‘17 ~t Manuf acture- ffrmmsfm‘wndmw
Ne |ike fromcored plastics profiles. Technical - Tk%r " This
tjon is concerned with a nmethod of manufacturing franes for w ndows
e like, using cored plastics profiles conprising a core of shape-
retalnﬁng material and a cladding of plastics material extruded -

t her ear'ound. The invention is also%concerned 10 with profiles for use in o
carrying out such nethod and with frames for wi ndows or the 1ike made in -
accordance with such nmethod. Backaround Art. Franes for wi ndows and the

1 ke have wiradidlenst bfl%ztae@b Bse {7i AELWROGn AN hei manekast uri ng

process h 7 < conpl € ChInTng operatrons both in
provi di ng S he desired profile and in form ng the
corner joints of the franes. These machi ni ng operations result in a

con5|derag!e mastagepof EO mat eri al . Furt her nore wooden franes require
frequent = rapi d deterioration fromexposure to the

weat herS As an al Thisatinvenitiowoais t¢conterakesd wisih -k method wEnuf act ure
frmmsfor he_like from 2 | um_ni ' ma extruded to
provi de SU|%$$%\A%‘I"%%P%§%W€L%I‘IC§Fovlgggﬁﬁe?néﬁges}%e\-,\gé Ul bnéﬁg apes whi ch
may be puthmd) plagbimsnipece idfes heoniprisdng engidrandt asbapeed by
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Whi | e such rane f al'umnium are requi re | ess mai nt enance

t han framextmiedr thexeagourish al JMQ| &Wm rJ@Lﬂ%S‘PnCQnm%r abl'y
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heat barrier, further increases the coaneX|ty of the profile. 35
In the i ntergsiEramesa§oroindANePxghe like made in accordance

with such method.
Backaround Art.
Frames for windows and the like have traditionally
15 been made from wood, and the manufacturing process has.
often involved fairly complex machining operations both
in providing the frame members with the desired profile
and in forming the cormer joints of the frames. These
maghining operations result in a considerable wastage of
20 material. Furthermore wooden frames require frequent
painting to avoid rapid deterioration from exposure to
the weather. | _
As an alternative to wood, it is also well-known
- to manufacture frames for windows and the like from
25 aluminium, which may be extruded to provide suitable
profiles, usually of complex cross-sectional shape, which
may be cut inﬁo frame members of the desired length and
assembled by appropriate corner joint arrangements
to provide the required frames. While such frames of
30 aluminium ére likely to require less maintenance than
frames made from wood, the aluminium frames result in
a considerably greatef transmission of heat unless the
profiles incorborate some Zform of heat barrier, which
further increases the complexity of the profile.
35 In the interests of ease of manufacture,



2 avoi dance of wastage of mat eri al s, econony and providing a virtuall y~
Jmai ntenance free product it has been proposed to construct franes for -
i ndows and the |ike fromwooden frame nenbers of sinple cross section,
-'(esg. rectangular) 5 having cladding portions at |east partially enckogin
t he wooden franme nenbers, which cladding portions are conveniently @
~extrusion of plastics materlal ardl are shaped to performthe necess -
seal i ng, weather resisting and interconnecting roles of the frane. Such
10 cl addi ng ‘can be pre-col oured to_performany decorative function and is’
virtual |y navRidansee of smstagm OF Jartertal fonSEPRRYURNCe PEAYH pat ent

appl i cati ongNgi £82419% @Rk deiiigtbeleitse Nord@det23 tohadl e pitoyos&B0)
relates to the formation of corner jojnts bet\/\gen 151&}:&?& gnber and

" shows, in FEQUFERSEIRGE £Imeshd U it RdRVE haRdofhe, RO

flragg_ rfenbfefrléﬁlét mefbedizo\or lfﬁrﬁ;.ltsxéegbié@?s hsstagon \(eeden rewrtmngulan)

cl addi ng.0 astic rial_exirude er ear gun

construg i 0 81" g \'ﬁﬁ'ﬁ% Long Ak rﬁ%? gar%&ggg.g %gldd'l%sécﬁr}f%ed in
--.sai d speci f thet woodene fivae bgemhsem; miglq:hasﬂ.adsungt pordidng are '
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the plasti coomiRhiEntiy, MR 1o Sdubllnl6F pEaRells HacdiA TS
"It is an obaret shfapedeqﬂmﬁomv@mmceasawmmlmm h@aﬂmom es and

géase.in the gBauk3q ra?xcPflfrI st#& ?q?egngft ke d f‘i‘*“aniﬁéth

subst anti aI no wa mat eri-a ISing a sin cored extruded
. pl asti c&Opreladding G-‘@II @%@#%W%&sﬁﬁp?ﬁrggm REXY, Ve an it be

manuf act ur eéuﬁeuoﬁcwl@lx}ﬂrtdﬂyfrﬁaﬁeéﬁaﬂbeemal t'lqié?r ances, and
with virtually no wastage of mater] with very sinple operations
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1980) relates to the formation of corner joints between
ST 15 frame members and shows, in Figures 3 and 7 of the

\

drawingé thereof, a cross-section of a frame member
(as just above referred to) hav1ng a wooden core with

" a cladding of plastlcs mater1a1 extruded therearound for
use in the construction of a window frame. The corner

20 joints as disclosed in said specification are made by
injecting plastics material into communicating cavities
formed in abutting portions of the frame members, the
plastics material being reinforced by metal inserts
if desired. - _

25 It is an object of the present invention to.

' achieve further economies and ease in the manufacture -
of frames for windows and the like with substantially
no wastage of materials by utilising a single cored
extruded plastics profile which is so formed and shaped

30 that, not only can it be manufactured very economically,
to very close dimensional tolerances, and with virtually
no wastage of material, but, with very simple operations
performed thereon, can be used to assemble both an outer,
static, frame and an inner, opening,frame of a frame

35 assembly for a window or the like.



sure of invention. According to the invention there is provided a
manuf acturing frames for windows or the like froma cored | )
profile conprising a core of shape-retaining material such as, for ..,
e7 | ami nated 5 pl ywood, cenent-bonded fibrous material :or A
cenent - bonded gl ass fibres, and a.cladding of plastics material, -such as,

-for exanple, polyvinyl chloride extruded therearound, the profile being of *;
general ly rectangul ar cross sect i ohal shape and having a retaining nmenber - -
for a 10 panel of glass or other suitable material extending along the

profil e atDischeaureyofjinvemtions edge of one surface thereof,

characterized i n pbabr@ding ey Rk ciRpeh6£6nt BBegbels Prdviriidica an
sor s of PRERGRePE TERRE Aat i EaiSE P BibRove & 30 o URer
therefrom Snomeascoeed plastivsrEres Dieappmppisdhg kergides dHr assenmbly |
i ndow o $rePrrr8RalilBle iiafey (6008 43 BBr. ARRRRIE AN erer o
from t hBsepiywredpecbmen brfiridead e ilrdwes asatebliad ot cemen tothandéd ane,
outer frariiass FiBra.C e E TRy 8 BIOLEILS WM AETAY 0% e
menber s f ;28 25fexeesamplelr Ralyvwinpbrdpteuidel exgrnded)tiherasanpundm as
9l azi ng sthPSpiEr 23ecHRinkg ofligbrid¥ie 17" AEBtRhER18r0/3%EHr Ot her panel.
In carrying out a nethod as set out In the [ast precedi ng paragraph the
gl azi ng” st3¢pSieRralcshabs and hauing rankebaisiaguimenpem fom R under cut
face ofoa pamePfofNgi1Bkaf idre MHeh Axi € 9PeanaREriand edtdmifihg hereof at a
locality iﬁﬁgﬁg'Eﬁgnbig%iTg“gé“é“iégigfif gggaégngeone edge of-
one surface thereof, characterized in that said ' -
method comprises the steps of feeding an indefinite
| length of the profile past sawing means organised to
15 make a series of transverse cuts at 45° across the
profile .so as to sever therefrom successively frame .
members of appropriate lengths for assembly alternately
into an outer, static, frame and an inner, opening,
frame for a window or the like, severing the glass or -
20 other panel-retaining members from those frame members
which are to be assembled into the outer frame,
assembling the alternate frame members to form said
inner frame and said outer frame and, after'cutting the
retaining members severed from the frame members for
25 the outer frame to appropriate}lengths, utilizing them
as glazingfstripS“in asSeMbling-said inner frame with
a glass or othef panel; K '
In carryiﬁg out a method as set out in the last
' preceding paragraph the glazing strips are conveniently
30 arranged to abut against an undercut face of a rib of
the profile which extends along said surface thereof at
a locality spaced from'the*retaining member,-and-tq be -
supported by supporting members provided by glazing clips
secured to said profile, séid'glazing clips assisting in



proflle said glazing clips assisting in 4 locating a panel in j
Jn the frame. A profi-le suitable for use in carrying out a method
nanufacturlng frames for windows or the Iike in accord- ance with th :
‘Thventlon conveniently conprises a care of 5 shape-retaining material ahd a
cl adding of plastics material extruded therearound, characterized in that
t\re core is of generally rectangul ar cross sectional shape and in that the
cl addi ng prmdwha‘mg(aa pém!lg imepssition dh the fFraid.e at a Iocal i ty

adj acent one edge t surface taining.l0. er f
glgss or ot her EUI ?3??é§ab§ﬁ gﬁrLg%ggﬁPh§§h§g§ & eﬁﬂs I N ?dly
over said aff ﬁmmﬂanﬂtmslmglcframdsafoanwangberst oy éthe dnidke( b)n aamgrdal d
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wi ndows or the | ron1sa| retal I ng be cut from
franme rrenbaeslemlcly aw%cmmlaarﬁrpas §§F§A°Mad—n§w @nd |Jsreoﬂa%t gteei ng

strips in 4@y %&fdé’é Kﬁ? Q%ﬁ&seﬂﬁdbﬁ‘i!-f'a@&eroff "HE pAd¥er T4 agé Ng.

strips being arranged, ter the insertion of glass or other pane|l, to abut
dgai nst t h@ JREALLRY fadiagenthenei 8dge Phe thas: SUETARE 2 HREBMBHG t ed by
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manuf acture_qf .a cored extruded plastics profile_as set out,in the |ast

precedi ng PR HFERINLRG  BERBGT cBXERRES ARYATFW Ve TG FUHFRGR di ng
the necessamnd sig eminxeéw gbage éﬁéﬂentﬁﬁr@t@bla&ﬂdt b BRI ed4 £dl
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retaining member, a rib having an undercut face inclined
15 to said surface at an angle at least substantially ,'
corresponding'to the angle of inclination.of the retaining'
member, whereby, ln the manufacture of inner and outer
frames for windows or the like from said proflle, the
retaining member may be cut from frame members which are

20 to form'the outer frame and utilised as glazing strips
in the manufacture of the corresponding inner frame,
 the glazing-strips being arranged, after the insertion
of glass or other panel, to abut against the undercut d
face of the rib of the profile and to be supported_by
25 supporting members mounted on said surface of the profile.
- In the manufacture of a cored extruded plastlcs
profile as set out in the last precedlng paragraph the
core may comprise any suitable material providing the'
neceséary strength and shape retaining stability. |
30 Preferred materials for the core are a good quality
laminated plywood or, alternatively, a cement-bonded
fibrous material such as cement-bonded chipboard or
cement-bonded ‘glass fibres. Furthermore the cladding
may be of any suitable plastics material capable of
35 being extruded around the core and of providing adequate



~ fibrous material such as cenent-bonded chi pboard or cenent-bonded gl ass
‘. flbres Furthernore the cladding may be of any suitable plastics nateri al

c ‘of 35 being extruded around the core and of providing adequate s
stAS®Y h to the gl ass or other panel-retaining nmenber and the desired o/
dur a Ity under adverse weat her_conditions Preferred materials for the
rcladdlng are approprlate gr ades f pol yvi nyl chl oride or poly- 5 o
car bonat es. The profile may conveniently be made by feeding a continuous

l ength of core material through a plastics extrudi ng pachi ne having
accur at eliy staengthi &0 vthe lglagar ort REhess Paae sl HMERgi BERBLSNs to the

cl addi ng. of, pishe.py (gésaﬁrred &ﬁr%ﬁ:.ﬂi%{reﬁha@rt QdlRrd@ssedficegore material,

prl or to its passage t ou | aStics extrusiaon I’TB.ChI:HSlEt hI’OU h a

coati ng naERnEd tiigngr i s %ﬁ’%ﬂ?’é@ﬂ retesdrlshd e ofl Sr érﬁat eri al

with a | aygbpo ﬂyﬂaﬁgiér@QQQSbfEPBQyGEqQQEhlbﬁjHéIéf poyypores or smal |
cavities in the core 1 terial iﬁth a view to ay%idln dlffl§u|tles in
the pl aBti €3rbenatasm priR@sBrAFilR MAYh CBMRHARE B RGBS BEson of

eﬁpanlsi 33 Qfeea@.%g]S a rdbon’dih.ntli@iﬁOléﬁgﬁh o&VIdom ntsetiaDgthpotghni shes in
t he cl addi ng. _Prefera coatin i_n rlses a 0 .
doct or blaag éﬁﬁﬁﬁﬁtéﬁpanggHF?oW Fﬂé %ﬁ? t%%Y ﬁgﬁ?'coatlng so
that the cddesdwtrdch nhtpaiel the Heslitredp shape pam'scﬁlmmlsaonsr ate :
‘di mensi onal_ fQtmr e h of t ugion -
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machi ne. turé of fra accordance with the
i nvent LOn plasscd:hearcpm angtetdaibl ;brncmteﬂg/ iks |passRgeothepugbi nts which

a1 ry DAY SRR Babad) BTN habtegy {00 Lo
| nt er nat i omaichibaeervwhixdpl i g aerganised to coat the faces of
core material with a layer of hot melt adhesmve which
serves to £ill any pores or small cav1t1es 1n the core’
15 mater1a1 w1th a view to av01d1ng dlfflcultles in the .
plastlcs extrus1on process whlch mlght otherwase
occur by reason of expan51on of gas (alr) in the pores
or cavities resultlng in blemlshes in the cladding.
_' Preferably the coatlng machine comprlses scraper or
20 doctor blades arranged to control the thlckness of _
the hot melt coating so that the coated core material
is built up to a prescrlbed accurate dlmen51ona1 form
ready to ‘enter the dies of the plastlcs extrusion -
machine, = - | |
25 In-the manhfacture of frames in accordance
with the 1nventlon the corners are preferably made by .
ut11121ng corner JOlntS which are made by 1nJect1ng
plastics’ materlal into communlcatlng cav1t1es formed .
in abutting portions of the frame members, as claimed
30 in my copendlng Internatlonal Patent Appllcatlon
. No. PCT/GBSI/OOOQG. _
From what has been sald herelnbe:ore it will
be apprec1ated that cored extruded plastlcs profiles
in accordance w1tb the 1nventlon may readily be
35 constructed in a contlnuous, lndeflnlte, length by a
series of relatively simple machines and that the form



No. PCT/ GB81/ 00096. From what has been said hereinbefore it will be
. appreciated that cored extruded plastics profiles in accordance with. the
A nvention may readily be 35 constructed in a continuous, indefinite, |efig
"Ry a series of relatively sinple nmachines and that the farm 6 of the -
"profile is sueh that it can be econonicakly nmanufactured fromreadily
aval | able materials with substantially no waste. Furthernore, franmes for

wi dows and the like can readily be constructed from5 such profiles by the
use of a seofethd pdfitlecly suchl thaachtnean beseednoiieillpat there is

virtually n rial. ... The resulting franes are likely to be
strong, of %éggﬁéﬁg%ﬁgﬁ£§#§@C€%§?+h%t?gﬁ}iﬁhﬁﬁbﬂ@tgjéi YHedtter i orati on
due to at nospiretantilgndic iwastand t Bubtheftmbew,t feumes coductivity,
particul arl y,. p I Le,assenbl ed therein. Such franes
are |ikely %‘TCJ)- Ee' vscei%;ligegco}géo?nf@g? %nﬁﬁ%&?uﬁs, cﬁgﬁtf&ﬁﬁf@%ce it is
anti ci paPedsught pues ides by thehisesoficadsdries bife redaatfiaauy e 15 of the
profile, andj ' r efromw,l | ke capahl e of

bei ng ar rangégn%irl_r?t 2%5%%%%?%1% %%,’L%%gsga%ﬂ?%e%ﬁ%gﬁndsaﬁ&%ﬁq@éfI y -
control | ed Bf ¥agsaga &f makewiaki | nBaebreguisingwiramesf arence to the 20
accompanyi ngiteayi Res be? JEchglelat | A desoeipt boRpth RolRiOdeddh,

accordance wi'th_the invention,” of, manufacturi rames for wn o
li ke using 9UE3PLe AgRinfdd dRtANicxabien| fee Eadasmespheaist manuf act uring

a profiLe (wbhaitdidns kerdlass Mdeask i Tow Wenskhgt byndikkerant, form) 25
Tt w11 be REEESEQRT iohaParh G | GLAERti BAPI8naks ABFOBLEA Ust rat i on
of the therein. Such frames are likely to be very economical
to manufacture, particularly since it is anticipated
that the several machines needed for the manufacture
15 of the profile, and for the manufacture of frames
therefrom will be capable of being arranged in a
production line, the machines being automatically
 controlled by a computer. _
There will now be given, with reference to the
20 accompanying drawings, a more detailed description of a
method, in accordance with the invention, of manufacturing
frames for windows or the like using a cored extruded
plastics profile, and a method of manufacturing a profile
(which will be described in two slightly different formsi
25 suitable for use in manﬁfacturing frames in accordance
with said method. It will be understoodnthaﬁ_the
description is given by way of illustration of the
invention and not by way of limitation thereof.
Brief description of draﬁings; . '
30 ' In the accompanying drawingsi-
Figure 1 is a diagrammétic representationhof how
a.continuOus length of a suitable profile may be cut,
by means of a series of 45° cuts, into members of
lengths suitable for use in constructing a window"
35 frame comprising an outer, static, frame and an innér,'
~ opening glass-supporting frame;



i nvention and not by way of |limtation thereof. Brief description of
drawi ngs. 30 In the acconpanyi ng drawi ngs2- Figure 1 is a
“dla%EEEﬁatlc representation of how a continuous |ength. of a suitable .
pr of mmay be cut, by neans of a series of 45 cuts, into nembers of N
lengths suitable for use in constructing a mﬁndom135 frame conprising an
outer, static, franme and an inner, 7opening gl ass-supporting frame;, =~ 7 #Jg
F|gure 2 is a diagrammtic representatlon showi ng how vari ous nenbers T
indicated in Figure 1 are assenbled into such a w ndow franpe; F|gures 3 and

4 are transverse sdbkgWRRl2vigud, 46 ageEImaiiq HeProRepRtLPY ﬁHaWE%%e 2,

of adj acent HRAF W FEows heRbepseintiai e dr Mgjuie areapk aswendowed rame
i n accordance with ‘the i.nyention, in closed p05|t|on showing two slightly

different féﬂ@oﬁu‘ﬂ?oﬁlwén AY $&7ESHf attaching a glazing strip. 10 Best

~node of carryl ng outi g@gesnseahaon alre a:&rm@.mwtsecﬁﬁbham otemmnuf acture
of franes_f mﬁndoms or %he I cco ance he i.nventi on use is

nmade of asc rbl%t?%% 8% k- & g Eicor sﬁaﬂéc?& ai ni ng
mat eri al angortiford aoiﬂlﬁ@eobuple&rslflremerrmmilmnextfnalmd ofiemear ound.

Exanpl es of ile ch_ar ' t such a
method are SHSHET Fadt bR PRcRE e ilhy B I PRREILEE 2T S o

LI mht ed to]c oast pdspron) eshlcﬂn.nlgefmalzfgimtysthbﬁﬂerent forms As will
e hereina e I an _inner,

openi ng, frtgge I'.%iéajfaliaé‘a%néiu?-b?g B{.‘Qﬁt&ﬁ%uﬁ%?l %J'R% Fgﬁg bei ng forrred

with a ciOsg 1odsy| ofhag puity dd rentioms frame 40 and

conprises (as Showﬁniﬂc£}99iﬁ§ gut a method of manufacture of

frames for w1ndows or the llke in accordance with the

invention use is made of a cored plastlcs proflle
compr151ng a core of shape-retalnlng material and a
15 claddlng of plastlcs material extruded therearound.
Examples of proflles which are sultable for use in
carrying out such a method are shown in section in
Figures 3 and 4 but the lnventlon is not limited to

' the use of profiles of the exact forms shown.

20 As will be hereinafter explained a single
profile is used to-provide an inner,'opening, frame 40
‘and an outer, static, frame 42, the ororlle being
formed with a cross-sectlonal shape as required by the
. inner frame 40 and comprlses (as shown in Figures 3

25 and 4) a generally rectangular core 1 w1th a claddlng 3
of extruded plastics material therearound. The
profile can be readily manufactured_bj_a continuous
extruding"process and cut into'lengths to provide .

~ frame members for windows and the llke in the manner

30 hereinafter described. In the lnterests of economy,
avoidance of waste, and ease of manufacture, ' the
cross sect*onal shape of the core is xept eimple, and
is generallv rectangular as mentloned above. The _
core prov1des the structure w1th the de31red strength

35 while the cladding provides an at least substantially



25 and-4) a generally rectangular core wth a cladding 3 of extruded

plastics material theréaround. .The profile can be readily nanufactured

by“a continuous extruding. .process and cut into Iengths to prOV|de‘;ja§_ .
[(Ddg. -
S ar €,

‘meibers for windows and the like in the manner 30 hereinafter desc

In the interests of econony, avoidance of waste, and ease of manuf

he cross sectional shape of the core 8s kept sinple, and is generally .

’ rétTanguIar as nentioned above. The core provides the structure with the
desired strength 35 while the claddi ng prOV|des an at | east substantlally
8 mai nt en@RiSterangesfzes profactise Ssurfaceoandd isnd umgshan

her ei naft@héb@&;l&@dhekélﬁ%ft@’%é@fﬂeée fo géé%%l—n{% ﬂ}éﬁ funct i on

and ot her functhp weat her proofln e nentionéd hereinafter. 5

As indicat’&rdn E srgtél’r&lEQt Fanchion ?% oPthﬁﬁl fansticnsn sieh
pr ef er abl yas:cwqﬁtlses prgOﬂﬁlngU&Jd be MetPshéd Vhagednhicgerdegr ee of

di mensi gpal st abi fre m,f r d, by neans qf julti-tongued
~joints, CH; facilit %x?dzéag %mlt%"rs%%ggs@‘g e Eﬁﬁt rorey Lhiils P
gatﬁglaL MHm;nntndnfmmmuagaepgeﬁdhabﬁyﬁnbmprigge ﬁhgoaapggﬁgﬁmqﬁachlneay
- by ic t t nd,the.core wever, the
~core may yiﬁb”%! se frg/ug% g %F'gh afegi' d?év‘ﬁfg ﬁéoﬂéée §5R*1§t|€1fmtural and
d|nen5|onfrgﬁﬁqnrﬁfqmOwerplag,oanﬁhnéwﬂnaanmbefomaltiEthguednarly
suitable ok e t e nt - bound
chi pboardor cgesarre?ﬁ aliE)oun agggfl‘é%es miﬁé éﬁ?{;és F{&\%ogfn% .
pr oduc 9 9t Qﬁﬁﬁxﬂﬁﬁe¥&$ﬁopn#9te conddimumshlengthefor tnpdmnghigmbe cut
~into the g nes of

known typgaa h%?eég Sé:t%e iﬁgf’? g’y] zﬁw tﬁlé%&%ﬁ_ | Ol \#gﬁt@ {Uﬁ.er by
nmeans of S¥HryGec t%??%# tEh?oCPﬁﬁﬁla &@w;vﬂrindhelnpre magyidomprise

any suitable materlallhav1ng the necessary structural and

dimension-retaining properties outlined hereinbefore.

15 Particularly suitable materials are cement-bonded fzbrous
materials such as cement-bound chipboard or cement-bound
glass fibres which, like the Plywood, can be produced as
sheets of appropriate thickness which sheets may readily -
be cut into the lengths of the desired width, using

20 multiple sawing machines of kmown type. The lengths of
core material may then be joined together by means of
appropriate joints to form a core of indefinite length
ready for feeding into the plastics extruding machinery.

‘Before the plastics cladding is extruded around

25 the core it is desirable to pass the core through a
coating machine which coats all the faces of the core with
a layer of hot-melt adhesive material, such layer belng
indicated by the reference numeral 5 in Figure 3 (the
thickness of the hot-melt layer being somewhat

30 exaggerated in that Figure). The layer 5 of hot-melt
adhesive material serves to fill any pores, small cavities

~and the 1like in the core with a view to avoiding difficulties
in the Plastics extrusion process which might otherwise
occur by reason of expansion of gas (air) in the pores or
35 cavities resulting in blemishes in cladding. By the use

[
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W t l'ayer of hot-nelt adhesive material, such |layer being.indicated by g;‘
the *eference nuneral 5 in Figure 3_(the thlckness of the hot-nelt |ayer
belng somewhat 30 exaggerated in t h3t Fi gure). The layer 5 of hot-nelt o
adhesive material serves to fill any pores, snall caV|t|es and the like in :
the core with a_ view to_.avoidi

f eedi ng |nto the plastics extruding machinery. Before the
cladding is extruded around 25 the core it is desirable to pass
t hrough a coating machi ne which coats all the faces of the core
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is extruded by means of known machinery on to the core

together with a further layer of hot-melt adhesive. which
assists in bonding the cladding material to the core.

During the extrusion process the core and cladding are
extruded through accurately made dies which impart the

‘desired shape and dimensions to the finished profile.
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While any plastics material having the desired
characteristios hereinbefore mentioned may be used for
the cladding 3, appropriate grades of Polyvinylchloride
and polycarbonates may be mentioned as being suitable.

~ The dies of the plastics cladding extrusion machine
are'so shaped that the extruded profile, in addition to
providing a ﬁail covering the whole of the core, _
provides also a glass, or other, panel-retaining member 9.
along one egge'portion_(hereinafter referred to as the
outer edge portion) of the upper surface of the profile
formlng the lnner frame 40 as v1ewed in Figures 3 and 4,
an inner rib 11 along the other edge portlon of said
upper surface, and two flanges 15, 17 extending normally
to the lower parallel Surface of the profile'as seen in
that Flgure. The flanges 15, 17 are adapted to provide
a weather-prooflng fac111ty as w1ll become clear hereln-
after. In the form of proflle shown in Flgure 3 there

is also prov1ded an intermediate rib 13 extending along



‘the tladding 3, appropriate grades of Polyvinyl chloride and pol ycar bg &
Jsmy be nentioned as being suitable. The dies of the plastics claddi ng> :
_extxusion machine are so shaped that the extruded profile, in_additiOon+7
'g§uﬁroviding a wall covering the whole of the core, provides also a glass,.
or other, panel-retaining renber 9 al ong one edge portion (hereinafter
+eferred to as the outer edge portidl@n) of the upper surface of the profile
~fdrming the inner frame 40 as viewed in Figures 3 and 4, 30 an inner rib 11
along the other edge portion of said upper surface, and two flanges 15, 17
ext endi ng n@ndnermediate opertpanaPFesaddr xRS asie « he THe$®| 88¥8T3den in
that Figure f 1 a I C igappesnar oofing
facility asn&?F%n%%é%%ggg?%%éeﬁe%gﬁﬁﬁdsgﬁg?ﬁgﬁb%ﬁﬂé?%;E?égwn1of profile
shown in Fi §FAfidqhere is also provided an internediate rib 13 extending

along - 10 an int eyedbAE1-PPELROAIALY mehberUrS dGP. incilies® SeWaFdly
menbers and flanﬁgﬁ%extend t hr oughout the | e %%h of th§ﬁ£§°f'|e~ gge

panel.- r ePaj AEAP FUTRT cedge| HEHIPHWQFdF% URRSmM $He- e eP* ebge

FOfti on of tbﬁtebﬂmme_ rallstariaa@ng? tbavensbita yaoramsthge sussean 'htﬂtallyof |
err] or substant sp,_an romits_inner e Ltio in.t rmuse
in Figure 3)s°[ I?é’r%a"le&%n 5s alﬂﬁﬁﬁnﬁ?ﬁgppfﬁlfg'ﬁdéxﬂ\%? iﬂ%’g’f‘nuﬁeg i3

subst ant i al [Fignre 3l | theréecexttadst be depentinty) mbh cidli terminabing
substanti al I, er | t : I f of e agdgi ng. The
menber 9 at i %uoper %#éf%%ir%i gxiggggggg%aﬁgaﬁm%r’dlu{%x’fgﬁd?gg portion

t er ni naflilhg extending &t Peashcsiuhstantiad langerpendimukarkyl to the upper

S aCe ot e [$45k Qe 25 SERE LBMINGE S e Alberbsigg -
conveniently e?qﬁp%r su % ant | aﬁiy so)a1 Forgg purpose herelnafter referred
to. 1ts upper end portion has a small upwardly extending -
portion terminating in a surface 22 inclined at an
angle to the normal to the upper surface of the

~

15 extrusion as seen in Figure 3, the angle being
conveniently 60° (or substantially so) for a purpose
hereinafter referred to. '

The inner rib 11 ‘is undercut as shown in
Figures 3 and 4 to provide a supporting face 23

20 making an angle to the upper surface of the profile.
The intermediate rib 13 (Figure 3) is undercut at
both sides at angles to proﬁide inclined surfaces to
be grippéd by a glazing clip 47 for'a purpose herein-
after described. - _

25 . " In cafrying out a method of manufacturing
window frames in accordance with the invention, a
cored plastics profilé is cut and assembled in a
manner which will now be indicated with particular
reference to Figures 1 and 2. An indefinite length

30 of profile is fed past sawing means organised to make
a series of transverse saw cuts (indicated at 31, :32,
33, 34, 35, 36, 37, 38 and 39 in Figure 1) at 45°

- across the profile, so as to sever _therefrom
successively frame members A, E, B, F, C, G, D, H-
35 of appropriate lengths for assembly alternately into
- an outer, static, frame 42 and an inner, opening,



Lhner rib 11 i's undercut as shown in Figures 3 and 4 to provide a
ing face 23 20 reking an angle to the upper surface of the profile,
prrediate rib 13 (Figure 3) is undercut at both sides at angles to

‘after described. 25. In carrying out a nethod of

-~ manufacturing wi ndow frames in aﬁgfrdance with the invention, a cored
pl astics profile is cut and asse ed in a manner which will now be

indicated with particular reference . to Figures 1 and 2. An indefinite

| th 30 f t

bt 20or 2hnB 86 B % AR o2 RGO TREDS °§%ﬁ%2&%é‘*a§?‘*‘e£ and 39
in Figure xiémhér[seﬂ-\r.] BacQosP timim@tedelnsBlggrﬁo s@RF be RFPRBhed
successl ve#g éf;?@?dge?ﬁer S.Lr@xezE Foefing £Famk 40 3F & ARRIGPT £ 24mel engt hs

for assenb ernat 0 an outer, static, frame 42 and an I pner,
openi ng, asfshnun4dnf ﬂqynﬂrﬁkwvcﬁh$hEaPFKéretaﬂﬁk§qiﬂ?@b%ﬁn n%ﬁbers A,

B, G Lyingagt SQV%Q'e@ i cin leH@Ye Pam@shenBLed 9 m.ovs e the ansaw,

openlng frame 4 ndow.frame as shown in F ur e . The’

panel - r et afWENGXEEREAND Rarallekeand cGiPER £Fo @qQ%EﬁPﬁenbers E, F G
H by a Sa\/\gﬁykge&t%d'ﬁﬂb RAUAdBhg 288 chaseated e aliecisttedrface of the

cl addi ng as I ndicated hy -the dotted line 41 in re 3 and e frame
‘nenber s arélﬁﬁeﬁ1a§§em&§§Fq(§f§9§1§é g &éﬁﬁ%?sfaﬁﬁmﬁﬂ as shown 10
in Figure gssemBﬂ.éfieItbblﬁbﬁtbesaiwsoﬁ&eandstat\ﬂd | firame 42 cadeshownnoved
fromthose, frane ne . m | S cut pr. |y snoot h
sur f ackdt ot RhELGHE rr%e %’Fﬁe‘% %}Pa#% Eﬁ/ﬁ gf ﬁ'l (f%“# q_93 ?‘Flisl:ff‘?%ﬁ% nto an
aperture |a1aomabbnp&emduedcrrqm ‘those framelmdﬁbgrsah?es;mnlann of a
seal ed double gu%?e%o prov1de a reasonably smooth surface to the

outszde of the statlc frame 42 ready for 1nsertlon lnto

an aperture in a wall of a bulldlng.

15 In Flgure 3 a portlon of a sealed double glazed
panel is indicated in phantom by the reference numeral
43. It 1S supported between the retalnlng member 9,
which has a seallng strlp 45, convenlently of flex1ble
PVC, attached to the dependlng rib 19 at the cuisids.of

20 the glass and, at the inside, a gla21ng strlp 9*
provided by ma erial of the retalnlng member 9 which
has been severed from the lrame members for the outer_
frame 42 and cut to appropriate length. The glazing
strip 9' is arranged to abut agalnst the undercut face

25 23 of the rlb 11 and is retalned in position by -being
supported by supportlng members mounted on the upper h
surface of the profile as seen in Figure 3._' The
supportlng members comprlse a series of glaz1ng cllps
47 placed at intervals along the 1ntermed1ate r1b 13.

30 The glaZlng cllps 47 are shaped as shown in Flgure 3
and are convenlently ‘made of nylon, the length
perpendlcular to the plane of the draw1ng of each cllp
being of the order of ZOmm. As shown in Flgure 3
each clip comprlses a body portlon hav1ng a palr of

35 dependlng 1eg portlcns hav1ng lnwardly dlrected toe



panel Is indicated in phanton1by the reference nuneral 43. It is N
. supported bet ween ‘t he retaining nenber 9, which has a sealing strlu;%E;:uf‘
.conveniently of flexible PVC, attached to the depending rib 19 at tke_~ -
Qutside of 20 the glass and, at the inside, a glazing strip 9 provided by

-material of the retaining nenber 9 whi ch has been severed fromthe frane

,»neﬂpers for the outer frame 42 and cyty to appropriate |ength. The gl azing
stTip 9 is arranged to abut against the undercut face 25 23 of the rib 11

‘and is retained in position by.being supported by supporting nmenbers

nount ed on pdetloner widhf anemheahesq:r«zfdés comptementaFygtoe the The
supporting nenpers coap se a.ser zZi c p 7

interval s af tHE ?ﬁt P&Féﬁﬁﬁ?éﬁ?ggi? ?ﬂ% ag?%gng?%§g47 are
shaped as sﬁmmMglathgucels aneoanmmnnnsaseaan1me@© afmnpboionise | ength

P Do V! Skedfal s, BbRREADY ehonl M Hbdy SAC0ion | Bn aeggsv% glhe order

of 20mMm oW~ i N each rnses a gortlon havi ng a
pair of 35 wxl@peandeagli-eglpamlmsl h:aqaags igREmensubatecvatnt he 12

portions V"'dfa.th%féﬁ”@f Eﬂﬁf Bead 29MRIELNEBN %@péﬁdizfi@pfg?f 26€g£0kynihe

Intermediate ri e proflle The Zin SO conprises a pair
of arm por tRanReleketainipoupeabery & Eﬁﬁgup%rt i oFhenHipEBSieeE 5

with a semofyin@dgiaeh ?e&%.% Wa{r?aw tﬂsvthQuéeeﬂﬁge&ogteth@e bead
21 of the depending he anel-retalnln er of the profile.

The di mensi %#'mtﬂ‘érSF-SBﬁng egr @W%a‘i‘gyb}?esﬁﬁgﬂfﬁﬁﬁdt Gﬁ'«gt her the

arm pOFIﬂJOF@llﬁ%@d' Qﬁeﬁotheoﬁ.&ﬂﬁ&héﬁﬁafﬂem apfl tRecprppideqver the
internmedi ate ri 1

of|I conveni ent about 200mm i nterval s
t her eal ong.© QHﬁﬁplﬁPE;Y g 8 gﬂ%ﬂm %gétgg ﬁ?ﬁi?ﬂg ‘strip’
(1 ndi cat ed Then £fwithcens g&asEl@mhernlnSplanﬁutﬂuebglazing strip

(indicated by reference 9' in Flgure 3) is inserted by
tucking it under the face 23 of the inner rib 11 and
15 pressing its upper portion downwardly so that the bead
'21' of the depending rib 19' is forced into the
~ recesses in the clips in which the bead is then flrmly

held. When the glazing strip 9*' has been so inserted,
it is preferable that an upper end portion of the

20 adjacent arm portion of each glazing clip engages the
inner side of the glazing strip to help hold the parts
firmly in place. Beads of silicone 59 inserted between
the glass panel and the retaining member 9 and glazing
strip 9' seal the system against the ingress of dirt

25 and mqisture.'- The inclined surface 22 (Figure 3)
reduces any risk of cdntaminating the main face of
the portion 9 when trimming the silicone bead.

The window frame assembly adjacent portionseof

inner and outer frames of which are shown in cross

30 section in Figure 4 is made from a cored extruded
plastics profile which is generélly similar to that
hereinbefore described with reference to Figure 3
but is modified in that the retaining member 9 does"
not include a depending rib and bead such as the rib

35 19 and bead 21 of the profile shown in Figure 3. .



It under the face 23 of the inner rib 11 and 15 pressing its upper
@A) downwardly so that the bead 21' -of the depending rib 19' is forced
Yk recesses in the clips in which the bead is-then firmy held. _ .
\_thhe glazing strip 9° has been so inserted, it is preferable that an W
upper end portion of the 20 adjacent arm portion of each glazing-clip '
~engages the inner side of the glazind3strip to help hold the parts firnmy o
in place. ‘Beads of silicone 59 inserted between the gl ass panel and the
retai ning nenber 9 and glazing strip 9' seal the system against the ingress
of dirt 25 Aleithertiees thenuPpesl isvedaqs fAfccthe I(’FPE&%% ghowpddges any
risk of contmhpiad | #0ihBEudB! Bnf 302 cimddiQ tOIFivNsOcHhas thieHikg 1he

- silicone bead.” The wi ndow.frane assenhl'y adjacent_portions of jnner and
outer frameLofthfhiRFCEFESsRBAIT Alc FdSIER) Ject i DRFFREFRGERe 28 s nade
froma coredgidinglestpipst bes (Bevered Hiidnh tife OSWEER! £ameNnetiber® t hat
hereinbe%ore d sCrlbggeﬁﬁth r.ef erence st o Fi, urﬁﬂ$ but is di,fi,ed in that
the retaPfni P nefore HSCFH. e Wﬁhﬁa T FFE efed® such as
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-does the upper r €; rofile.shown in Figure 4 i.ngclude an
I nt er medi at @il‘%s‘i}'@% ﬁ‘gn?%egFgﬂlglg'egqb% p?’%?i?‘gggﬁsmdi Y| gure 3.

Fur t her nor e suppartaizigomembeps Providest dy fglazime olips LOAmefnenbers 5
ds her ei nbefyqre: i ' b 410) L Ds l.ag rel ationship
with the uné@f@i ' acésgggFEQEF?%n1%ﬁg???%gﬂg%ﬁ%?£€%§§%%%%%bers, are
suppor t 88 byesquidred mgi bhnpeferpnoe ded Rigugez3ng clips 100 of different
construction from tﬁg?g ge52iAReER4S ]]]Q)O %C&%ﬁﬁ@l&ekgﬁg@e de Figure
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5. 3. Each glazing clip I's conveni €ntly formne _
St extruded plastics material such as .polythene or

polythylene or polypropylene or_péi?carbonate and.

K1

comprises a base portion 101 of generally rectangulé:

15 outline, when seen in plan: Upstanding from the base
portidnllol-is'a first glass-abutting portion 103 which
is conveniently formed perpendicularly (or substantially
so) to the base portion 101 at a locality spaced inwardly
from one end portion of the base portion so as to. '

20 provide a tongue 105. The glazing clip comprises a _
second glass-abutting portion 107 which extends inwardly
at an angle of 45° (or substantially so) from the other
end of the base portion 10l. Aan outer, inclined, face
109 of the portion 107 is provided with a layer of

25 pressure-sensitive adhesive for a purpose hereinafter
described., An upper end portion 111 (as seen in
Figure 4) of the glass -abutting portion 107 is
flexible ;nd formed to provide a glass-engaging seal )
member. A mid portion of the base portion 101 may be

30 provided with inclined, stepped, wedge faces (not
‘shown) which, when the_glazing;clié.is,in use, lie

| adjacent to an edge face of the glass (or similar)
Panel to be supported by.the glazing clip. Wedge
members (not shown) havihg stepped wédge faces =

~ 35 complementary to the wedge faces of the glazing clip -



extruded pl astics material such as polythene or pol ythyl ene or
polypropylene or pol ycarbonate and conprises a base portion 101 of
.sgeneral |y rectangul ar 15 outline, when seen in plans Upstanding fro
ngse portion 101 is a first. glass-abutting portion 103 which is-
-'convenlently fornmed perpendicul anlgy (or substantially so) to the base
portion 101 at a locality spaced inwardly fromone end portion of the base
portion so as to 20 provide a tongue 105. The .gl azing clip conprises a
[seco]nd(gﬁ Sb@b@i-iireg het*wéen thé ‘ddig@mdeemjs ﬁ}tmeglﬁ.;'ys afomnothgkd of
err Qr st ant

h 101.
An - out er a? | T dkﬁ?ﬁ%e ? 55 nl%& 378} p ov edgﬁ%%%gg | ayer of

25 . prespwetismswitheredbesrtveof dr.heagmazm@ dleipiand thendesar fbage  An
upper e rt| n a e n,HE of a | t|on
107 is f1e &fl'gﬁ %Bat geﬁ ol d%}%ﬁgﬁ - e&ﬂr&%ﬁ%ﬁél}é B?re5 Q&r@%r
porti dh &1 t@eteaéengothronglloa g Fozed mrovihdoake hp@h’éll-Pﬁeef §b§pped
wedge f%ﬁﬁiz mm) whi ch, when the glazing clip is in use, lie

adj acent an e% face of the glass (or simlar) panel to be supported by
the glazing cl Ja’he gimagegrre%@% areoSeavnAg Gla\APRFQPELREY WREBEVRASHs 35

conpl emei gy Eﬂetaﬁpé@dgar%aees oF e iHiridt NErdihé Pso tﬁétnaueme drl ven
bet ween t he ‘edge face of the Iass gtll'{q ot her% htpanej and those f

support {IRIERR} Oar exkendes RRIRHRT 1 BePRET g a2|hﬁ clip
and hemceiest r@ﬂ&sﬁﬁ&bﬁtt@ﬁg\/\/@b@ftwﬁg quao arigdge! Ntlesl, o@eereﬂaeet bg by a

screw 5 121 extendin hr oyg fo on the base LQn_o

gl azi ng %ﬁ rgi( ?gf ng"e tﬁ'? iegoé’é% SAPLE RS gf lPﬂFeﬁQZ s)

al ong thanynp@rtherinnerofatbeoEHMMe1panuiéx)tThé ihel inednfaeesl@9%ext end
under tﬁ?b&&ééss68§8rﬂ'?8:”%%26 f%21ﬂgastr1p 9' the base portion of

wh;ch is tucked under the inner rib 11 and the pressure-~

m d

15 sensitive adhesive on the faces 109 serves to secure the
| glazing strip in place. Beads of sealing material 59 serve
'to seal the joints between the glass panel and the glass-
retaining member 9 an& glazing strip 9'. Glazing clips of
the kind just described are claimed in my copending UK Patent
20 Application "No.8100396 (2067641Aa).

In assembling frame members into frames, jointslbetweeﬁ
adjacent frame members are preferably formed by using plastics
material injected into communicating cavities extending into
abutting faces of the frame members with metal reinforcements

25 as disclosed in my co-pending International Patent Application
No.PCT/GB81/0Q096; see UK Patent Application No.8202235,
(2089459a).
It will be appreciated that when the static and
opening frames are arranged with the flanges 15, 17
30 and 15', 17* positioned as indicated in Figures 3 and
' 4 the opening frame may be top hung or side hung.
Alternatively side pivot stay hinges may be used in
which case the opening frame is arranged to move bodily
outwards as it swings about a virtual transverse pivot
35 so that the window moves towards a substantially
horizontal position to facilitate cleaning._ In this



10 fir st gl ass-abutting portlons 103 engage the outer face of the glass
_panel and the second gl ass-abutting portions 107 engage“t he 'i nner face of |

vt h el The inclined faces 109 provide support- for the glazing strlp s
9' i:ﬁ%;base portion of which is tucked under the inner rib 11 and the W
e e

pr- - 15 sensitive adhesive on the faces 109 serves to secure the
glazing strip-in place. Beads of ssealing material 59 serve to seal the .
joints between the glass panel and™the gl ass- retaining nenber 9 and ~
- glazing strip.9 ~dazing clips of the klnd just described are clained in
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preferably ﬁmaﬁﬁﬁtnrQEi@gdpbatWees MBEefﬂaMQeq(&i(ﬁhdrﬁb'cohhanicating

iti th t al
cavi les exealn, 19 ALyl neiages, ok the AP RIDeLS . oLl
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2089459 t f
e arraﬁ‘)geggal\%ﬁqh {0068 GE°P1bREERVE Wit dofe AinBRERLEA 11 ames
i ndi cated | WhengFhes V@wzlls helepedi g prmdtea;dmgm @Rt bngsi de
hung. Alter tabiséelabaaidey pé'&’Pipétlﬂ%yhbag?arm Ahd!3ftddhddl €9 case the

opening frame is arrangf to nove outwards as 1%, sw ngs about a
" Virtual trat8fef 7 fgueing hﬁi‘tt'ﬁélﬂpn@@wtm&}‘qfdvﬂa# déas in

substanti al hheh@ra!s@rﬁf—l'tl'@%éaﬁhéos{:i‘ib' 45 LB R/L U U red 'g&:% hi's case
t he spefqalstay hi nges .are _housed W thin the spaces provided be ween the.

flangest 15 and 15' 1% e VERRRV 15TaRe 19 tBebRy ofi dheeBiRe necessary.
The adj acentrﬁhaﬂmelblafﬁi: Hlnéé& Bypui ¢nd ‘Q'tta*h% Sﬁadn'lé‘%éﬁlﬁéi?é 61 of

fl exi bl e PVC_whi ch are. c ressed when_the windowis closed to provide

draught pr oOr¥nge 'ﬁ%¥ﬁf IV?EPSFF?pglﬁﬁ9e§e1§orﬁ@@z%%fzﬁ?%&ﬁkﬁnﬁé

opposite the flanges 15 and 17 in which case the side

R frame.members are separated to a greater extent to

13 - accomodate the piﬁot_hinges and the flanges 17 are
arr;nged to close against stop members formed in part
on'the static frame and in part on the MOving frame in -
well Kknown manner. The arrangement shown in Figure 4
_shows a "side-opehing" hinge 157. Also shown in

‘20 Figure 4 is a sill member 149 fixed to the'stétip
frame 42 by means of metal orfother'brécketS'ISI; the
joint bétween the sill member and the frame being '
sealed. ‘The passage 155 is provided for drainage

purposes.



.the flange 17 during extrusion of the profiIe (as in the case of the

~seal ing strrp 45 above’ referred to). | f the w ndow frame g1
.be df the sinple transverse pivot hi ng%c{“ﬂlﬂ“ﬂ" Hﬂﬁmt franme nmenbefs/ gy
e reversed with the flanges 15 and 1 site the flanges 15
-and 17 in which case the side frane nenbers are separated to a greater

-extent to 15 acconbdate the pivot hinges and the flanges 17 are arranged
| ose agai nst stop nenbers formdd in part on the static friane and in

part on the nmoving frame in well known nmanner. The arrangenent shown in
Figure 4 shows a "side-opening” hinge 157. Al so shown in 20 Figure 4 is
a si-ll nmenber 149 ¢nxemst@-~the static frame 42 by neans of netal or other
brackets 151, the joint between the sill nmenber and the frame being seal ed

The passage 155 is provided for drainage purposes . 16 dains :- 1. A
met hod of manuf act rrng fra ndo m a cored

_ %F L ke fr
pl astics profile 5 Conp g§99<9§%¥§ﬁu ?ﬁﬁ%5+%$a ﬁ?ﬂﬁs P& ial such as,
for exanpl evihdowsabedtheyldde foemwerd -doretboplastbos pebfillel or

o oxany it f87ab) B Rarel . HRE T Mo AlaRe RALERAEE BOHR & 0% Do g
of generaJIQS;eﬁoangxaaplenoiammaaﬁeﬂuﬁlzﬂnmé amemaat+hgndedetaining

menber - for g lP%@‘i% #he8L-333 O Ui ‘ﬂézf&&c? £f£§ '35. Q*x&g along the

profile at a ity a acent one edge of one sur ace efe
charact eri Z2cc1adding 9f plastics Makeriak, t$rchtapgs ieroﬁxa@eéeng an

i ndef i ni te p&-npl chilgrAkef ik Rifld S , OLH@Np28g | e make a
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across 10 being of genera ly rectangular cross sectional shape

and having a retalnlng member for a panel of glass
or other suitable material extending along the profile
at a locality adjacent one edge of one surface thereof, —
 characterized in that said method comprises the steps
15 of feeding an indefinite length of the profile past -

- sawing means organised to make a series of transverse
cuts (31, 32, 33, 34, 35, 36, 37, 38, 39) at 45° across
the profile so as to sever therefrom successively frame

_ frame members {a,E,B,F,C,G,D,H) of appropriate lengths

20 for assembly alternately into an outer,static, frame
(42) and an inner, opening, frame (40) for a window or
the like, severing the glass or other panel-retaining
members. (9) from those frame members (E,F,G,H) which- are

- to be assembled into the outer frame (42), assembling

25" the alternate frame members (A,B,C,D and E,F,G,H) to
form said inner frame (40) and said outer frame (42),
and, after cuting the retaining members (9) severed
from the frame members (E,F,G,H) for the outer frame
to appropriate lengths, utilizing them as glazing

30 strips (9*) in assembling said inner frame (40) with
a glass or other panel. '

2. A method in accordance with claim 1
characterized in that the glazing strips (9')
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or 't I|ke severing the glass or other paamuigmuw m nbers (9) from \J
those frame menbers (E F,GH) whichlare to b othe outer franme

-~(42), assenbling 25 the alternate frame nmenbers (A B,C,Dand EEF,GH) to g“;
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sai d gl azing g assisting in locating a panel in position in the frame.
3. A coredpﬁﬁa #Pﬁsépoﬁhaaﬁﬁﬁm%&ﬂe for use 10 in carrying out a nethod
in accordance with claimi1 or claim2 conprising a core of shape-retaining

material and a cl addi ng of plastics nmaterial extrudg ere round
characterized in that thé G%F@c% BLlagtyes BERELLA ¢ Lﬂa ss

'sect i onaj gshppecapeyingl outhal méﬁhdaaﬂﬁlaecbaﬁantQMMWEh(amaimcmg one
surface of the $i0f||§ at a Iocallt %acegt gﬁe g%gﬁ(ﬁ fhat surface a
retai ni ng mefbe 0F953£%ﬁﬂnQﬁ P58 s9br SBEREY qﬁﬂﬂﬁgnaterlal,

whi ch retai nhaerial and a cladding of plastics material extruded

therearound, characterized in that the core (1) is of
generally rectangular cross_sectional shape and in

15 that the cladding (3) provides (a) along one surface
of the profile at a locality adjacent one edge of
that surface a retaining member (9) for a panel of
‘glass or other suitable material, which retaining
member (9) extends inwardly over said surface and is

20 inclined at an angle thereto and (b) along said
surface of the profile, at a locality spaced from
the retaining member, a rib (11) having an undercut

" face (23) inclined to said surface at an angle at
least substantially corresponding to the angle'of
.25 inclination of the retaining member (9), whereby,
in the manufacture of inner and outer frames (40,42)
for windows or the like from said profile, the
retaining member (9) may be cut from the frame
members which are to form the outer frame (42)

30 and utilised as glazing strips (9') in the manuracture
of the correspondlng inner frame (40), the gla21ng
strips (9') being arranged, after the insertion of
a glass or other panel, to abut against the undercut
face (23) of the rib (11) of the profile and to be -

35 supported by supporting members (47) mounted on said

surface of the profile. ’
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