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ABSTRACT 
 

PROFILE ELEMENT AND METHOD FOR MANUFACTURING A PROFILE 
ELEMENT 

 
 

A profile element (1) is described, in particular a construction profile, for example, a dry 
construction profile, a profile for facades or a rendering profile, a screed profile, a tiling profile 
or cable support profile, having an elongate profile body (2), in particular consisting of metal or 
plastics material, in which a plurality of openings are formed. The profile body (2) comprises at 
least two separately formed longitudinal portions (10, 11), each of which comprises a 
meandering longitudinal edge (12, 13). The longitudinal portions (10, 11) have overlapping 
regions (28, 29), which are bounded in some regions by the meandering longitudinal edges (12, 
13). Connecting means (16, 17; 30, 31; 37, 40) formed in the overlapping regions (28, 29) are 
used to plug together the longitudinal portions (10, 11) in a direction transverse to the 
longitudinal extension thereof. The openings (5) are formed between portions (24, 25) of the 
meandering longitudinal edges (12, 13) of the two longitudinal portions (10, 11). Furthermore, a 
method is described for manufacturing a corresponding profile element (1). 
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