24 June 2005 -1 METAL ROOF TRUSS FIELD OF THE INVENTION The present invention relates
generally to a metal roof 5 truss and relates particularly, though not exclusively, to a method of forming a
metal roof truss and its components including elongate stiffening webs and chord members. SUMMARY
OF THE INVENTION 10 According to one aspect of the present invention there is pr&\ggn%%%smetal roof
truss comprising: a lower chord member at opposite ends being connected to respective ones of a pair of
upper chord members; and a plurality of compression_w&bs_ at opposite ends 15 being connected to the
lower chord member and one of the upper chNigTAberRODE, rERUSEvely; the compression webs and the
chords being of channel section profile having a web and an opposing pair of flanges each having a free
edge portion turned inwardly to 20 extend over the web, and being interconnected so that the truss is
generally planar withl EebcOmpressidNWiEEd @Nd the chord members being orientated to face in the same
direction; wherein eqgh qf dhe SOMPIASAIAR HiRPS AP LN aLRL PRINGIE ORPOsite ends sgghat a

portion of the web protrudes beyond its flanges, and wherein the compression webs are connected to

respective chords By HrSpidiied ates periddSHGItng RRHeR cBREspsRAMTINERY of R chord

members and edgexsuiéatriiobiheflianghscadiacenta0 theofrotrHdig web ppesorsobpariea egainst
respective

including elongate stiffening webs and chord members.

SUMMARY OF THE INVENTION
10 According to one aspect of the present invention there is
provided a metal roof truss comprising:
a lower chord member at opposite ends being connected
to respective ones of a pair of upper chord members; and
a plurality of compression webs at opposite ends
15 being connected to the lower chord member and one of the
upper chord members, respectively;
the compression webs and the chords being of channel
section profile having a web and an opposing pair of
flanges each having a free edge portion turned inwardly to
20 extend over the web, and being interconnected so that the
truss i1s generally planar with the compression webs and
the chord members being orientated to face iIn the same
direction;
wherein each of the compression webs are configured at
25 their opposite ends so that a portion of the web
protrudes beyond its flanges, and wherein the compression
webs are connected to respective chords by the protruding
web portions mounting flush on corresponding webs of the
chord members and edge surfaces of the flanges adjacent
30 the protruding web portions bearing against respective
ones of the flanges of the chords to which they are

connected, and being secured In that position by at least



ones of the flanges of the chords to which they are connected, and being secured in that position by at
least 24 June 2005 2 one fastener extending through each protruding web portion and the web portion
of the chord member to which it is flush mounted. 5 It has been found that this engagement or contact of
the flanges of the compression web with the upper or lower chord member increase 4%ee§g&éctural
performance of the roof truss. 10 Preferably at least one of the flanges of the lower cziﬁior member at its
opposing ends is cut or otherwise preformed to enga@e%r‘contact respective of the upper chord
members. 15 PrefevablytheGhoed nesrhbedd agdiortheglongarelssionotebd 1aig wesegbiontil profile

asymmetric Whereigweﬂ{éhq’v&ppﬁgipgif@pgﬁ ISP raslyegd rﬁgm'comam ghthgtotiggr of said

flanges. In one form, a pair of the chord members and/or compression webs are designed to interlock 20
with one another tofbiEha B8 Section. In one embodiment the web and/or the flanges of the chord
members and/or the compression webs include a longitudinally extending stiffening rib. 25 Preferably of
the chord members and the compression,w ﬁs inglude preformed holes which are mutyally align on
interconnectir?gg) of fh% %gr%b%(rese or i?(H}%dof 31%00 WisSTORPE nﬁ?gfgerfbrly oencﬁgg r%'fm Q:-?s and the
compression webs Blariges tafetHdreviacon® oessdien30Melstengtdhwiibl engage therprdfoneed and

aligned holes. chord member increases the structural performance of the
roof truss.

10 Preferably at least one of the flanges of the lower chord
member at its opposing ends is cut or otherwise preformed
to engage or contact respective of the upper chord

members.

15 Preferably the chord members and/or the compression webs
are 1n sectional profile asymmetric wherein one of the
opposing fTlanges i1s of a reduced height compared to the
other of said flanges. In one form, a pair of the chord
members and/or compression webs are designed to interlock

20 with one another to form a closed section. In one
embodiment the web and/or the flanges of the chord members
and/or the compression webs include a Jlongitudinally
extending stiffening rib.

25 Preferably of the chord members and the compression webs
include preformed holes which are mutually align on
interconnecting of the members for Tfixing of the roof
truss. More preferably the chord members and the
compression webs are fixed together via one or more

30 fasteners which engage the preformed and aligned holes.
Fasteners commercially available in Australia under the

trade mark TRUSSTITE are particularly suited.



Fasteners commercially available in Australia under the trade mark TRUSSTITE are particularly suited.
24 June 2005 3 Preferably, the pair of upper chord members are at an upper end connected to one
another with an apex plate. More preferably the apex plate is elongate and at least 5 one of its opposing
longitudinal edges includes a stiffening flange. In one embodiment the stiffening flan94eJ inc‘zl&ges alip

. . une .
formed orthogonal to the apex plate and the apex plate js fixed to the chord membersvia a plurality of
apex fasteners. 10 According to another aspect of the_pl%s_ent invention there is provided a method of
forming a plurality of elongate truss components for a metal roof truss, the truss components being

stiffening webs anqﬁggglg%wfnb]e_ﬁ% prilﬁ }he&psaﬁﬁgpa%@p&hoﬂ&%gpgsiqﬂ@e stepg,of: forming

one or more pairs of opposing notches in" elongate strip metal; and roll forming the elongate strip metal to

form the truss confiiehts8Nfth £eRBRAERSecEBN PRSICAAMERRES WhtbondsbnBR&ber§EBntinuous and
a juncture betweenvibeeadisttaifgriiblsy campongids bpingtdefined dychgaieepadinal eRPoRdgeotches and
incorporating qsfrancglible coEnect%g)Sn permitgra% sepeiréationtcl)j Olai(ﬂ'(a)liﬂingetruss comﬁorigatessaftearl roll

forming. 25 Préfera )(/a, eadh chafnel S?Pa%%d {'¥ss corﬂﬁt‘anent Inc desdageﬁeb ang a pair of opposing

flanges, and wheretifdfening flange. In one embodiment the stiffening flange
includes a lip formed orthogonal to the apex plate and the
apex plate is fixed to the chord members via a plurality
of apex fasteners.
10
According to another aspect of the present invention there
is provided a method of forming a plurality of elongate
truss components for a metal roof truss, the truss
components being stiffening webs and/or chord members of
15 the truss and said method comprising the steps of:
forming one or more pairs of opposing notches in
elongate strip metal; and
roll forming the elongate strip metal to form the
truss components with a channel section profile, the truss
20 components being continuous and a juncture between the
adjoining truss components being defined by a said pair of
opposing notches and incorporating a frangible connection
permitting separation of adjoining truss components after
roll forming.
25
Preferably, each channel shaped truss component includes a
web and a pair of opposing flanges, and wherein the
respective Tflanges of adjoining truss components are
separated by a respective notch of an opposing pair of
30 notches such that the adjoining truss components are
interconnected solely by their webs. Generally the

frangible connection is provided at the juncture of a web



respective flanges of adjoining truss components are separated by a respective notch of an opposing
pair of 30 notches such that the adjoining truss components are interconnected solely by their webs.
Generally the frangible connection is provided at the juncture of a web 24 June 2005 4 adjoining the
webs and/or the chord members. More preferably the separation is effected by mani&u’l%teiz%ognly without
cutting or separation tools. 5 Preferably said step of forming the notches involves punching or stamping
the strip metal. Preferably the method also comprises_pr%-ﬁ)rming fastener holes in opposing ends of the
stiffening web and/adjlva riihghoréihme mivehsViorenutédarablyitbe fastendr holeslaeesprepMneked in a web

of the channel sectign prqfle,y C%{Qi%@a?éﬁﬁﬁr fi%‘)eé%f’éétl%&r%?};ﬂﬁé’ﬁ‘i‘%!‘d%-itﬁﬁr%ﬁlRf‘?Vided a

method of forming a metal roof truss, 15 said method comprising of steps of: providing processing means
and printing means'"d&hguareihEENG Qlers@RakAddiithdified@-with one another; inputting design
information to the processing means wherein the metal roof truss configuration and fixing 20 details are

calculated,; an% prlre;}neqrgtrleﬁ]ft th%gxgg details onfcoqggonents of the m%t%lrr]oof truss. Preferably the

fixing details are printéd or the) compbnenf of fhe root trusSto vtvﬁ?ch hGeE ap;pqi\é%!xfgre

preferably the fixingdeckikngreopristeanod eipridiessufieningt@dbs and/or chord members of the metal
roof

Preferably the method also comprises pre-forming fastener
holes in opposing ends of the stiffening web and/or the
10 chord member. More preferably the fastener holes are

prepunched in a web of the channel section profile.

According to a further aspect of the present invention
there is provided a method of forming a metal roof truss,
15 said method comprising of steps of:
providing processing means and printing means being
arranged to operatively communicate with one another;
inputting design information to the processing means
wherein the metal roof truss configuration and Tixing
20 details are calculated; and
printing at least the fixing details on components of

the metal roof truss.

Preferably the fixing details are printed on the component
25 of the roof truss to which the detail applies. More
preferably the Ffixing details are printed on elongate
stiffening webs and/or chord members of the metal roof

truss.

30 Preferably, printing of the fTixing details involves ink-
jet printing on strip metal from which the roof truss

component is thereafter to be roll formed.



truss. 30 Preferably, printing of the fixing details involves ink- jet printing on strip metal from which the roof
truss component is thereafter to be roll formed. 24 June 2005 -5 Preferably, the inputting of design
information involves inputting dimensional and loading data pertaining to a building structure on which
the metal roof truss is to be erected. 5 According to yet another aspect of the preser!%igve%ign there is

. . . .. une X
provided a method of forming a metal roof truss, said method comprising the steps of: providing
processing means to which design 10 information is i_anSJttéd for the calculation of the roof truss
configuration, and Reahsrfab hptchdiematad strip rfgono Whidésagmponehis v thiemetadvobi/asss are to

be roll formed, saiq m@gdnegmé?%@gﬁéiangﬁg to) ﬁﬁ@ﬁ&’el)ﬁ&?%mw(@?nwm th&pm&essing

means; and 15 notching the metal strip utilising the notching means wherein opposing pairs of notches
are formed in the n%t&?%h‘i'ﬁ, shakerst iched gBfirkRg amedsdiberebnbELich BetweenPadjacent
components of the gpelgteenf truss and being shaped dependent on the roof truss 20 configuration.
According to yet a further aspect of the present invention there is provided an apparatus for forming a

metal roof truss, said apparatus comprising: 25 processing means to which design information is
According to yet another aspect of the present invention

there is provided a method of forming a metal roof truss,
said method comprising the steps of:
providing processing means to which design
10 information 1is inputted for the calculation of the roof
truss configuration, and means fTor notching metal strip
from which components of the metal roof truss are to be
roll formed, said notching means being arranged to
operatively communicate with the processing means; and
15 notching the metal strip utilising the notching means
wherein opposing pairs of notches are formed in the metal
strip, said pairs of notches defining a frangible
connection between adjacent components of the metal roof
truss and being shaped dependent on the roof truss
20 configuration.

According to yet a further aspect of the present invention
there 1is provided an apparatus for forming a metal roof
truss, said apparatus comprising:

25 processing means to which design information 1is
inputted for the calculation of the roof truss
configuration; and

means for notching metal strip from which components
of the metal roof truss are to be roll formed, said

30 notching means being arranged to operatively communicate
with the processing means wherein opposing pairs of

notches are formed in the metal strip, said pairs of



inputted for the calculation of the roof truss configuration; and means for notching metal strip from which
components of the metal roof truss are to be roll formed, said 30 notching means being arranged to
operatively communicate with the processing means wherein opposing pairs of notches are formed in the
metal strip, said pairs of 24 June 2005 - 6_ notches defining a frangible connection bg}%%ggogsdjacent
components of the metal roof truss and being shaped dependent on the roof truss co_nflgwu_on. 5
Generally the adjacent components include one or more™ elongate stiffening webs and/or chord members.
Preferably, the appaatabessodmpises arofifanpeb lepecativedy toopledatwaemotahyagemdans

whereby the 10 prmﬁgﬁgﬁ@al S¥iP jﬁqlzl_pll formegl injo, gEehagnal sseclip pB‘?afHﬁgln gﬁta%gérther

aspect, the present invention provides a plurality of elongate truss components, thé components 15
being formed from &8BRAAGHEs Wi BE mcrafatd erfoinen i B#HABIONd relationship, a juncture between
the adjoining truss components being defined by a pair of opposing notches and incorporating a

frangible connection permitting separatign of the adjoining component herein 20 the notches are
shaped and po%sitioggﬁecreapﬂr}ﬁgarﬁ%n tr‘;’l(-:-8 ?ucsesn(:t:on |81T|%??6%r,"§§th%l?%?]uggeepar%%n (())frthem%'(’j'jaoining truss
components at the édeniitecshettieonsnahealsn poaders alecdidedernestsaped for assembly of said

truss.

Preferably, the apparatus also comprises a roll former
operatively coupled to the notching means whereby the
10 prenotched metal strip is roll formed into a channel

section profile.

In yet a further aspect, the present invention provides a
plurality of elongate truss components, the components
15 being formed from a continuous strip of metal and adjoined
in end to end relationship, a juncture between the
adjoining truss components being defined by a pair of
opposing notches and incorporating a frangible connection
permitting separation of the adjoining components, wherein
20 the notches are shaped and positioned dependant on the
truss configuration, so that on separation of the
adjoining truss components at the frangible connections,
the components are sized and shaped for assembly of said
truss.
25
BRIEF DESCRIPTION OF THE DRAWINGS
In order to achieve a better understanding of the nature
of the present invention a preferred embodiment of a metal
roof truss together with the various other aspects of the
30 invention will now be described, by way of example only,

with reference to the accompanying drawings in which;



25 BRIEF DESCRIPTION OF THE DRAWINGS In order to achieve a better understanding of the nature
of the present invention a preferred embodiment of a metal roof truss together with the various other
aspects of the 30 invention will now be described, by way of example only, with reference to the
accompanying drawings in which; 24 June 2005 7 Figure 1 is a perspective view of meg%ggof truss;
Figure 2 is an exploded perspective view of the metal roof truss of Figure 1; Figure @P_ﬁls ront and rear
detailed views of a web to 5 chord connection of the fodf truss of Figure 1; Figure 4 is front and rear
detailed views of a heel d¢anactioh afshe npetes peaftiives ofiEiguod laFpra b s petspestiye view of
pre-notched strip steel ofFrpé)@] palss cpén%qpe&f, PSS do '5@} 2URg. L0 Hawre G PersRregive view of
an apex plate of the metal roof truss of Figure 1; and Figure 7 is a block flow diagram of the general
process steps invokeefin§bHathPA rhd@i Fsofltruss according to an embodiment of the invention. 15

DETAILED DESCRIPTION QinréHg RRERIIRREAhEMBQP IMERLT Fsishawndn bguewethers is a metal
roof truss 10 mprjsing a lower chord m%m?er 12 atToq:Dosmg efc()ié_belpg (ignnected to respective of a

: cao on e 1roof Truss”o U . .
pair of upper chord mem e OB A YAy D & mEAl rddiH s 1o comprises a plurality of elongate

stiffening webs such as 18204 is front and rear detailed views of a heel
connection of the metal roof truss of Figure 1;
Figure 5 is a perspective view of pre-notched strip
steel of roof truss components prior to roll forming;
10 Figure 6 is a perspective view of an apex plate of the
metal roof truss of Figure 1; and
Figure 7 1is a block flow diagram of the general
process steps 1involved in Tforming a metal roof truss
according to an embodiment of the invention.

15
DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENT
As shown iIn Figure 1 there is a metal roof truss 10
comprising a lower chord member 12 at opposing ends being
connected to respective of a pair of upper chord members
20 14 and 16. The metal roof truss 10 also comprises a

plurality of elongate stiffening webs such as 18 and 20
which at opposing ends are connected to the lower chord
member 12 and one of the upper chord members 14
respectively. In this example one of the stiffening webs
25 1s a compression web 18 whereas the other stiffening web
is a tension web 20. The metal roof truss 10 of this
embodiment is shaped generally triangular wherein adjacent
ends of the upper chord members 14 and 16 are connected at
an apex connection 22. Opposite ends of the upper chord
30 members 14 and 16 are connected to opposing ends of the
lower chord member 12 at respective heel connection such

as 24. However, it should be appreciated that the metal



which at opposing ends are connected to the lower chord member 12 and one of the upper chord
members 14 respectively. In this example one of the stiffening webs 25 is a compression web 18
whereas the other stiffening web is a tension web 20. The metal roof truss 10 of this embodiment is
shaped generally triangular wherein adjacent ends of the upper chord members 14 %QSM&@J? connected
at an apex connection 22. Opposite ends of the upper chord 30 members 14 and 16 are connected to
opposing ends of the lower chord member 12 at resp_ecﬁvé heel connection such as 24. However, it
should be appreciated thattthessetala?d Igne00H - Sayof varsg cdnfaguratibbatmagesey flwed that

described whilst regiping withiheRmblk ehie Rvenignnipr SPmplR e kRl GERordegiaY include

more than one chord member and similarly the pair of upper chord members may 5 be extended to
multiple chords. AsSfR5RA 6 ERRIrdoEREN0FECEAd UipYericldrdderonerts tHFEth&nRits A dtiffening

webs such as 18 andrdfeareandldseh iqwrag frenestparteelmtaspelrantia secliemberofilayncluding a

web 26 and an.op oesin Egirgé)ef la‘? er%ug%(l:h e %%gp 30. The flanges 28 and 30 include free edge
portions which™are turned inwardly toward orle another. The bottom and top chords 12 to 16 together with

the stiffening webs 18 and 20 are fabricated from relatively 15 light gauged strip steel typically of a
thickness of 0.75myg suRBAs that eammercialhypyailpbie in AHgtralipe ACEpiskag; to ong gspect of the
invention opposing ends of the stiffening webs such as 18 and 20 are configured
together with the stiffening webs such as 18 and 20 are
cold roll formed from strip steel iInto a channel section
10 profile including a web 26 and an opposing pair of flanges
such as 28 and 30. The flanges 28 and 30 include free edge
portions which are turned inwardly toward one another. The
bottom and top chords 12 to 16 together with the
stiffening webs 18 and 20 are fabricated from relatively
15 light gauged strip steel typically of a thickness of

0.75mm such as that commercially available in Australia.

According to one aspect of the invention opposing ends of
the stiffening webs such as 18 and 20 are configured

20 wherein opposing Tflanges such as 28 and 30 of the
respective stiffening web 18 or 20 engage the lower chord
12 and one of the upper chords such as 14.

This is best illustrated in Figure 3 where according to
25 one embodiment the engagement or contact of the flanges
such as 28 and 30 of the compression web 18 iIncreases the
structural performance of the roof truss 10. The lower and
upper chords 12 to 16 together with the stiffening web
such as 18 and 20 are arranged iIn the same plane and the
30 respective webs such as 26 of the stiffening webs such as
18 and the chord members such as 12 are flush with one

another. Importantly, the flanges such as 28 and 30 of the



20 wherein opposing flanges such as 28 and 30 of the respective stiffening web 18 or 20 engage the
lower chord 12 and one of the upper chords such as 14. This is best illustrated in Figure 3 where
according to 25 one embodiment the engagement or contact of the flanges such as 28 and 30 of the
compression web 18 increases the structural performance of the roof truss 10. The l%ﬂﬁﬁe‘%‘& upper
chords 12 to 16 together with the stiffening web such as 18 and 20 are arranged in the same plane and
the 30 respective webs such as 26 of the stiffening weébSsiich as 18 and the chord members such as 12
are flush with one aoofirersimportaeths ti8 flangesitucppshgne3@sofchd 24rJumeh2004 &

compression webs %%pri%sggé cytorgthervises piefpemed tgmg&g&p‘r contgelthe lower

and upper chords 12 and 14, respectively. The "depth" to which the flanges such as 28 and 30 are cut is

dictated by the oriehfatRtfs &fther SFRGHtd Ve reldiife iFBRENorEMm&nbeh st af 128367 12
respectively. The stitieningsvels sueh @0l&asd 20tanikthgieweten uppetiebow-nantbeioh2 to 16

include preformed hales, such, 10 as 32 and 34 WI‘F'C are mutu ‘%ali ned, for fixing of the roof truss 10.
Screw fastenerrgs sud e?‘sh&ossie:'(?o%mer}gia\w available 11 Ztcs)trg ia u%%l%ﬁh@ ﬁrg%%gmgr C%R%IQSSTITE
which have a relatit8lyastshrie thrsieebpagBthe aligned holes such as 32 or 34 so as to fix the
stiffening web to 15 the lower chord 18 and 20 respectively. The aligned holes such as 32 and 34 are

generally prepunched in the strip steel from the chord member such as 12 or stiffening web
The stiffening webs such as 18 and 20 and the lower or

upper chord members 12 to 16 include preformed holes such

10 as 32 and 34 which are mutually aligned for fixing of the
roof truss 10. Screw fasteners such as those commercially
available iIn Australia under the trade mark TRUSSTITE
which have a relatively coarse thread, engage the aligned
holes such as 32 or 34 so as to fix the stiffening web to

15 the lower chord 18 and 20 respectively. The aligned holes
such as 32 and 34 are generally prepunched in the strip
steel from the chord member such as 12 or stiffening web
18 i1s roll formed.

20 As shown iIn Figure 4 the opposing flanges such as 28 and
30 of the upper chord member 14 are similarly preformed at
one end to form the heel connection 24. The flanges 28 and
30 are cut or otherwise preformed at opposing ends of the
upper chord member 14 wherein the flanges 28 and 30 engage

25 or contact the lower chord 12. The lower and upper chords
12 and 14 also include preformed and mutually aligned
holes such as 38 which is engaged by a TRUSSTTTE or other
5 fastener for fixing of the lower and upper chords 12 and
14. The engagement or contact of the flanges 28 and 30 of

30 the upper chord 14 with a corresponding flange such as 28
of the Ilower chord 12 Tfurther increases the structural

performance of the roof truss 10. The "depth'™ to which the



18 is roll formed. 20 As shown in Figure 4 the opposing flanges such as 28 and 30 of the upper chord
member 14 are similarly preformed at one end to form the heel connection 24. The flanges 28 and 30
are cut or otherwise preformed at opposing ends of the upper chord member 14 wherein the flanges 28
and 30 engage 25 or contact the lower chord 12. The lower and upper chords 12 ang ]Jgfngégsinclude
preformed and mutually aligned holes such as 38 which is engaged by a TRUSSTTTE or other 5
fastener for fixing of the lower and upper chords 12 and'44-The engagement or contact of the flanges 28
and 30 of 30 the ugdsrgesd 48 eittdl a 30 rref pdiheing flaeg e duzhdasl 28 af thé lawver ahiokd d@ further

increases the structiyal lgﬁrggmﬁpg%&tnqgﬁ ropf trugs£9¢dhe Bq)sprgﬂ'eto %‘p]cﬁ H@rg{ fijne 2p05 - 10

flanges 28 and 30 of the upper chord 14 or 16 are cut or otherwise preformed is dictated by the
configuration of th&?§of®Gds THUFRI iKbAaEuIR RS ERYR ApthetiisSpaneher®iekiBe MPRYK 16 relative

to the lower chord Ehoyd heetitinalsastionschardisdid o 16 anteestiftaning ovRlisl sueh as 18 and 20 of
this embodiment are asymmetric in sectional profile. One of the opposing flanges such as 28 is of a

reduced height compared to the other of said 10 flanges such as 30 wherein a pair of channel section
chords or webs sudihes thanried arsasignedoonedsiotk viich dife ansthertbftbemiaghaorels stiffening

web of a closed segligR.- Hae qhprds 42 il G gndies stiffsnishvedse 18,a8d ggﬂﬁ%{r}cﬁgdeigne or more
longitudinally extending _ ) )
sectional profile. One of the opposing flanges such as 28
is of a reduced height compared to the other of said
10 flanges such as 30 wherein a pair of channel section
chords or webs such as 12 or 18 are designed to interlock
with one another to form a chord or stiffening web of a
closed section. The chords 12 to 16 and/or stiffening webs
18 and 20 may include one or more longitudinally extending
15 stiffening ribs. Preferably, the stiffening ribs are

formed in the web such as 26 of the channel section.

According to another aspect of the invention there is a
method of forming elongate stiffening webs such as 18 and
20 20 and/or chord members such as 12 to 16. As shown 1in
Figure 5 this embodiment of the method involves preforming
one or more pairs of opposing notches such as 36 and 38 iIn
elongate strip steel 40. The pair of opposing notches such
as 36 and 38 provide a frangible connection at the
25 juncture of, in this example, adjacent stiffening webs
such as 18 and 20. The preformed opposing notches 36 and
38 are shaped so that:
1) the adjacent stiffening webs 18 and 20 of this
embodiment can, after roll forming of the section, be
30 separated by manipulation or by repeated bending of the
adjacent webs 18 and 20;



15 stiffening ribs. Preferably, the stiffening ribs are formed in the web such as 26 of the channel section.
According to another aspect of the invention there is a method of forming elongate stiffening webs such
as 18 and 20 20 and/or chord members such as 12 to 16. As shown in Figure 5 this embodiment of the
method involves preforming one or more pairs of opposing notches such as 36 and §§ in % ngate strip
steel 40. The pair of opposing notches such as 36 and 38 prowde a frangible conneci—r%lon atthe 25
juncture of, in this example, adjacent stiffening webs s as 18 and 20. The preformed opposing
notches 36 and 38iark sbhaped soghdtl Anthesadjackntasiff2Bingndel3O 18 BNtk ofethzecmivediment can,

after roll forming of e SRSHPA qué’Jfg) ngargpedﬂy majeylagion QL by B%\Féqate('dng%dlrlgzofape adjacent
webs 18 and 20; 24 June 2005g 11 ii) opposing flanges such as 28 and 30 of the respective stiffening

web 18 or 20 contadPRRE 10FE hord 1 26r 1HpEheRortines diood whEHSRe #9of tis§ it ected. 5 In
this example the opposing notches such as 36 and 38 extend part way into the web such as 26 of the
corresponding stiffening web 18 or 2Q. Th Sa the web 26 is suffi |entIy weakened. at the juncfyre of the
stiffening Web§18qand% ' allow gepara ioh SHARR s&%nln;t Wﬁlgs 16 ﬂ%ﬁanﬁszoﬁowg]éler%t e frangible
connection is suffieishendtrongitd retuiry thelcithectiba betwben ujhcerasnetdbrood Eompadents such

as the stiffening weksy Aésh dPrid i 1IN W I8TR, B8 VATRIS the web 26 is
sufficiently weakened at the juncture of the stiffening
webs 18 and 20 to allow separation of the stiffening webs
10 18 and 20. However, the frangible connection is
sufficiently strong to vretain the connection between
adjacent metal roof components such as the stiffening webs
18 and 20 during roll forming. Therefore, the various
components of the metal roof truss such as the stiffening
15 webs 18 and 20 can be fabricated as a ‘'string”. For
example, the stiffening webs such as 18 and 20 together
with the other stiffening webs of the roof truss 10 can be
fabricated as a single 'string" and separated prior to
erection of the metal roof truss 10. Similarly, for
20 relatively small trusses the upper and lower chords such
as 12 to 16 may be linked in a 'string'”. This iIncreases
the speed at which the metal roof truss components can be
fabricated, reduces the risk of losing components, and
facilitates the erection of the metal roof truss such as

25 10.

The prenotched chords such as 12 to 16 and stiffening webs
18 and 20 may also be preholed to facilitate subsequent
assembly. In this instance fastener holes such as 32 and
30 34 are fTormed 1iIn opposing ends of the respective
stiffening webs such as 18 and 22 together with mutually

aligned fTastener holes formed 1iIn this example iIn the



components of the metal roof truss such as the stiffening 15 webs 18 and 20 can be fabricated as a
"string". For example, the stiffening webs such as 18 and 20 together with the other stiffening webs of
the roof truss 10 can be fabricated as a single "string" and separated prior to erection of the metal roof
truss 10. Similarly, for 20 relatively small trusses the upper and lower chords such ag,12 to é@ may be

. . . .. . une 2

linked in a "string". This increases the speed at which the metal roof truss components can be
fabricated, reduces the risk of losing components, and ilitates the erection of the metal roof truss such
as 25 10. The preruattiied chboasisdch a3lie tbaandistiffehies) wabh HsaB@ 28ndaphlsaree preholed

to facilitate SUbseqH?Bbl?ﬁéﬁEbblyi r_{n IEH% instance fagtener hyles,suchas %éﬂgﬁq 38 g fgrmed in

opposing ends of the respective stiffening webs such as 18 and 22 tg%ether with mutually aligned
fastener holes formEd!Fthis ERERIEH the 8AtRe 2006 TO1E -hottétht&lord 121 The FHAREr holes

such as 32 and 34 grenpreghineged i treweersishasedd osthmrespestive mwf fHeenoeamanent either

before, after, or during, prenptching of the strip steel sych as 4Q. The prenatched 5 and preholed strip 40
is then cold rol forr%g% ir%efﬁg pg anSn%T 's%ct%‘ct)bn alespicﬁ-gg h I'—:%qu?e E.O%e rcﬂrf%er(rjnSer' Fs% (gr)elgh\?ely low cost
and "dumb" where@hginplensesHingrandepistsithg ot tid stifestéel idhe b&ekbcEerwih al gelatively

high degree of pregigipge 114 §" 96 SdBaLORAQP fERAMEFAARHEFEAR Of e FIRIALIRNH ifitFSareh as 10 the
preholing of the strip steel is to be effected with a
relatively high degree of precision. This ensures that on
10 fixing and erection of the metal roof truss such as 10 the
flanges such as 28 and 30 of for example the stiffening
webs 18 and 20 bear against the lower and upper chords 12
and 14 respectively.

15 Figure 6 illustrates an apex plate 42 to be included in
the apex connection 22. The apex plate 42 is elongate and
includes a stiffening flange 44 along one of 1iIts
longitudinal edges. The stiffening flange 44 is defined by
a lip which is bent at right angles to the apex plate 42.

20 The apex plate 42 is screwed or otherwise fTixed to the
webs of adjoining top chords 14 and 16. The apex plate 42
is oriented generally horizontally with the stiffening
flange 44 located between the top chords 14 and 16 and
directed inwardly of the roof truss 10. The apex plate 42

25 1s suited to a range of apex connections up to an angle of
around 40 degrees. The apex plate 42 includes a plurality
of preformed holes such as 46 arranged for fixing of the
apex plate 42 to the upper chords 14 and 16 and the webs
such as 20.

30
Figure 7 1i1s a block flow diagram of the various steps

involved iIn design and fabrication of a metal roof truss



flanges such as 28 and 3'0 of for example the stiffening webs 18 and 20 bear against the lower and
upper chords 12 and 14 respectively. 15 Figure 6 illustrates an apex plate 42 to be included in the apex
connection 22. The apex plate 42 is elongate and includes a stiffening flange 44 along one of its
longitudinal edges. The stiffening flange 44 is defined by aﬁp\thhisbentatﬂghtqﬂgﬁg &gheapex
plate 42. 20 The apex plate 42 is screwed or otherwise fixed to the webs of adjoining top chords 14 and
16. The apex plate 42 is oriented generally horizontailly]\ﬁitﬁ the stiffening flange 44 located between the
top chords 14 and $6@mnd adirettegitinwasity Dbd¢ae roof titss 10rdbedapex phateag@ @2phs suited to a range
of apex connectiongdip. o, 2pgieof ARIVLA0 HLorRFH i HIE RREX RIS F2/iB6Hdes aRlurgiity of
preformed holes such as 46 arranged for fixing of the apex plate 42 to the upper chords 14 and 16 and
the webs such as 89€36Fid@EI?¥S a block flow diagram of the various steps involved in design and
fabrication of a metp)y rooldedig)g4 FHfe 206 orl 3 i sucinpsthiaidleserikedpir dae pseeedimg paragraph.
The general syéeps involveg in foh@i%tlbee me, %I rooJ {ruusig 1((): are ag foli% o:rir?w gglsghn in&‘grmgtion IS
inputted to a processor whitch &8¢ igured to Ol?tpuPcontro?ln'formation 0 a prenotching and preholing
apparatus; ii) strip steel iffeehotitleinenatchingetrel prehaipigaratus;

ii) strip steel is fed to the prenotching and preholing

apparatuses which form the strip steel according to

the control information from the processor;

10 1i11) Fixing details generated and outputted by the
processor are printed on the prenotched and preholed
strip steel; and

iv) the strip steel is roll formed iIn a conventional
relatively low cost roll former.

15

The fixing details are preferably printed on the component
such as the chord 12 or stiffening web 16 to which the
detail applies. For example, the stiffening web 18 may
include the Tixing details or instructions wherein it
20 requires two fTasteners at each end to be secured to the
appropriately designated upper and lower chord.
Additionally, the roof truss component may include post-
assembly validation information for checking by a third
party. The marking of components 1is also intended to
25 assist with the design integrity of the roof truss and the

speed at which it is assembled.

The processor includes software which operates in a CAD
"environment” and determines the preferred configuration
30 of the metal roof truss depending on the dimensional and
loading data pertaining to the building structure.

Additionally, the program accurately determines the



apparatuses which form the strip steel according to the control information from the processor; 10 iii)
fixing details generated and outputted by the processor are printed on the prenotched and preholed strip
steel; and iv) the strip steel is roll formed in a conventional relatively low cost roll former. 15 The fixing
details are preferably printed on the component such as the chord 12 or stiffening W%)JlG 5(8 \évhich the

. . . . R .. . ) une 200 ..
detail applies. For example, the stiffening web 18 may include the fixing details or inStructions wherein it
20 requires two fasteners at each end to be secured to “appropriately designated upper and lower
chord. Additionallyp tlemodaitings canadoopeahoibynig clurde) posenessesn blie paliion imiormdteon for

checking by a third pgdy; [ e Ak gFCQRRoPsPiRIS2!F0 JHeppad Lo conpRriehtlh the fesian

integrity of the roof truss and the Speed at which it is assembled. The processor includes software which
operates in a CAD *enfiddihentesdy ddrriiédthe reRhed doisrighiatfon BO'of & RA&F roof truss

depending on the dimengipaabesd iading:daieirareaining webe buddingcitruatereuphiditienslly, the
program accurﬁ]tely determiﬁ%s gﬁe 24 June 2005 - 14 prenotching and preholing requirements

dependent on the rlg\évﬁ\'/re c':omgresséf the various roof truss components. This is particularly important in

ensuring that, for example, the flanges of the stiffening webs contact the upper and
Those skilled in the art will appreciate that the

invention described herein 1is susceptible to variations
and modifications other than those specifically described.
10 For example, the sectional profile of the stiffening webs
and/or chord members may vary provided the structural
advantages of the opposing flanges engaging the chord
members are achieved. The prenotching of the strip steel
may vary provided a frangible connection 1is provided
15 Dbetween adjacent components, such as stiffening webs, of

the metal roof truss.

All such variations and modifications are to be considered
with the scope of the present invention the nature of
20 which i1s to be determined from the foregoing description.



5 lower chords. Those skilled in the art will appreciate that the invention described herein is susceptible
to variations and modifications other than those specifically described. 10 For example, the sectional
profile of the stiffening webs and/or chord members may vary provided the structural advantages of the

opposing flanges engaging the chord members are achieved. The prenotching of th%4s rip st el may
vary provided a frangible connection is provided 15 between adjacent components, s%ﬁening

webs, of the metal roof truss. All such variations and mbuifications are to be considered with the scope
of the present invelidi itse nature of 20 which is to be determined from the foregoing description. 24

June 2005 - 15 CLAIMS, %&me%&qofgw&sscgwiﬁmr@pwer chord member at opposite ends

being connected to respective ones of a pair of upper chord members; and 5 a plurality of compression

webs at opposite ends b8in§UHN R tb BIMRRerahor@PRsthERr aRESORESNheCOPPRF ERbrd

members, respectitely rthspeenpressinasvelts angdhe avprdppemmenbebanasbsestoanofile having a
web and an opé)osing pair of JIO Ijarig S eac havir;g a free edge portion furned ian:rgly tGOngétend over

the web, and being intercBnnBoted'sd that e (I igegsesn'eorglly\'\[l) anar ith R (?(Ssrﬁpressmn webs and

the chord memberdpeéitg wamanten fioe Fhthelavae dibsutibnmember and one of the
upper chord members, respectively;

the compression webs and the chords being of channel

section profile having a web and an opposing pair of

10 flanges each having a free edge portion turned inwardly to
extend over the web, and being interconnected so that the
truss is generally planar with the compression webs and
the chord members being orientated to face iIn the same
direction;

15 wherein each of the compression webs are configured
at theilr opposite ends so that a portion of the web
protrudes beyond its flanges, and wherein the compression
webs are connected to respective chords by the protruding
web portions mounting flush on corresponding webs of the

20 chord members and edge surfaces of the fTlanges adjacent
the protruding web portions bearing against respective
ones of the flanges of the chords to which they are
connected, and being secured iIn that position by at least
one fastener extending through each protruding web portion

25 and the web portion of the chord member to which it 1is
flush mounted.

2. A metal roof truss according to in claim 1, wherein
the chord members and the compression webs are of a

30 substantially identical sectional profile.



15 wherein each of the compression webs are configured at their opposite ends so that a portion of the
web protrudes beyond its flanges, and wherein the compression webs are connected to respective
chords by the protruding web portions mounting flush on corresponding webs of the 20 chord members
and edge surfaces of the flanges adjacent the protruding web portions bearing agairﬁtJ{Eg gtive ones
of the flanges of the chords to which they are connected, and being secured in that p‘t_cs‘%o& lon Dy at least
one fastener extending through each protruding web Toomoﬁ 25 and the web portion of the chord member
to which it is flush hountadm2tametad fodfrinsss accodirigntp oclada iy wheavein2 thevbhosd members

and the compressi%gvebérﬂ;poqf qnégo%ta%%ly iq_ﬁ@ticatl:grﬁﬁpgggligﬁfiIqNggsJurgr%QOﬁ q 16 3. A

metal roof truss according to claim 1 or 2, wherein the chord members and the compression webs are in
sectional profile asy@frtderRathERFAE oPEEBSIEdiRg WS 0P8 réduckieneRiReDBared to the

other of 5 said flangksnded nistabPohtryssiaceerdingilgranycuipal-te peecedingstaisis, vherein the
web and/or flagges of_t%egfhord members and/or compression webs include a 10 longitudinally

extending stiffenings\?v!e A4l roof truss according to any preceding claim, wherein the web of the

chord members and the protruding web portion of the compression webs each include preformed 15
holes which are myually glignegand whish reGi¥e the@¥rding to any one of the

preceding claims, wherein the web and/or flanges of the
chord members and/or compression  webs include a

10 longitudinally extending stiffening web.

5. A metal roof truss according to any preceding claim,
wherein the web of the chord members and the protruding
web portion of the compression webs each include preformed
15 holes which are mutually aligned and which receive the one
or more Tasteners used to secure the compression webs to

the respective chord members.

6. A metal roof truss according to any preceding claim,
20 wherein the pair of upper chord members are at an upper
end connected to one another with an apex plate.

7. A metal roof truss according to claim 6, wherein the
apex plate is elongated and at least one of iIts opposing
25 longitudinal edges includes a stiffening flange.

8. A metal roof truss according to claim 7, wherein the
stiffening flange includes a lip formed orthogonal to the
apex plate and the apex plate is fixed to the chord member

30 via a plurality of apex fasteners.



or more fasteners used to secure the compression webs to the respective chord members. 6. A metal
roof truss according to any preceding claim, 20 wherein the pair of upper chord members are at an upper
end connected to one another with an apex plate. 7. A metal roof truss according to claim 6, wherein the
apex plate is elongated and at least one of its opposing 25 longitudinal edges indUd?EﬁneSggI%
8. A metal roof truss according to claim 7, wherein the stiffening flange includes a lip formed orthogonal
to the apex plate and the apex plate is fixed to the chort’member 30 via a plurality of apex fasteners. 24
June 2005 - 17 9.A metal metaduiss@rfomdmgso angqrdesedingalamy \whreesd engaicdatme,chord
members and/or cquﬁg;%slsﬁonamﬁg}hersoqre fRsioned iy in}ﬁélﬁ)&g&ithé}[@/gpot%%&fg& &hclosed

section. 5 10. A method of forming a plurality of elongate truss components for a metal roof truss, the
truss components BRRFEEENRg IrsH9aRE/ ke hbriderd Bk ry/dttheCiGs S EHd 8RidbAe®RId comprising
the steps of: 10 forgnirg esedrs@etd pairs of opposing notches in elongate strip metal; and roll forming
the elongate sgip metal to form the truss components with a channel section profile, the truss
components béing continuous and a juncture between the 15 adjoining truss components being defined
by a said pair of ogfbsing noeheectin@fhcdpuratiog @ fralgibid ddiyneefionrelongate truss

10

15

20

25

30

components for a metal roof truss, the truss components
being stiffening webs and/or chord members of the truss
and said method comprising the steps of:

forming one or more pairs of opposing notches in
elongate strip metal; and

roll forming the elongate strip metal to form the
truss components with a channel section profile, the truss
components being continuous and a juncture between the
adjoining truss components being defined by a said pair of
opposing notches and incorporating a frangible connection
permitting separation of adjoining truss components after
roll forming.

11. A method according to claim 10, wherein each channel
shaped truss member includes a web and a pair of opposing
flanges, and wherein the respective flanges of adjoining
truss components are separated by a respective notch of an
opposing pair of notches such that the adjoining truss
components are interconnected solely by their webs.

12. A method according to either claim 10 or 11, wherein
the frangible connection allows separation of adjoining
truss components by manipulation only without cutting or

separation tools.

ning flange.



permitting separation of adjoining truss components after roll forming. 20 11. A method according to
claim 10, wherein each channel shaped truss member includes a web and a pair of opposing flanges,
and wherein the respective flanges of adjoining truss components are separated by a respective notch of
an opposing pair of notches such that the adjoining truss 25 components are intercgggﬁgtgogssolely by
their webs. 12. A method according to either claim 10 or 11, wherein the frangible connection allows
separation of adjoining truss components by manipuTatilo% only without cutting or 30 separation tools. 24
June 2005 - 18 133A méthawtboordmgcoraiiyngneatof caiynsd®todPl, allzamem the step af2qrming the

notches involved pwag@jggnortﬁ@ngpégg tr}ﬁ:stpgrmﬁg% ﬁljré Adpethed qmilmgjto ﬂ'?ﬂg?f claims 10

to 13, further comprising the step of forming fastenerholes in the elongate strip metal. 15. A'method
according to claim 2%, WEareihNBetasterer 1 RomeRéd are punched in the webs of the truss components.
16. A method according to any one of claims 10 to 15, further comprising the steps: establishing a
desired roof trléss Cfmlgu/&atlrgg;tﬁgg 15 esta lIShln% an arranﬂgemem;rof cr:mi)tcihes Of;bthet OStl’Ifs metal to

form truss componeénts that are sui AbfEfar'Ust %h the d8%¥ed rSof ffliss cgnf'iT]gSura lon; wherein said step

of forming one or nfaretheirs sfappdsidgonotbigesstiape efonfaresnip hastengthdithesmdtal
the elongate strip metal.

15. A method according to claim 14, wherein the fastener

10 holes are punched in the webs of the truss components.

16. A method according to any one of claims 10 to 15,
further comprising the steps:
establishing a desired roof truss configuration; and
15 establishing an arrangement of notches on the strip
metal to form truss components that are suitable for use
in the desired roof truss configuration; wherein
said step of forming one or more pairs of opposing
notches i1In the elongate strip metal notches the metal
20 strip according to the established arrangement.

17. A method according to claim 16, further
comprising the steps of;
establishing the fixing details for the truss
25 components for the desired roof truss configuration; and
printing information relating to the Tfixing
details on the truss member.

18. A method according to claim 17, wherein the Tixing
30 details are printed on the component of the roof truss to

which the detail applies.



20 strip according to the established arrangement. 17. A method according to claim 16, further
comprising the steps of; establishing the fixing details for the truss 25 components for the desired roof
truss configuration; and printing information relating to the fixing details on the truss member. 18. A
method according to claim 17, wherein the fixing 30 details are printed on the comp%g@nte%&ge roof truss
to which the detail applies. 24 June 2005 - 19 19. A method according to claim 18, wherein the fixing
details are printed on elongate stiffening webs and/or chord components of the truss components. 5 20.
A method according9o any onetbioclaiascbrdang, thetapninthdy owtiea-&xing tleéail$ iniolges ink-jet
printing on strip mefalfEqawhigh the Fqpfdriss oromR)RNIES taeteefiss Qe b, Hp 21. A

method according to any one of claims 17 to 20, whereinthe desired roof triss configuration is
established by a cdtRplitbriRBeessHtR reEpbhse ¥ YRSigGiPIRAIIRIEEDN processed by said computer
processor. 15 22. A method according to claim 22, wherein the design information includes dimensional

and I_oadlng data p%t_alnllgg ;[no %hbouftdlngc%t%cllHrﬂ? |_r.|i§or oratlr(mj%éheoqge_tgh arﬁ)r%)é trLis]s. %8 2%,9,?\ methqd .of
forming a metal roof tfuss, said method “compristhg the S e¥)3 of: providing processing means’and printing
means being wherein printing on the TfTixing details involves ink-jet

printing on strip metal from which the roof truss
components is thereafter to be roll formed.

10 21. A method according to any one of claims 17 to 20,
wherein the desired roof  truss configuration is
established by a computer processor in response to design
information processed by said computer processor.

15 22. A method according to claim 22, wherein the design
information includes dimensional and loading data
pertaining to a building structure iIncorporating the metal
roof truss.

20 23. A method of forming a metal roof truss, said method
comprising the steps of:
providing processing means and printing means being
arranged to operatively communicate with one another;
inputting design information to the processing means
25 wherein the metal roof truss configuration and fixing
details are calculated; and
printing at least information relating to the fixing

details on components of the metal roof  truss.

30 24. A method according to claim 23, wherein the Tixing
details are printed on the component of the roof truss to

which the detail applies.



arranged to operatively communicate with one another; inputting design information to the processing
means 25 wherein the metal roof truss configuration and fixing details are calculated; and printing at least
information relating to the fixing details on components of the metal roof truss. 30 24. A method
according to claim 23, wherein the fixing details are printed on the component of the %ngnterggo% to which
the detail applies. 24 June 2005 - 20 25. A method accgrding to claim 24, wherein the Tixing details are
printed on elongate stiffening webs and/or chord membfets of the metal roof truss. 5 26. A method
according to any o025 of chime£Bdad 2&5caeirereng priating lafthe 2Xing deeisiinvathes ifiiy@ngrinting on

strip metal from whighythey goo%t;gsspngggaergrils tg?%éo ke {qii:gqﬁrp.%d gvggg - Amegthpd

according to any one of claims 23 to 26, wherein the inputting of design information involves inputting
dimensional and lo8BRifdaeMbeksinty 18'8 BatdihgSActdfe/88 which the metal roof truss is to be
erected. 15 28. A method of forming a metal roof truss, said method comprising the steps of: providing

processing means to. which design information is inputted for the calculatjon of the yoqf 20% uss

configuration,eagnd r%?%ans%ormr?o %ﬂgng %:gﬁfgfr?r?frc?r% which c?onr%poor]%:n%h%flt'ﬂse rr?é{aﬁ%of Iré’Lrss are to be
wherein printing of the TfTixing details involves ink-jet
printing on strip metal from which the roof truss

component is thereafter to be roll formed.

10 27. A method according to any one of claims 23 to 26,
wherein the 1inputting of design information involves
inputting dimensional and loading data pertaining to a
building structure on which the metal roof truss is to be
erected.

15
28. A method of forming a metal roof truss, said method
comprising the steps of:

providing processing means to which design
information 1is inputted for the calculation of the roof

20 truss configuration, and means Tfor notching metal strip
from which components of the metal roof truss are to be
roll formed, said notching means being arranged to
operatively communicate with the processing means; and

notching the metal strip utilising the notching means

25 wherein opposing pairs of notches are formed iIn the metal
strip, said pairs of notches defining a frangible
connection between shaped dependent on the roof truss

configuration.

30 29. A method according to claim 28, wherein the adjacent
components i1nclude one or more elongate stiffening webs

and/or chord members.



roll formed, said notching means being arranged to operatively communicate with the processing means;
and notching the metal strip utilising the notching means 25 wherein opposing pairs of notches are
formed in the metal strip, said pairs of notches defining a frangible connection between shaped
dependent on the roof truss configuration. 30 29. A method according to claim 28, W%e[uenienzsgg adjacent
components include one or more elongate stiffening weps and/or chord members. 24" June 2005 - 21
30. An apparatus for forming a metal roof truss, said “agparatus comprising; Processing means to which
design information 80inputte daipethetced c itz oficoftheg oaf trets Londigliratiassandsé rdeans for notching
metal strip from Whgabagglagge&%&fitgg gtal roof truss are to be roll formed, said notching means
being arranged to operatively communicate™ with the processing means wherein opposing pairs of

notches are formed FPFRSTBIA sTfRSaidtPaild dCi0 AsEhes daffPga kRiibls caiiititRthetween

adjacent componefis-otte metalUmnef ivissoandheinghsifaped sdeperdanjurattiormofdrdss

configuration. 31. An app%re%{Hs a%(%rdinncgtrt]c%cilaim %Otgqﬁer ipitheﬁ%n?dmlegﬁ corgrﬁ)oggnl'glstisnclude one
or more elongate stiffening Webs and/SCiort heMbers. 32 Al?apparatus accor8|nd)to Ciaims 30 or 31,

also comprising a edfl fdineer opdaativalpeduplddigsth@rZ0 nbechipg meahk wheraiedthe prddotched
metal stripis roll  hotching means being arranged to operatively communicate

with the processing means wherein opposing pairs of
notches are formed iIn the metal strip, said pairs of

10 notches defining a frangible connection between adjacent
components of the metal roof truss and being shaped
dependent on the roof truss configuration.

31. An apparatus according to claim 30, wherein the
15 adjacent components include one or more elongate

stiffening webs and/or chord members.

32. An apparatus according to claims 30 or 31, also
comprising a roll former operatively coupled to the
20 notching means whereby the prenotched metal strip is roll

formed into a channel section profile.

33. A plurality of elongate truss components, the
components being formed from a continuous strip of metal
25 and adjoined in end to end relationship, a juncture
between the adjoining truss components being defined by a
pair of opposing notches and incorporating a frangible
connection permitting separation of the adjoining
components, wherein the notches are shaped and positioned
30 dependant on the truss configuration, so that on

separation of the adjoining truss components at the



formed into a channel section profile. 33. A plurality of elongate truss components, the components being
formed from a continuous strip of metal 25 and adjoined in end to end relationship, a juncture between
the adjoining truss components being defined by a pair of opposing notches and incorporating a frangible
connection permitting separation of the adjoining components, wherein the notches E‘I‘ﬁuﬁg%‘éd and
positioned 30 dependant on the truss configuration, so that on separation of the adjoining truss
components at the 24 June 2005 - 22 frangible conne ns, the components are sized and shaped for
assembly of said trlisangd.A eluwalitecftalongatettrassonpmpwrerds aceoshizgto dhdlagheggdvherein the

components are chﬂgpeggggmgq)gr@f inclide g yyeb and a pair of opposing flanges, wherein the flanges
of adjoining truss components aré separated by a respective notch of an opposing pair of notches so that

the adjoining truss components are interconnected solely 10 by their webs. 35. A plurality of elongate

truss components a@zcordmgotbu eig4 oFheRbn dea & aegikie ceonpotien between radioning

components iséocactggll on tl%% Wevl?,ﬂntﬁé?}?diﬁl,% 15 Dhar i%% %fs the rnOth es. $9 Ithastr%] %%paratdion of the
truss components, eacn componen(:f IS configuredcso RN 8nd'oF eSCR componenPlncIu%%s a portion
of the web that protneleeyonueits tmtyes. RO PG, Afplopaiag bigldrkgngerisswenpdnetiBeaccording to

claim 34 or 35, wherpiphgdge s¢aefoehiea8eSs components are separated by a
respective notch of an opposing pair of notches so that
the adjoining truss components are iInterconnected solely

10 by their webs.

35. A plurality of elongate truss components according to
claim 24, wherein the frangible connection between
adjoining components 1is located on the web intermediate

15 margins of the notches, so that on separation of the truss
components, each component is configured so that an end of
each component 1includes a portion of the web that
protrudes beyond its flanges.

20 36. A plurality of elongate truss components according to
claim 34 or 35, wherein edge surfaces of the flanges
formed on notching of the strip metal form bearing
surfaces arranged to bear against other truss components
on assembly of the truss.

25
37. A plurality of elongate truss components according to
any one of claims 33 to 36, wherein the truss components
include preformed holes for receiving fasteners to secure
the truss components together on assembly of the truss.
30

38. A plurality of elongate truss components according to

any one of claims 33 to 37, wherein the components include



formed on notching of the strip metal form bearing surfaces arranged to bear against other truss
components on assembly of the truss. 25 37. A plurality of elongate truss components according to any
one of claims 33 to 36, wherein the truss components include preformed holes for receiving fasteners to
secure the truss components together on assembly of the truss. 30 38. A plurality og ﬂonrlg\%g truss
components according to any one of claims 33 to 37, wherein the components include une 2005 -
23 information relating to fixing details of the compoﬁer?té for the desired truss configuration. 39. A
plurality of elongatd trissncbiponentd ateaglingpto T3 anygondedioaldsno3I3 #hds, eungrenetitesfrangible

connection is confi%rledtﬁ% agdoglloy sepation ¢ @gj.%{gif%t_russ components by manipulation only

without cutting or separation tools.

39. A plurality of elongate truss components according to

5 any one of claims 33 to 38, wherein the frangible
connection 1s configured so as to allow separation of
adjoining truss components by manipulation only without
cutting or separation tools.



