity of tu-
bular layers 36 and 37 depends on the elastic material
used, the number of axial openings 38 and 39, and the
shape and size of the cross section of openings 38 and
39.
[0081] Tubular members 34, 35 comprise respective
sleeves 40, 41 supporting respective tubular layers 36,
37.
[0082] Tubular layers 36, 37 are preferably cured to
respective sleeves 40, 41, which are made of metal.
[0083] The other structural parts of roller 32 are iden-
tical to those of roller 10, and are indicated using the
same reference numbers.
[0084] In the variation described, roller 32 is able to
deform sufficiently at weld bead 3 to leave the thickness
of protective sheeting 9 unchanged.
[0085] Also, the axial size of the centre portion of roller
32, i.e. the portion occupied by central cylindrical walls
33, is such as to even allow errors in the axial position
of roller 32 with respect to weld bead 3.

Claims

1. A roller for compressing protective sheeting of poly-
mer material around a pipeline, the roller (10; 32)
rotating about an axis of rotation (A2) and comprising
a shaft (13); at least one first tubular portion (14)
which extends about the shaft (13) and varies in elas-
ticity along the axis of rotation (A2); characterised
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by a second tubular portion (15), which is fitted about
the first tubular portion (14) and comprises a plurality
of rigid cylindrical walls (26, 27, 28; 33, 27, 28) mov-
able with respect to one another and arranged end
to end along the axis of rotation (A2); and an elastic
sheath (16) designed to define the surface of the
roller (10; 32) and to be positioned contacting the
protective sheeting (9) .

2. A roller as claimed in Claim 1, wherein the first tubular
portion (14) comprises a plurality of tubular members
(17, 18; 34, 35, 18) arranged end to end along the
axis of rotation (A2); each two adjacent tubular mem-
bers (17, 18; 34, 35, 18) preferably differing in elas-
ticity.

3. A roller as claimed in Claim 2, wherein the tubular
members (17, 18; 34, 35, 18) comprise two lateral
tubular members (18) of greater elasticity than the
adjacent tubular member (17; 35).

4. A roller as claimed in Claim 2 or 3, wherein each
tubular member (17, 18; 34, 35, 18) comprises a tu-
bular layer (19, 20; 36, 37, 20) of elastic material,
preferably silicone.

5. A roller as claimed in Claim 4, wherein each tubular
layer (19, 20; 36, 37, 20) has axial openings (21, 22;
38, 39, 21, 22) equally spaced about the axis of ro-
tation (A2) .

6. A roller as claimed in Claim 4 or 5, wherein each
tubular member (17, 18; 34, 35, 18) comprises a rigid
sleeve (23, 24; 40, 41, 24) supporting the tubular
layer (19, 20; 36, 37, 20) and fitted to the shaft (13).

7. A roller as claimed in any one of the foregoing
Claims, wherein the second tubular portion (15) com-
prises a central cylindrical wall (26) with a groove
(29), or a plurality of central cylindrical walls (33),
each slidable radially, with reference to the axis of
rotation (A2), with respect to the adjacent cylindrical
walls (27; 33).

8. A roller as claimed in Claim 7, wherein the second
tubular portion (15) comprises two intermediate cy-
lindrical walls (27) located at opposite ends of the
central cylindrical wall (26) or the central cylindrical
walls (33).

9. A roller as claimed in one of Claims 6 to 8, wherein
the second tubular portion (15) comprises a plurality
of lateral cylindrical walls (28) located at opposite
ends of the roller (10;32).

10. A method of compressing protective sheeting of pol-
ymer material around a pipeline; the pipeline (1) ex-
tending along a longitudinal axis (A1) and comprising

a cutback (8) bounded by two end portions (7) of
respective protective coatings (5), which define
raised parts with respect to the cutback (8); and the
method comprising the steps of positioning a roller
(10; 32), as claimed in any one of the foregoing
Claims, at the cutback (8), with the axis of rotation
(A2) of the roller parallel to the longitudinal axis (A1),
and with the opposite ends of the roller (10; 32) at
the end portions (7) of the protective coatings (5);
winding about the pipeline (1) protective sheeting (9)
made of partly cross-linked polymer material and
wide enough to overlap the end portions (7); and
gripping the protective sheeting (9) of polymer ma-
terial between the roller (10; 32) and the pipeline (1),
so as to deform the roller (10; 32) at the end portions
(7).

11. A method as claimed in Claim 10, and comprising
the step of deforming the directrices of the roller (10;
32), leaving the cylindrical shape of the roller (10;
32) unchanged.

12. A method as claimed in Claim 10 or 11, wherein the
cutback has a projecting weld bead (3); the method
comprising the step of deforming the roller (32) at
the weld bead (3).

13. A method as claimed in any one of Claims 11 to 12,
and comprising the step of moving the roller (10; 32)
at constant pressure about the pipeline (1).

Patentansprüche

1. Walze zum Komprimieren einer Schutzfolie aus ei-
nem Polymermaterial um eine Rohrleitung herum,
wobei die Walze (10; 32) um eine Rotationsachse
(A2) rotiert und Folgendes umfasst: einen Schaft
(13); mindestens einen ersten Rohrabschnitt (14),
der sich um den Schaft (13) erstreckt und entlang
der Rotationsachse (A2) hinsichtlich der Elastizität
variiert; gekennzeichnet durch einen zweiten
Rohrabschnitt (15), der über dem ersten Rohrab-
schnitt (14) angebracht ist und eine Vielzahl starrer
zylindrischer Wände (26, 27, 28; 33, 27, 28) umfasst,
die in Bezug zueinander beweglich sind und die En-
de an Ende entlang der Rotationsachse (A2) ange-
ordnet sind; und eine elastische Ummantelung (16),
die ausgestaltet ist, die Oberfläche der Walze (10;
32) zu definieren und positioniert zu werden, die
Schutzfolie (9) zu berühren.

2. Walze nach Anspruch 1, wobei der erste Rohrab-
schnitt (14) eine Vielzahl von Rohrelementen (17,
18; 34, 35, 18) umfasst, die Ende an Ende entlang
der Rotationsachse (A2) angeordnet sind; wobei je
zwei benachbarte Rohrelemente (17, 18; 34, 35, 18)
sich vorzugsweise in der Elastizität unterscheiden.

9 10 
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3. Walze nach Anspruch 2, wobei die Rohrelemente
(17, 18; 34, 35, 18) zwei Seitenrohrelemente (18)
von höherer Elastizität als die benachbarten Rohre-
lemente (17; 35) umfassen.

4. Walze nach Anspruch 2 oder 3, wobei jedes Rohre-
lement (17, 18; 34, 35, 18) eine Rohrschicht (19, 20;
36, 37, 20) aus elastischem Material, bevorzugt Si-
likon, umfasst.

5. Walze nach Anspruch 4, wobei jede Rohrschicht (19,
20; 36, 37, 20) axiale Öffnungen (21, 22; 38, 39, 21,
22) aufweist, die um die Rotationsachse (A2) ab-
standsgleich angeordnet sind.

6. Walze nach Anspruch 4 oder 5, wobei jedes Rohre-
lement (17, 18; 34, 35, 18) eine starre Hülse (23, 24;
40, 41, 24) umfasst, die die Rohrschicht (19, 20; 36,
37, 20) stützt und am Schaft (13) angebracht ist.

7. Walze nach einem der vorhergehenden Ansprüche,
wobei der zweite Rohrabschnitt (15) eine zylindri-
sche Mittelwand (26) mit einer Nut (29) umfasst, oder
eine Vielzahl von zylindrischen Mittelwänden (33),
von denen jede radial verschiebbar hinsichtlich der
Rotationsachse (A2) in Bezug auf die benachbarten
zylindrischen Wände (27; 33) ist.

8. Walze nach Anspruch 7, wobei der zweite Rohrab-
schnitt (15) zwei dazwischenliegende zylindrische
Wände (27) umfasst, die sich an gegenüberliegen-
den Enden der zylindrischen Mittelwand (26) oder
der zylindrischen Mittelwände (33) befinden.

9. Walze nach einem der Ansprüche 6 bis 8, wobei der
zweite Rohrabschnitt (15) eine Vielzahl von zylind-
rischen Seitenwänden (28) umfasst, die sich an ge-
genüberliegenden Enden der Walze (10; 32) befin-
den.

10. Verfahren zum Komprimieren einer Schutzfolie aus
einem Polymermaterial um eine Rohrleitung herum;
wobei sich die Rohrleitung (1) entlang einer Längs-
achse (A1) erstreckt und eine Beschneidung (8) um-
fasst, die von zwei Endabschnitten (7) der betreffen-
den Schutzschichten (5) begrenzt ist, welche erha-
bene Teile hinsichtlich der Beschneidung (8) bestim-
men; und wobei das Verfahren die Schritte des Po-
sitionierens einer Walze (10; 32) bei der Beschnei-
dung (8) nach einem der vorhergehenden Ansprü-
che umfasst, mit der Rotationsachse (A2) der Walze
parallel zur Längsachse (A1), und mit den gegenü-
berliegenden Enden der Walze (10; 32) an den En-
dabschnitten (7) der Schutzschichten (5); wobei um
die Rohrleitung (1) Schutzfolie (9) gewickelt wird,
hergestellt aus teilweise vernetztem Polymermate-
rial und breit genug, die Endabschnitte (7) zu über-
lappen; und wobei die Schutzfolie (9) aus Polymer-

material zwischen der Walze (10; 32) und der Rohr-
leitung (1) gegriffen wird, sodass die Walze (10; 32)
an den Endabschnitten (7) verformt wird.

11. Verfahren nach Anspruch 10 und umfassend das
Verformen der Führungen der Walze (10; 32), wobei
die zylindrische Form der Walze (10; 32) unverän-
dert bleibt.

12. Verfahren nach Anspruch 10 oder 11, wobei die Be-
schneidung eine hervorstehende Schweißnaht (3)
aufweist; wobei das Verfahren den Schritt des Ver-
formens der Walze (32) an der Schweißnaht (3) um-
fasst.

13. Verfahren nach einem der Ansprüche 11 bis 12 und
umfassend den Schritt des Bewegens der Walze
(10; 32) mit konstantem Druck um die Rohrleitung
(1).

Revendications

1. Rouleau pour comprimer une feuille de protection
en matériau polymère autour d’une conduite, le rou-
leau (10 ; 32) tournant autour d’un axe de rotation
(A2) et comprenant un arbre (13) ; au moins une
première partie tubulaire (14) qui s’étend autour de
l’arbre (13) et varie en élasticité le long de l’axe de
rotation (A2) ;
caractérisé par une seconde partie tubulaire (15),
qui est montée autour de la première partie tubulaire
(14) et comprend une pluralité de parois cylindriques
(26, 27, 28 ; 33, 27, 28) rigides mobiles les unes par
rapport aux autres et agencées bout à bout le long
de l’axe de rotation (A2) ; et une gaine élastique (16)
conçue pour définir la surface du rouleau (10 ; 32)
et pour être positionnée en contact avec la feuille de
protection (9).

2. Rouleau selon la revendication 1, dans lequel la pre-
mière partie tubulaire (14) comprend une pluralité
d’éléments tubulaires (17, 18 ; 34, 35, 18) agencés
bout à bout le long de l’axe de rotation (A2) ; chacun
des deux éléments tubulaires (17, 18 ; 34, 35, 18)
adjacents étant de préférence d’élasticité différente.

3. Rouleau selon la revendication 2, dans lequel les
éléments tubulaires (17, 18 ; 34, 35, 18) compren-
nent deux éléments tubulaires (18) latéraux présen-
tant une élasticité plus importante que l’élément tu-
bulaire (17 ; 35) adjacent.

4. Rouleau selon la revendication 2 ou 3, dans lequel
chaque élément tubulaire (17, 18 ; 34, 35, 18) com-
prend une couche tubulaire (19, 20 ; 36, 37, 20) en
matériau élastique, de préférence de la silicone.
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5. Rouleau selon la revendication 4, dans lequel cha-
que couche tubulaire (19, 20 ; 36, 37, 20) a des
ouvertures axiales (21, 22 ; 38, 39, 21, 22) espacées
à égale distance autour de l’axe de rotation (A2).

6. Rouleau selon la revendication 4 ou 5, dans lequel
chaque élément tubulaire (17, 18 ; 34, 35, 18) com-
prend un manchon rigide (23, 24 ; 40, 41, 24) sup-
portant la couche tubulaire (19, 20 ; 36, 37, 20) et
monté sur l’arbre (13).

7. Rouleau selon l’une quelconque des revendications
précédentes, dans lequel la seconde partie tubulaire
(15) comprend une paroi cylindrique centrale (26)
avec une rainure (29), ou une pluralité de parois cy-
lindriques centrales (33), chacune pouvant coulisser
radialement en référence à l’axe de rotation (A2),
par rapport aux parois cylindriques (27 ; 33) adja-
centes.

8. Rouleau selon la revendication 7, dans lequel la se-
conde partie tubulaire (15) comprend deux parois
cylindriques intermédiaires (27) positionnées au ni-
veau des extrémités opposées de la paroi cylindri-
que centrale (26) ou des parois cylindriques centra-
les (33).

9. Rouleau selon l’une des revendications 6 à 8, dans
lequel la seconde partie tubulaire (15) comprend une
pluralité de parois cylindriques latérales (28) posi-
tionnées à des extrémités opposées du rouleau (10 ;
32) .

10. Procédé pour comprimer une feuille de protection
en matériau polymère autour d’une conduite ; la con-
duite (1) s’étendant le long d’un axe longitudinal (A1)
et comprenant une partie annulaire de jonction (8)
délimitée par deux parties d’extrémité (7) de revête-
ments de protection (5) respectifs, qui définissent
des parties relevées par rapport à la partie annulaire
de jonction (8) ; et le procédé comprenant les étapes
de positionnement d’un rouleau (10 ; 32) selon l’une
quelconque des revendications précédentes, au ni-
veau de la partie annulaire de jonction (8), avec l’axe
de rotation (A2) du rouleau parallèle à l’axe longitu-
dinal (A1), et avec les extrémités opposées du rou-
leau (10 ; 32) au niveau des parties d’extrémité (7)
des revêtements de protection (5) ; d’enroulement,
autour de la conduite (1), d’une feuille de protection
(9) réalisée avec un matériau polymère partiellement
réticulé et assez large pour recouvrir les parties d’ex-
trémité (7) ; et de saisie de la feuille de protection
(9) en matériau polymère entre le rouleau (10 ; 32)
et la conduite (1), afin de déformer le rouleau (10 ;
32) au niveau des parties d’extrémité (7).

11. Procédé selon la revendication 10, et comprenant
l’étape de déformation des directrices du rouleau

(10 ; 32), laissant la forme cylindrique du rouleau
(10 ; 32) inchangée.

12. Rouleau selon la revendication 10 ou 11, dans lequel
la partie annulaire de jonction a un cordon de sou-
dure (3) en saillie ; le procédé comprenant l’étape
de déformation du rouleau (32) au niveau du cordon
de soudure (3).

13. Procédé selon l’une quelconque des revendications
11 à 12, et comprenant l’étape de déplacement du
rouleau (10 ; 32) à une pression constante autour
de la conduite (1).
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