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manuf acturi.ng a barrier which is substantiallly rigid. The barri emwmwm”u
application) however, it should be appreciated that the invention is no
t he passage fromone side of the barrier to the other. A noveable barrier
Is effectively acting as a cantil ever having an unsupported edge. |In order
Transverse rigi thﬁéfariﬂ&“i{ Gghe A barviedis rﬁ@iiﬁifya&ﬁtﬂé e dd ?gfoo?HP ate a cﬂ
h S g q y

obstructi onggen d r jvMe 1S ta prqQyi a_pai.r of
panel s whi c%@argi%h%m%gﬁféﬁ%' g@g’ggg ?eﬁr@["#do%s#ﬁ e?'Bgéﬁéa'?‘@ed"‘(%\"B"ﬁ%P°t
physical barrier. I'n both the above described barriers the sub-structure is
provi di ng t he mat eriAldeboror grate meay begemericallyt descebéd ssraictavable barrier. Its
an object of this invention to provide a nethod of manufacturing a barrier
steps: cutting a pair n roma supply of nalerial, eac

barrier will cause it to rotate about the support rather than causing the barrler to

TECHNI CAL FI ELD This invention relates to a nethod of manufactur{ §¢Fgg 2003
barrier, Mre specifically this invention relates to a nethod of
particularly suited for use as a door or gate and it will be con H’mmjm
herei nafter describe the invention in relation to that 10 exenpl ary L6616+
limted thereto) BACKGROUND ART A door or gate may be generically described
as a novable barrier. |tsAINETHOD OF MANUFACTURINGABARRIER Y obstruct
can be hung in a variety of ways one of which is to connect a vertical edge
of the ban-igr ?EC@lhﬁéﬂEcﬁIELﬁi a hinges. Wen hung in this way the barrier
to effectively functThis ibventioar relates tusa rhethdd of masufacasing ai Barfles0 MBat
any pressure applie o,t.he unsu rted edge of the barrier will cause it
to rotate about g‘?%ﬁj@hbﬂ?if’ t'”"reQﬁWng?‘ﬁ@ @a’ggﬁhﬁa qf feariaGturdng a bagiasvhich 1s
structure and cladding the frane with panels. "The Trame wou tructura
stiffen 25 the Bawilike ognverient ke hereinafterndescibertbei ideentioa prhyslation to that
receiving a firhmied thergtof oam (pu foam). The foam acts as a sub-structure
to provide the barrier with rigidity whilst the 30 panels prodide the
superfluous to ghekEROORDEARENCti on of the door or gate providing a
physi cal barrier. Accordingly the 1 9 F EB8 2003 2 added step of
unnecessari C N n d he, exp e of the nethod of
manuf act ur i Lélg a%%’ﬁﬁéeggggﬁﬂﬁﬁg WS{%S[W &bs@&@gnmjagﬁsﬂ S cH'}eoﬁ'fjae"fathe_
net hod whi ch adoareies sthehsther. SA mhiedablEsharFbrS$ar 88 Rin&in 4 Warieh\dEWdyshbrid of S
froma panel ha¥lish is #hepaRct & vartcal pdae of e BAmentP 2 GuPPRTS Vianhiaes. oMvhener e
i's provided a nghk G Qh; fRAGt B diBP i i ' | g I |
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havi ng a pair of@insipgortedigedge.a tlopomitgetoareffeatitedt tfonctienhgdhe barrier must be

20 transversely rigid so that any pressure applied to the unsupported edge of the

bend.

Transverse rigidity could be achieved by manufacturing a frame sub-

structure and cladding the frame with panels. The frame would structurally stiffen
25 the barrier whilst the panels would provide the physical obstruction generally
required.
An altemmative is to provide a pair of panels which are combined in a
spaced relationship to create a void for receiving a firm setting foam, (pu foam).
The foam acts as a sub-structure to provide the barrier with rigidity whilst the
30 panels provide the physical barrier.
In both the above described barriers the sub-structure is superfluous to the
ultimate function of the door or gate providing a physical barrier, Accordingly the
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punchi ng an aperture In each blank; 15 drawing the material of each bl ank
adj acent the aperture in a direction transverse to the plane of t|hgFBh ak;
fol ding each side edge, top edge and bottom edge to extend in the sane
direction) formng a pair of panels; arrangg@ng the side edges, top edge and

edge of the ot AOBE4AAF or ftaMalth, A Mdfeckl 3, BPRHamBRuBPd ndFupateicRiy
fgrm t he bgrri einnecéssadlyproohlicatdst BAE bbes PRI rthef eRgeMes otr ¢hd OnBRfbdatoft he
abutting edges bﬁﬁﬁnﬁ'"” . Alternatively ft Is preferred that the pair of

panel s are j oi ampvaplepartietedges by adhesive. It is further
f dth h i 1 i h
e orred, Lnat he st BooBhackall bl 3, PUEEARRCIALORAS it

cutting step includes using a she I's further
that the apért prablemspunched using a turret punch. 30 It is further
preferred that the nethod includes punching a plurality of apertures in the

bl ank. 1 9FEa?2003 3Itis further preferred that the materi al

adj acent the apgstLOBURE HFTHEYRVENTRONYdraulic press. It is further
preferred that the folding step be perfornmed using a pressbrake. 5 It is

further preferred tHKdé amebjgst abthis inventien te paevide) a methag of manufacturing at |

Alternatively | . : i ncl udes coating the barrier
with a powder. b%plq??%ﬁ%?ﬁégﬂbmlpb%nm{fﬂ?he met hod | ncl udes attaching
hi nges to d@e of 10Actwrdingltdehisdnvimtiondeered$ prdviddiparmethod lof mamufattidrgy a

preferred that ,the nethod an# hlde_s aitaphi ng a | ocking device to the other
fol ded side ed§8"&f “"EM"B% he foflowingstepSesent i nvention is herein descri bed

and defined with reE&{iﬁ‘g;%epéiPoi bisink {r&%i’aﬁ%ﬁﬂ%ﬂm&%}'aﬁ%&\%ﬁlﬂ%ﬁ%SOP’

bottom and side should De construed In I's orientation.
However, it sheair®fBidessgescs tnpeergenand abokkemedgent ati ons are equal |y

possi bl e and the Coﬁéﬁﬁﬁléﬁgbe'ﬁmwg%‘éﬂ Plabﬁ,rm; such as those above may be

required in light o entati o '‘or oper under st andi ng of the

i nvention. 180 DESCRUAWikgN tied niaRNKINSISeash blahk didjageint dfie tdpertury fnii difectioh |
now be descri b(,:f(d) b%/ﬁ? of non limting exanple only, with reference to
t he acconpanyi N§N&Y \A%g‘.eﬂ'?ﬂﬁﬂ@hﬂ Kngs: Figure 1 shows a front

b Bt er 1o £ AUAS pald sEEOUSE, TP UOYE shaSiRER S0 POUERINE B
barri er througldirsctian éormingapAlriofpameSCRI PTI ON OF AN EMBODI MENT
arranging the side edges, top edge and bottom edge of one panel to abut
20 the side edges, top edge and bottom edge of the other panel, and
joining the abutting edges of each panel to form the barrier.
It is preferred that the pair of panels are joined at the abutting edges by
welding.
Alternatively it is preferred that the pair of panels are joined at the abutting
25 edges by adhesive.
It is further preferred that the material be mild steel.
It is further preferred that the cutting step includes using a shearing
machine.
It is further preferred that the aperture be punched using a turret punch.
30 It is further preferred that the method includes punching a plurality of

apertures in the blank.



Referring to the figures in general there is showm a novable barrier 1 30
attached to a support 2. The novable barrier 1 is particularly su‘ln%?g ?[@3
bei ng hung.vi a ‘hinges (not shown) to the support 2 to permt the v%
barrier 1 to nove relative to the support 2 In order to function

efficiently as a bajri 2 e.barrier must be
transversely rigid &higﬁrurrrtheller%e f%%?%ﬁ J\:)etﬁpor(?\g f‘?ééégg}ég?{“ 31% ﬁ%r?%\ll%@awn
barrier 1 is fwsimgda hydraulicepress.al nenbers 3 and horizontal menbers 4 to
maintain its transverse rigidity, The npvable barrier 1 is fornmed froma
pair of panels 5, 6 Eé?cﬁ"ﬁg?felp’é,“‘%d sthat thgpldingi atepy bedestipeaed pesing a
formed froma pregepraieneet of material. Preferably the material is mld
steel. A pair of sheets, one for each panel 5 6 is cut to size using a
shear machi fe. At | Bdstfugher prefered ¢hat the metheddincludes civating dhe Weirmey with
turret punch. }Qﬁtedges of each sheet and the material adjacent the at

| east one apertfure 7 is engaged, with the material adjacent the at |east
one aperture 7 10 bAltegativelyw Ié)ﬁreﬁerrﬁdemét ihe raetfbd GidiideR’ codBsd B batibywith
perpendi cular to the plane of the sheet. As the material adjacent the
aperture 7 has@ &rawn this may have an effect on the edges of the

sheet, and thereforg; u tyf i.f
necessary. The edge‘si %F\ﬁ}lﬂég%ﬁfgé}%dggﬁ tﬁé‘?’ﬁ%t{wmh usersn%&%ﬁbqe@bg%g&%ﬂ%?fl S
The edges #9 e thehfoldedsideedgesefithé badied, usi ng a pressbrake to forma top
flange 8) support flange,9. bottomf|ange 10,.and free flange 11, each of
whi ch ext ends subst‘éiﬁﬁ'&q"fef/pfexerqugzhégﬁ'ﬁqﬂ?&%fq%weér?gtag[]ﬁgtaglﬂﬁ'ag Agvicato
carne di st ancetrasothbefoldetsideetige bifheddrmsrent the at | east one aperture 7.
This step conpletes_the fornmation of the panels 5) 6. 24 The pair of panels

; ) > panels 5) 24 Th .
5, 6 are positioned! BRIPIRSEAL invaptioryis herein dercriieg: andydefined wjthsreferesce troits
fl anges 9, bot r t
each ot her. Thg@%@%gﬁ%}ﬂgﬁor&&é@gﬁ%isﬁlgr(\j%é? E‘gﬁog)g gej ﬂr} ?’E&g@g QB%Q?‘*%%""‘&E?@%
or using at8ui lightlaf thideeien mionThﬁowbvavmitsf'aiuwbalapptﬂcmmmlat bmeatoﬁbﬁaggng)ne
aperture 7 with both the free 25 f] anges 11 and support flanges 9 conbi ne
to formthe vePf¥ &9H3 ﬁﬂé?'gl%?”qﬂée cf?’&ﬁﬁq al Fa?'?&&j inclaamst speh as thesest
one aperture 7aBok iy b PeduiRBdR dight SNEthBPbiiérTafidrdBe Broder (AR ehdiRg bf oM
the horizontal nenbers 4. It is envisaged that the panels 5, 6 may include

a plurality of thelavenliaBs, as is illustrated. In which case the drawn

mat eri al adjacent one aperture 7 will 30 conbine with the drawn material of
anot her aperture 7 to formlInternal nenbers 12 which extend both

hori zont al 2§ aPESGRIPTIANIGF DRAWINGSIt er nal nmenbers wil|l further increase
the transverse rigigity of .the able barri 1 1 FED 2.003 5 ce the
movabl e barrier 1 h’gg i %‘?F'?’SF%@WE}/h%frWS@@o'E&@[ Boﬂeb%d%éﬁ'%%?tWewéﬁ ofen
flange 9 whi | simitingoskdrmgledemy CRith réferonted td ehe EReSmPanASE Wrawings I fE the
flange 11. Furthernore the barrier could be painted or powder coOated It
requi red. The AGYMI% barrier 1 formed by this method achieves increased 5
transverse ri gidit ygiqy (m,% i ol l owi ng reasons; 1. The
top flange 8, supporlg ﬁ%ﬁ%e ?%SF?é%tﬁnacﬁg@e &%ﬁigﬁd free flange 11 and
drawn mat €29 al adj ddgure 2 hkows a lcezsstseotion typarghudA of ther marrierdfrdrh Eiguirenar

Figure 3 shows a cross-section through BB of the barrier through Figure 1.

DETAILED DESCRIPTION OF AN EMBODIMENT
Referring to the figures in general there is shown a movable barrier 1
30 attached to a support 2. The movable barrier 1 is particularly suited to being
hung via hinges (not shown) to the support 2 to permit the movable barrier 1 to

move relative to the support 2. In order to function efficiently as a barrier the



sheet with a dinension transverse to the plane of the planar sheei. 2. ‘&He
joining of the flanges of one panel 5 to the other panel 6 limt d RERe
novenent . of the one panel 5 relative to the other panel 6 in a direction
transverse to the plane of the planar sheey. The invention described herein

is susceptible to variations, nodifications and/or additions other than

t hose specifi cHOVEblgarRen L mushbe transversely sigidiwhen siaying refativettadhe avepan on
i ncludes all swgch F d@isch andy fil ' cTplel WL ORS ' al |
W Thin the spibit Had oud Syl s Jhal it OECdl ANiHbB2Aadd HiMebdtel
CLAI M5 DEFI NI Nemiers ANeREirdhinAlRHrarsvékingidity. 1. A met hod of manuf act uri ng

barrier including.the fallowi teps: Gutting, ir of bl f
Supply of mmteral TamERvahle BAE 4 Hiieg Hom apdirior BAnels Ge 6o Hpck panel 5"
edge and a ot fsasibetiaBallydidaailialBeing fRvdd HE@ d PlaRacCihddh 8p atéliaA WPRshe fbS;

materi al of each bl ank adjacent the aperture in a direction transverse'to
the plane of tHe WetadRl isiroildiptegl. cApmiral sbeesgene faeashpanehl, 6as cutrtoeiizge t o

extend In the I I Lan, ] ' e} s:_.akrranging.the

ol doedges, oo Scehash RS al BB it Bpdtfli 2k B! I ol ¥t U
t]?p edge andI btnlrnte@puactgﬁTh%ed@gs oﬁdfauS\ sgmeihmd ﬂ'lednh dhte'riai atﬂa?émtlﬁé)_utkhﬂgbrﬁdges
of each panel to formthe barrjer, : met hod of nmapufacturing a
barrier accor dPM %’Sr%!'saFHPiQe‘immei'}? Material jadiagent, | Ftsve(?rsé P8 ﬂg?!wé? %t he
abutting eflyespéivg\Wwawh bg-a Bress iRl diREtSH sUBSRHARAI Herphdicla ol e &(i ng
to claim1, wherein the pair of_i)aqels are joined at the abutting edges by
adhesi ve. 20 4themsheet.hds the matetial adjacant e apesture i7drasdieenrdtown thisymayhbavst

et ari ng & BB ort ! Ggbsldtind Bhé Sh bibrdRolee® ties e sHEG KR AR
wherein the cujurtheg trirh®ediinabeEbant!STRE edged @ ithé @ha@CelrBe thmmed BiiRgd of

manuf act uri ng ‘%?barri er according to any one of the preceding clains
wherein the ap Ef"‘l!ir"é""%tk"epunched using a turret punch 30 7. A nethod of

manuf act ur{mg a baryy i v ; , \
wherein the nethod Iﬂrifctljg}ggap%ﬁgﬁih%&g gggtrgﬁg?]?%cilhgﬁ 9 Ep@rgtgiurrgge Ifdn@t”ﬁgel g’lpank
runa

1 g F E B 2003flanges8neinned fEngech nae 40,0204 free flangeridi mgch of aichone
by seent” e Rofe BB S4B L S Cboll e A
as the drawn material adjacent the at least one aperture 7. This step completes
the formation of the panels 5, 6.
20 The pair of panels §, 6 are positioned adjacent each other such that top
flanges 8, support flanges 9, bottom flanges 10 and free flanges 11 of each panel
5, 8 abut each other. The panels 5, 6 are joined at these flanges by either
welding or using a suitable adhesive.
The drawn material adjacent the at least one aperture 7 with both the free
25 flanges 11 and support flanges 9 combine to form the vertical members 3. The
drawn material adjacent that at least one aperture 7 and the top flanges 8 and
bottom flanges 10 combine to from the horizontal members 4.
It is envisaged that the panels 5, 6 may include a plurality of apertures, as
is illustrated. In which case the drawn material adjacent one aperture 7 will
30 combine with the drawn material of another aperture 7 to form internal members
12 which extend both horizontally and vertically. These internal members will
further increase the transverse rigidity of the movable barrier 1.



5 9. A method of manufacturing a barrier according to any one of the
precedi ng clains wherein the folding step be performed using a prestBF&Ra003
10. A nethod of  manufacturing a barrier according to any one of the

precedi ng clains wherein the nethod includes coating the barrier with

Phe pr eceding ol ar noTiRdne TSVALRCbUERS e Bid] BmBEC Rindel Robfd B 2aBBE AL,
powder. 12. A rie¢ hoppartf flargeud adilst a l@kmgtﬁﬁvweeﬁ o@morbdlatmemadmenom frée t he

precedi ng 15 cl_ai ns repn the hod |n des attachi hi n es to one of
the fol ded si dé'aaa‘aa?“?wbﬁ@nq;sm E?"'et@ Reainted efp rcqates If rrguied.

barrier according t ghanholasleObalrles ﬁ)rﬁgﬁg Ngy Chad re
i ncl udes attaching a OCkol ngede\?lrce to theHotgf\;er fglﬁgﬂ‘@ﬁzobls?lleg%e ge o?dthe

barrier. 255. Atr,qnsy:e.rae rigiditpnavena plangr-pdreaighthe following reasons:
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and/or additions other than those spec:f‘ cally descnbed and it is to be understood
that the invention includes all such variations, modifications, and/or additions

15  which fall within the spirit and scope of the appended claims.
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égyff‘ () mlgc[yi & Sg ): %@ 7o Qﬁf&p%bf@g@@%;@m?‘oa Fq@%éﬁ’/@éﬁ 2ok St H8Qhaving a
S pair of side edges, a top edge and a bottom edge;

punching an aperture in each blank;

drawing the material of each blank adjacent the aperture in a direction
transverse to the plane of the blank;

folding each side edge, top edge and bottom edge to extend in the same

10 direction, forming a pair of panels;

arranging the side edges, top edge and bottom edge of one panel to abut
the side edges, top edge and bottom edge of the other panel, and

joining the abutting edges of each panel to form the barrier.

15 2. A method of manufacturing a barrier according to claim 1, wherein the pair
of panels are joined at the abutting edges by welding.

3. A method of manufacturing a barrier according to claim 1, whereln the pair
of panels are joined at the abutting edges by adhesive.

20
4, A method of manufacturing a barrier according any one of the preceding
claims, wherein the material is mild steel.

5. A method of manufacturing a barrier according to any one of the preceding
25 claims wherein the cutting step includes using a shearing machine.

6. A method of manufacturing a barrier according to any one of the preceding
claims wherein the aperture be punched using a turret punch

30 7. A method of manufacturing a barrier according to any one of the preceding
claims wherein the method Includes punching a plurality of apertures in the blank.
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11. A method of manufacturing a barrier according to any one of the preceding
claims wherein the method includes coating the barrier with a powder.

12. A method of manufacturing a barrier according to any one of the preceding
15 claims wherein the method includes attaching hinges to one of the folded side
edges of the barrier.

13. A method of manufacturing a barrier according to any one of the preceding

claims wherein the method includes attaching a locking device to the other folded
20 side edge of the barrier.
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