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( 57 ) ABSTRACT 
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factured by executing a cutting process for fashioning a 
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portion , a second planar portion , an intermediate portion , 
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or curving the side flaps and the intermediate portion , and a 
welding process for welding a side flap of the first planar 
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PROTECTIVE COVER FOR VIBRATING planar portion are arranged in a single direction , the side 
COMPACTOR AND MANUFACTURING flaps respectively project sideward ( in an orthogonal direc 

METHOD THEREOF tion to an arrangement direction of the first planar portion , 
the intermediate portion , and the second planar portion ) 

TECHNICAL FIELD 5 from the first planar portion and the second planar portion , 
and a joint end edge formed in a position close to the 
intermediate portion on the side flap of the first planar 

The present invention relates to a protective cover for a portion opposes a joint end edge formed in a position close 
vibrating compactor , which is mounted on a machine body to the intermediate portion on the side flap of the second 
to protect an engine or another element installed in the planar portion via a predetermined gap , in the bending 
vibrating compactor , and a method of manufacturing the 10 process , first , the side flaps are bent or curved to one side , 
protective cover . whereupon either the intermediate portion is curved about a 

virtual axis line that is orthogonal to the arrangement 
BACKGROUND ART direction of the first planar portion , the intermediate portion , 

and the second planar portion or the first planar portion , the 
A metal guard member ( a protective cover ) is typically 15 intermediate portion , and / or the second planar portion are 

attached to a vibrating compactor to protect an engine or bent along a bend line that is orthogonal to the arrangement 
another element . Known examples of this type of protective direction of the first planar portion , the intermediate portion , 
cover include a combination of a metal pipe bent in accor - and the second planar portion such that the joint end edge of 
dance with a shape of an upper structural portion of a the side flap of the first planar portion abuts the joint end 
machine body and a metal plate , and a component formed in 20 edge of the side flap of the second planar portion , and in the 
a box shape that can cover the top , sides , and front ( or rear ) welding process , the abutting joint end edges of the respec 
of the upper structural portion of the machine body by tive side flaps of the first planar portion and the second 
welding together a plurality of metal plates or implementing planar portion are welded . 

On the metal plate fashioned in the cutting process , a sum pressing on a single metal plate . 25 of an angle ( 01 ) , between the joint end edge of the side flap Patent Document 1 : JP H10 - 140518 A of the first planar portion and the opposing joint end edge of Patent Document 2 : JP H10 - 266116 A the side flap of the second planar portion , and an inner angle 
( 02 ) , between the first planar portion and the second planar SUMMARY OF INVENTION portion of a finally manufactured protective cover , is pref 
erably set at an angle of 180° . The joint end edge of the side 

Technical Problem flap of the first planar portion and the joint end edge of the 
side flap of the second planar portion may be welded while 

However , the protective cover formed by combining a overlapping each other . 
metal pipe and a metal plate requires a pipe bending process , A protective cover for a vibrating compactor according to 
a plate cutting process , and a process for attaching the plate the present invention is formed by partially bending or 
to the bent pipe , and therefore manufacture is laborious . 35 curving a single metal plate fashioned into a shape including 
Further , when the box - shaped protective cover is manufac - a first planar portion , a second planar portion , an interme 
tured by welding together the plurality of metal plates , a diate portion , and a plurality of side flaps , wherein , the 
total extension of sides of the plates joined by the welding single metal plate is fashioned so that the intermediate 
is extremely long , and therefore manufacture is not only portion is disposed between the first planar portion and the 
laborious but also expensive . Moreover , when the box - 40 second planar portion , whereby the first planar portion , the 
shaped protective cover is manufactured by pressing , an intermediate portion , and the second planar portion are 
increase in manufacturing cost occurs due to the need to arranged in a single direction , the side flaps respectively 
manufacture press molds and so on . project sideward from the first planar portion and the second 

The present invention has been designed to solve these planar portion , and a joint end edge formed in a position 
problems in the related art , and an object thereof is to 45 close to the intermediate portion on the side flap of the first 
provide a method of manufacturing a sufficiently strong planar portion opposes a joint end edge formed in a position 
box - shaped protective cover for a vibrating compactor inex close to the intermediate portion on the side flap of the 
pensively using a small number of processes and only second planar portion via a predetermined gap , the side flaps 
simple processes , and to provide a protective cover for a are bent or curved to one side , either the intermediate portion 
vibrating compactor . 50 is curved about a virtual axis line that is orthogonal to an 

arrangement direction of the first planar portion , the inter 
Solution to Problem mediate portion , and the second planar portion or the first 

planar portion , the intermediate portion , and / or the second 
A method according to the present invention is a method planar portion are bent along a bend line that is orthogonal 

of manufacturing a box - shaped protective cover that covers 55 to the arrangement direction of the first planar portion , the 
an upper structural portion of a body of a vibrating com - intermediate portion , and the second planar portion , and the 
pactor by executing a cutting process for fashioning a single joint end edge of the side flap of the first planar portion and 
metal plate into a shape including a first planar portion , a the joint end edge of the side flap of the second planar 
second planar portion , an intermediate portion , and a plu portion are welded while abutting each other . The joint end 
rality of side flaps , a bending process for bending or curving 60 edge of the side flap of the first planar portion and the joint 
the side flaps and the intermediate portion , and a welding end edge of the side flap of the second planar portion may 
process for welding a side flap of the first planar portion to be welded while overlapping each other . 
a side flap of the second planar portion , wherein , in the 
cutting process , the single metal plate is fashioned so that the Advantageous Effects of Invention 
intermediate portion is disposed between the first planar 65 
portion and the second planar portion , whereby the first With the method according to the present invention , a 
planar portion , the intermediate portion , and the second sufficiently strong , box - shaped protective cover for a vibrat 
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ing compactor can be manufactured inexpensively using a portion 1 ( in an orthogonal direction to an arrangement 
small number of processes and only simple processes . More direction of the first planar portion 1 , the intermediate 
specifically , in contrast to the related art , there is no need to portion 3 , and the second planar portion 2 ) so as to project 
execute a troublesome and laborious process for attaching a outward . Further , the third side flap 5c and the fourth side 
plate to a bent pipe and no need to manufacture a press 5 flap 5d are formed respectively on left and right sides of the 
molds such as that required to perform pressing . Moreover , second planar portion 2 so as to project outward . No side 
the total extension of the sides of the plate subjected to flaps are formed on left and right sides of the intermediate 
welding can be minimized , and as a result , the protective portion 3 . 
cover can be manufactured inexpensively using a small Joint end edges 6a to 6d are formed respectively on the 
number of processes and only simple processes . 10 first to fourth side flaps 5a to 5d . The joint end edges 6a to 

6d are all formed in positions close to the intermediate 
BRIEF DESCRIPTION OF DRAWINGS portion 3 , and are all formed at an identical length so as to 

extend at an incline having a predetermined angle relative to 
FIG . 1 is an illustrative view showing a cutting process of the center line C . 

a protective cover manufacturing method according to the 15 The joint end edge 6a of the first side flap 5a opposes the 
present invention . joint end edge 6c of the third side flap 5c , which is adjacent 

FIG . 2 is an illustrative view showing a bending process to the first side flap 5a on an extension direction side of the 
of the protective cover manufacturing method according to center line C , via a predetermined gap . An angle 01 between 
the present invention . the opposing joint end edges 6a and 6c is set such that in 

FIG . 3 is an illustrative view showing the bending process 20 relation to an inner angle 02 between the first planar portion 
and a welding process of the protective cover manufacturing 1 and the second planar portion 2 of the finally manufactured 
method according to the present invention . protective cover , a formula of “ 01 + 02 = 1800 ” is established . 

FIG . 4 is a view showing another example of a configu Similarly , the joint end edge 6b of the second side flap 5b 
ration of a protective cover according to the present inven - opposes the joint end edge 6d of the fourth side flap 5d , 
tion . 25 which is adjacent to the second side flap 5b on the extension 

FIG . 5 is a view showing a further example of the direction side of the center line C , via a predetermined gap . 
configuration of the protective cover according to the pres The angle 01 between the opposing joint end edges 6b and 
ent invention . 6d is likewise set such that in relation to the inner angle 02 

between the first planar portion 1 and the second planar 
DESCRIPTION OF EMBODIMENTS 30 portion 2 of the finally manufactured protective cover , a 

formula of “ 01 + 02 = 1800 ” is established . 
In a method of manufacturing a protective cover accord 2 . Bending Process 

ing to the present invention , a box - shaped protective cover O n the metal plate shown in FIG . 1 , the first to fourth side 
for covering an upper structural portion of a body of a flaps 5a to 5d are bent to a right angle ( or curved ) on one side 
vibrating compactor is manufactured by executing a cutting 35 using boundary lines ( dot - dash lines in FIG . 1 ) with the first 
process for fashioning a single metal plate into a predeter - planar portion 1 or the second planar portion 2 as bend lines , 
mined shape ( a shape including a first planar portion , a whereby a condition shown in FIG . 2 is obtained . Next , the 
second planar portion , an intermediate portion , and a plu - intermediate portion 3 is curved using a virtual axis line that 
rality of side flaps ) , a bending process for bending or curving is orthogonal to the arrangement direction of the first planar 
the side flaps and the intermediate portion , and a welding 40 portion 1 , the intermediate portion 3 , and the second planar 
process for welding a side flap of the first planar portion to portion 2 as a center of curvature such that , as shown in FIG . 
a side flap of the second planar portion . Each of these 3 , the inner angle between the first planar portion 1 and the 
processes will be described below . second planar portion 2 becomes 02 , whereby the joint end 
1 . Cutting Process edges 6a , 6c abut each other and the joint end edges 6b , 6d 

First , as shown in FIG . 1 , a single metal plate serving as 45 abut each other . 
a raw material of the protective cover is fashioned into a 3 . Welding Process 
contour shape exhibiting left - right symmetry about a center The abutting joint end edges 6a , 6c are then welded , 
line C and including a first planar portion 1 , a second planar whereupon the abutting joint end edges 6b , 6d are welded . 
portion 2 , an intermediate portion 3 , and four side flaps 5 By executing the respective processes described above , a 
( first to fourth side flaps 5a to 5d ) . 50 sufficiently strong , box - shaped protective cover for a vibrat 
Of these parts , the first planar portion 1 is a part consti - ing compactor can be manufactured inexpensively using a 

tuting a ceiling surface of the protective cover ( a finished small number of processes and only simple processes . 
product ) , and in an embodiment shown in FIG . 1 , the first In the embodiment shown in FIG . 1 , the first planar 
planar portion 1 is formed in a trapezoidal shape . The second portion 1 , the second planar portion 2 , and the intermediate 
planar portion 2 is a part constituting a front side face of the 55 portion 3 are all formed basically in a trapezoidal shape . 
protective cover , and in the embodiment shown in FIG . 1 , However , the present invention is not necessarily limited to 
the second planar portion 2 takes a basic trapezoidal shape this shape , and a rectangular shape or another shape may be 
from which a lower bottom side is partially cut away and in employed instead . 
a center of which an air vent 4a and an operating window 4b In the above embodiment , as shown in FIG . 3 , the 
are formed . The intermediate portion 3 , which has a hori - 60 intermediate portion 3 is curved using the virtual axis line 
zontal trapezoidal shape , is disposed between the first planar that is orthogonal to the arrangement direction of the first 
portion 1 and the second planar portion 2 such that the first planar portion 1 and so on as the center of curvature . Instead , 
planar portion 1 , the intermediate portion 3 , and the second however , a polygonal shape such as that shown in FIG . 4 
planar portion 2 are arranged in a single direction ( a direc - may be obtained by bending the first planar portion 1 and the 
tion of the center line C ) . 65 second planar portion 2 relative to the intermediate portion 

The first side flap 5a and the second side flap 5b are 3 along bend lines ( a boundary line between the first planar 
formed respectively on left and right sides of the first planar portion 1 and the intermediate portion 3 , and a boundary line 
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between the second planar portion 2 and the intermediate portion , the intermediate portion and the second planar 
portion 3 , for example , as shown by dotted lines in FIG . 1 ) portion are bent along a bend line that is orthogonal to 
that is orthogonal to the arrangement direction of the first the arrangement direction of the first planar portion , the 
planar portion 1 and so on , or a condition such as that shown intermediate portion , and the second planar portion 
in FIG . 5 may be obtained by bending the intermediate 5 such that the joint end edge of the side flap of the first portion 3 only once along a bend line that is orthogonal to planar portion abuts the joint end edge of the side flap 
the arrangement direction of the first planar portion 1 and so of the second planar portion ; and 
on . wherein , in the welding process , the abutting joint end Furthermore , in the embodiment shown in FIGS . 1 to 3 , edges of the respective side flaps of the first planar the joint end edges 6a to 6d are all formed in a rectilinear 10 portion and the second planar portion are welded . shape , but the joint end edges 6a to 6d do not necessarily 2 . The vibrating compactor protective cover manufactur have to be formed in a rectilinear shape , and instead , the ing method according to claim 1 , wherein on the metal plate joint end edges 6a to 6d may be curved or , as shown in FIG . fashioned in the cutting process , a sum of an angle , between 4 , formed in a crank shape having a stepwise portion . 
Moreover , in the embodiment described above , the oppos - 15 the joint end edge of the side flap of the first planar portion 

ing joint end edges 6a to 6d are welded while abutting each and the opposing joint end edge of the side flap of the second 
other , but instead , as shown in FIG . 5 . the joint end edges 6 planar portion , and an inner angle , between the first planar 
may be welded while overlapping by a predetermined width . portion and the second planar portion of a finally manufac 

Furthermore , in the present invention , the first planar tured protective cover , is set at 180° . 
portion 1 and the second planar portion 2 include not only 20 3 . A vibrating compactor protective cover manufacturing 
components formed entirely from perfect planes , but also method for manufacturing a box - shaped protective cover 
partially irregular components , components having a curved that covers an upper structural portion of a body of a 
surface , components in which a hole or a groove is formed , vibrating compactor , said method comprising : 
and so on . a cutting process for forming a single metal plate into a 

The present invention provides a method of manufactur - 25 shape including a first planar portion , a second planar 
ing a sufficiently strong , box - shaped protective cover for a portion , an intermediate portion , and a plurality of side 
vibrating compactor inexpensively using a small number of flaps , 
processes and only simple processes , and provides a pro a bending process for bending or curving the side flaps tective cover for a vibrating compactor . and the intermediate portion , and The invention claimed is : a welding process for welding a side flap of the first planar 1 . A vibrating compactor protective cover manufacturing portion to a side flap of the second planar portion , method for manufacturing a box - shaped protective cover wherein , in the cutting process , the single metal plate is that covers an upper structural portion of a body of a 
vibrating compactor , said method comprising : fashioned so that the intermediate portion is disposed 

a cutting process for forming a single metal plate into a 35 between the first planar portion and the second planar 
shape including a first planar portion , a second planar portion , whereby the first planar portion , the interme 
portion , an intermediate portion , and a plurality of side diate portion , and the second planar portion are 
flaps , arranged in a single direction , the side flaps respec 

a bending process for bending or curving the side flaps tively project sideward from the first planar portion and 
and the intermediate portion , and 40 the second planar portion , and a joint end edge of the 

a welding process for welding a side flap of the first planar side flap of the first planar portion formed in a position 
portion to a side flap of the second planar portion , adjacent to the intermediate portion opposes a joint end 

wherein , in the cutting process , the single metal plate is edge of the side flap of the second planar portion 
fashioned so that the intermediate portion is disposed formed in a position adjacent to the intermediate por 
between the first planar portion and the second planar 45 tion via a predetermined gap , said joint end edges of the 
portion , whereby the first planar portion , the interme side flaps being inclined at an oblique angle relative to 
diate portion , and the second planar portion are an arrangement direction of the first planar portion , the 
arranged in a single direction , the side flaps respec intermediate portion and the second planar portion , and 
tively project sideward from the first planar portion and said joint end edges of the side flaps opposing each 
the second planar portion , and a joint end edge of the 50 other via the predetermined gap along the arrangement 
side flap of the first planar portion formed in a position direction ; 
adjacent to the intermediate portion opposes a joint end wherein , in the bending process , first , the side flaps are 
edge of the side flap of the second planar portion bent or curved to one side , whereupon one of : ( i ) the 
formed in a position adjacent to the intermediate por intermediate portion is curved about an axis line that is 
tion via a predetermined gap , said joint end edges of the 55 orthogonal to the arrangement direction of the first 
side flaps being inclined at an oblique angle relative to planar portion , the intermediate portion , and the second 
an arrangement direction of the first planar portion , the planar portion , and ( ii ) at least one of the first planar 
intermediate portion and the second planar portion , and portion , the intermediate portion and the second planar 
said joint end edges of the side flaps opposing each portion are bent along a bend line that is orthogonal to 
other via the predetermined gap along the arrangement 60 the arrangement direction of the first planar portion , the 
direction ; intermediate portion , and the second planar portion 

wherein , in the bending process , first , the side flaps are such that the joint end edge of the side flap of the first 
bent or curved to one side , whereupon one of : ( i ) the planar portion overlaps the joint end edge of the side 
intermediate portion is curved about an axis line that is flap of the second planar portion ; and 
orthogonal to the arrangement direction of the first 65 wherein , in the welding process , the overlapped joint end 
planar portion , the intermediate portion , and the second edges of the respective side flaps of the first planar 
planar portion , and ( ii ) at least one of the first planar portion and the second planar portion are welded . 
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4 . The vibrating compactor protective cover manufactur 
ing method according to claim 1 , wherein the single metal 
plate is fashioned such that no side flaps are provided on the 
intermediate portion . 

5 . The vibrating compactor protective cover manufactur - 5 
ing method according to claim 3 , wherein the single metal 
plate is fashioned such that no side flaps are provided on the 
intermediate portion . 

6 . The vibrating compactor protective cover manufactur 
ing method according to claim 1 , wherein the single metal 
plate is fashioned such that : 

the side flap of the first planar portion projects sideward 
from the first planar portion in a direction orthogonal to 
the arrangement direction of the first planar portion , the 15 
intermediate portion and the second planar portion ; and 

the side flap of the second planar portion projects side 
ward from the second planar portion in a direction 
orthogonal to the arrangement direction of the first 
planar portion , the intermediate portion and the second 20 
planar portion . 

7 . The vibrating compactor protective cover manufactur 
ing method according to claim 3 , wherein the single metal 
plate is fashioned such that : 

the side flap of the first planar portion projects sideward 
from the first planar portion in a direction orthogonal to 

the arrangement direction of the first planar portion , the 
intermediate portion and the second planar portion ; and 

the side flap of the second planar portion projects side 
ward from the second planar portion in a direction 
orthogonal to the arrangement direction of the first 
planar portion , the intermediate portion and the second 
planar portion . 

8 . The vibrating compactor protective cover manufactur 
ing method according to claim 1 , wherein : 

each of the joint end edges of the side flaps has a first end 
and a second end , the first ends of the joint end edges 
being at sides of the joint end edges adjacent to the 
intermediate portion ; and 

a length of the predetermined gap in the arrangement 
direction is larger between the second ends of the side 
flaps than between the first ends of the side flaps . 

9 . The vibrating compactor protective cover manufactur 
ing method according to claim 3 , wherein : 

each of the joint end edges of the side flaps has a first end 
and a second end , the first ends of the joint end edges 
being at sides of the joint end edges adjacent to the 
intermediate portion ; and 

a length of the predetermined gap in the arrangement 
direction is larger between the second ends of the side 
flaps than between the first ends of the side flaps . 

* * * * * 


