WD 2011/038860 Profile el enment and nethod for manufacturing a profile
el ement The present invention relates to a section elenent, in
particular to a 5 structural section, for exanple a dry construction
section, a section for the face of a building, a plaster section, a
screed section, atile section or a cable carrier section or a frane
rail or drainage rail, having an el ongated section body which is in
particular netal or conprises plastic and in which a plurality of
openings are fornmed. The invention is furthernore 10 directed to a
met hod for manufacturing such a section elenment. Section elenents of
this type are used, for exanple, as C shaped upright sections for dry
constructi onwonk@er 10388668 openi ngs provided in the section body of
the section el enent can serve, for exanple, as |eadthrough 15
openings for cables, |lines or other elongated band-shaped or
rope-shaped elenents as well as pipes or other hollow bodies. These
openi ngs can furthernore also serve for ventilation or allowthe
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15 openings for cables, lines or other elongated band-shaped or rope-shaped

elements as well as pipes or other hollow bodies. These openings can
furthermore also serve for ventilation or allow the passing through of filler

materials such as insulating material, for example.

20 In known section elements, these openings are introduced by a punching
procedure, for example. It is disadvantageous in this that the punched out
material forms waste, whereby the manufacturing costs for such section

elements are increased.

25 It is an object of the present invention to provide a section element of the
initially named kind which can be manufactured in a simple and
inexpensive manner and with reduced material effort. Furthermore, a

method for manufacturing such a section element should be provided.



10 portions of the meandering |ongitudinal edges of the two

| ongi tudi nal portions. The part of the object relating to the nethod
is satisfied in accordance with the invention starting froma nethod
of the initially named kind in 15 that two separate |ongitudinal
portions each having a neandering |ongitudinal edge are provided to
produce the section body, wherein the |ongitudinal portions have
regi ons which are regionally bounded by the neandering | ongitudi nal
edges, in that connection nmeans are forned in the regions for

pl uggi ng the | ongitudinal portions together, and in that the 20

| ongi tudi nal portions are noved apart transverse to their

| ongi t udi nal extent so that the region@ of the two | ongitudinal
portions overlap, the longitudinal portions are plugged together via
t he connection neans and the openings are foi wed between portions of
the nmeandering | ongitudi nal edges of the two |ongitudinal portions.
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I ongi tudi nal the regions for plugging the longitudinal portions together, and in that the

20 longitudinal portions are moved apart transverse to their longitudinal
extent so that the regions of the two longitudinal portions overlap, the
longitudinal portions are plugged together via the connection means and
the openings are formed between portions of the meandering longitudinal
edges of the two longitudinal portions.

25
In accordance with the invention, no waste is thus generated for the
production of the openings of the section body so that material can be
saved with respect to a production by punching out, for example. In other
words, a wider design of the section element is achieved with the same

30 quantity of material by the moving apart of two separately formed



portions, starting in each case fromthe nmeandering | ongitudi nal

edge, with the longitudinal portions being plugged together by neans
of the 25 slits. The connection neans are thus forned by sinple slits
in this enbodi nent, which enables a very sinple and i nexpensive

manuf acturing process. 4 tabs projecting into | ocking openings
formed in the overlapping regions of the respective other

| ongi tudi nal portion. The | ocking tabs can in this respect, for
exanpl e, be shaped directly fromthe material of the |ongitudinal
portions. A very sinple and i nexpensive design of the 5 connection
means in the formof |ocking tabs and | ocking openings is also
possible in this enbodi nent. Each | ongid udi nal portion advantageously
includes a plurality of portions, in particular T-shaped or
bar - shaped portions, which are bounded by the 10 neanderi ng

| ongi tudi nal edges and protrude froma region of the respective

| ongi t udi nal lopgituilizal pertipast Regibas oﬁﬁ@dea@t@is@kmr@ms larqyproduced by

I i tudi nal ;stri
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t oget herip 25¢nly in the longitudinal direction of the section element or its longitudinal

portions. The term "transverse" can thus in particular mean perpendicular
or also oblique to the longitudinal extent of the section element or of the

longitudinal portions.

15 The connection means can preferably be made in one piece with the
longitudinal portions. It is, however, also conceivable that the connection
means are made as separate components which are fastened to the

overlapping regions of the longitudinal portions.

20 In accordance with a preferred embodiment of the invention, slits which
extend transverse to the longitudinal direction of the respective
longitudinal portion extend into the overlapping regions of the longitudinal
portions, starting in each case from the meandering longitudinal edge,
with the longitudinal portions being plugged together by means of the

25  slits. The connection means are thus formed by simple slits in this
embodiment, which enables a very simple and inexpensive manufacturing

PTocess.

Alternatively or additionally, locking tabs can advantageously be formed in

30 the overlapping regions of one or both longitudinal portions, said locking



In accordance with a further advantageous enbodi nent of the
invention, the longitudinal portions are connected to one another by
further connection neans in addition to the plug-in connection via

t he connection neans. The | ongitudinal portions can thus, for
exanple, additionally be 30 connected to one another by a pressure
joining process such as clinching 5 or crinping, by clanping,

pi nchi ng, pressing, welding, screw ng, adhesive bonding or riveting
or by any other suitable connection process. This additional
connection can in this respect in particular be provided in the
overl apping regions as well as, optionally in additional regions of
the 5 longitudinal portions. The separdte |ongitudinal portions can
al ready be originally manufactured from separate naterial portions.
They can, for exanple, have the sane or different material

t hi cknesses and can al so conprise the sanme or different 10 materi al s.
The separ at etabspgdiecidigialio pokindoperdiags hivad indeoosiriappgmgishactf ur ed
froman ori g j LI Ay | 0, 4 hi .| east
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possible in this embodiment.

Each longitudinal portion advantageously includes a plurality of portions,
in particular T-shaped or bar-shaped portions, which are bounded by the
10 meandering longitudinal edges and protrude from a region of the
respective longitudinal portion in particular made as a straight-line
longitudinal strip. The named overlapping regions, which project
transverse to the longitudinal extent of the longitudinal portions with
respect to the mutually adjoining longitudinal regions of the longitudinal
15 portions, are formed by the in particular bar-shaped portions or by the
crossbars of corresponding T-shaped portions. In a design as T-shaped
portions, the overlapping regions furthermore project in the longitudinal
direction with respect to the middle bars of the T-shaped portions in the

longitudinal direction of the longitudinal portions.

20
The connection means are preferably made as latch connection means.
Not only the moving apart of the longitudinal portions is thereby limited,
but also an opposite movement to release the plug-in connection is
prevented after a complete plugging together.

25

In accordance with a further advantageous embodiment of the invention,
the longitudinal portions are connected to one another by further
connection means in addition to the plug-in connection via the connection
means. The longitudinal portions can thus, for example, additionally be

30 connected to one another by a pressure joining process such as clinching



20 portions can be achieved by a correspondi ng noving apart of the

| ongi tudi nal portions. Wereas the two | ongitudinal portions can
already be arranged in their starling position for the noving apart
after introduction of the nmeandering slit in the nmanufacture from an
originally one-piece starting material, in the manufacture fromtwo
different material 25 portions the two |ongitudinal portions can
initially be brought into a corresponding starting position with
respect to one another in which, for exanple, edge portions of the
meandering | ongi tudi nal edges of the two | ongitudinal portions form
undercuts in a direction transverse to the |ongitudinal extent of the
section elenent or of the |ongitudinal Bortions. 30 In both cases the
desired plug-in connection can be automatically 6 achieved by the
novi ng apart of the longitudinal portions in a direction transverse
to its longitudinal extent since the correspondi ng connecti on neans
ar e aut onat i @adrippizgoby blamping. pinghigenprassihgr imaling escoardnf aguffiastyeof
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| ongi t udihal lopgitedigabportionst i s al so possible that the |ongitudina
portions are mutually displaced substantially in the |ongitudinal
direction prior to the noving apart of the |ongitudinal portions
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respect advant ageously sel ected so that, on the subsequent noving 15
apart of thediffevegit mpdprial thigknepenssand ean plegicomprise thy samgpr diffasenit o
overl ap g9 thaterddie connecti on neans engage i nto one another. The
regions of the longitudinal portions to overlap are advant ageously
set upward regionally, for exanple bent upward, prior to the noving

apart. |t 20rhSsdpaesieyn@8nsHhfdrighs LRe aRvaMbEeA HPRO BB HIRRNS
actually engage into one another and the two | ongitudi nal portions

cannot be no¥ed ApHENGHY Helermalaralpyigenbnthibrasenat lgaheRt i on
neans. T4 h A n gBelit At 8l @Rt A8 R Ok [RIBItEdRial bRent BVeRtdtRim e set
forth in éhe 25 %&pendent cl ai nms . o )
1 material and by which the starting material is divided into two separate
longitudinal portions can be introduced into an elongate strip-shaped

starting material.

In both cases, the plug-in connection between the two longitudinal

20 portions can be achieved by a corresponding moving apart of the
longitudinal portions. Whereas the two longitudinal portions can already
be arranged in their starting position for the moving apart after
introduction of the meandering slit in the manufacture from an originally
one-piece starting material, in the manufacture from two different material

25  portions the two longitudinal portions can initially be brought into a
corresponding starting position with respect to one another in which, for
example, edge portions of the meandering longitudinal edges of the two
longitudinal portions form undercuts in a direction transverse to the
longitudinal extent of the section element or of the longitudinal portions.

30 In both cases, the desired plug-in connection can be automatically



7 Fig. la schematic perspective representation of a section el enent
made in accordance with the invention; Figs. 2 to 7different

I nternmedi ate steps in the manufacture of a 5section elenment of Fig. 1
made I n accordance with the invention; Fig. 8an internedi ate state of
a material portion for the formati on of a
second section elenent made I n 10accordance with the invention; Fig.
9a perspective detailed view of the representation of Fig. 8; 15 Fig.
10a perspective detailed view of the second section elenent in a
second intei nediate step of the nmanufacture;

6

achieved by the moving apart of the longitudinal portions in a direction
transverse to its longitudinal extent since the corresponding connection
means are automatically brought into engagement during the overlapping
of the regions of the two longitudinal portions on the moving apart. In

5 addition, it is ensured by the connection means that the longitudinal
portions cannot be completely moved apart, but the movement is rather
limited by mutually contacting edges of the connection means after a

complete plugging together of the longitudinal portions.

10 TItis also possible that the longitudinal portions are mutually displaced
substantially in the longitudinal direction prior to the moving apart of the
longitudinal portions transverse to their longitudinal extent to achieve a
desired starting position for the moving apart. The starting position is in
this respect advantageously selected so that, on the subsequent moving

15 apart of the longitudinal portions, the regions to overlap move into overlap

so that the connection means engage into one another.

The regions of the longitudinal portions to overlap are advantageously set

upward regionally, for example bent upward, prior to the moving apart. It
20  is thereby ensured that the provided connection means actually engage

into one another and the two longitudinal portions cannot be moved apart

without mutual engagement of the connection means.

Further advantageous embodiments of the invention are set forth in the

25 dependent claims.

The invention will be described in more detail in the following with

reference to embodiments and to the drawings; there are shown in these:



Fig. 11 20 Fig. 12 Fig. 13 25 Fig. 14 Fig. 15 Fig. 16 30 a further
enbodi ment of the invention; the enbodinment of Fig. 11 in a plugged
together state; a further enbodi nent of the invention; the enbodi nent
of Fig. 13 in a plugged together state; a further view of the

enbodi mrent of Figs. 2 to 7; and a further enbodi nent of the

I nventi on.

Fig. 1 a schematic perspective representation of a section

element made in accordance with the invention;

Figs. 2t0 7 different intermediate steps in the manufacture of a
5 section element of Fig. 1 made In accordance with the
invention;
Fig. 8 an intermediate state of a material portion for the

formation of a second section element made In

10 accordance with the invention;
Fig. 9 a perspective detailed view of the representation of Fig.
8;
15 Fig. 10 a perspective detailed view of the second section

element in a second intermediate step of the

manufacture;

Fig. 11 a further embodiment of the invention;

20
Fig. 12 the embodiment of Fig. 11 in a plugged together state;
Fig. 13 a further embodiment of the invention;

25 Fig. 14 the embodiment of Fig. 13 in a plugged together state;
Fig. 15 a further view of the embodiment of Figs. 2 to 7; and
Fig. 16 a further embodiment of the invention.

30



8 Fig. 1 shows a section element 1 which is made as a C section. The
section elenment 1 includes a section body 2 which has a section web 3
as well as two section linbs 4 |aterally adjoining thereat which are
each 5 angled at a right angle to the section web 3. The free

| ongi t udi nal edges of the section linbs 4 are in turn each angl ed by
90 to formthe C section. The section elenent 1 in accordance with
the invention can generally also be made, for exanple, as a U
section, an L section, a T section, an H section, a hat section or a
Z section. 10 A plurality of openings 5 are fornmed in the section web
3 which can serve, for exanple, as passage openings for cables or

ot her elenents to be laid. The opening® 5 of the section elenent 1
are manufactured without 15 material |oss in accordance with the
invention, as will be explained in nore detail in the following with
reference to Figs. 2 to 7. Fig. 2 shows a material strip 6, for
exanpl e a sheet netal strip, which serves as a starting material for

the section dgdy Zowitietens fel@nfehgﬁ wiich% Akl asihbkeoig, releal | vel y

arrOM/reglon o¥ e material stri IS s In eac ase which is
ultimat el y psedon glemsn 1t inelusies @ Ei?ﬁtlm Bogdy 2fwhichdas @a@e@hpalwqbe@ia@ns

can in each (apgs agd Qééﬂlohtlﬁnﬂﬁhq{ne?ﬁ@eédjgl uﬁg i d R} vhfi@h %?&Eé&ﬁ l'i mbs

4, for exanple, being forned sald furt mat eri al regions by

cor r esporii rﬁglabeech%ﬁ hieblyangle 251:11!@ ﬁft&émémhw@ th Ereealonmtéﬁlr@kﬁégﬁﬁsofu n
the | ongit udhRakcdt BMbs A afelf turn each angled by 90° to form the C section.

The section element 1 in accordance with the invention can generally also
be made, for example, as a U section, an L section, a T section, an H
section, a hat section or a Z section.

10
A plurality of openings b are formed in the section web 3 which can serve,

for example, as passage openings for cables or other elements to be laid.

The openings 5 of the section element 1 are manufactured without
15 material loss in accordance with the invention, as will be explained in

more detail in the following with reference to Figs. 2 to 7.

Fig. 2 shows a material strip 6, for example a sheet metal strip, which
serves as a starting material for the section body 2. Whereas in Figs. 2 to
20 7, only one relatively narrow region of the material strip 6 is shown in
each case which is ultimately used to form the section web 3, further
material regions can in each case adjoin its outer edges 7, 8, with the
section limbs 4, for example, being formed by said further material regions
by corresponding bending over.
25
A meandering slit @ which extends in the longitudinal extent of the
material strip 6 and through which the material strip 6 and thus the
section bedy 2 is divided into two separate longitudinal portions 10, 11 is
formed in the material strip 6. The longitudinal portions 10, 11 are given

30 respective meandering longitudinal edges 12, 13 by the meandering slit 9



material strip 6 and through which the material strip 6 and thus the
section body 2 is divided into two separate |ongitudinal portions 10,
11 is forned in the material strip 6. The |ongitudinal portions 10,
11 are given 30 respective nmeandering |ongitudinal edges 12, 13 by
the meandering slit 9 9 which contact one another seamessly in the
representation in accordance with Fig. 2. The neandering | ongitudi nal
edges 12, 13 include edge portions which respectively extend in the
| ongi tudi nal direction and extend perpendi cul ar thereto, wherein edge
portions 14 of the longitudinal 5 edge 13 formundercuts with edge
portions 15 of the longitudinal edge 13 in a direction transverse to
the | ongitudinal extent of the material@ strip 6 and thus also of the
section element 1. In accordance with Fig. 3, in addition to the
meandering slit 9, slits 16, 17 10 are introduced into the
| ongi tudi nal portions 10, 11 and respectively extend transverse to
the | ongit udvhigh certanhonefanphier|sgagilessti indhe poprebonigtion in atcorfiaece
slits 16 in . hi g 4 he
under cut edg‘g@h%}é, ?ﬁ?x&@%&ﬁ%ﬁ?gé@ﬁ%ﬁdn ﬁgﬁ?‘u |naclq %%?t on 10,
wher eas t he Birtipgs WI@kt@ndctl@bamtm@ ik theelaeglte@@el ﬁrrmhqm@ldmder cut
edges 15, i i i
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formed by the neandering | ongitudinal” edges 12, 13, wth the parts of
the crossbarawst thuselyo shidjserrcon elegrentls, 19 protruding in the

| ongi tudinal direction of the material strip 6 in each case form ng
the regions 28, 29 in which the slits 16, 17 are formed. The T-shaped
portions 18,Imascpidanceratlt Big Acinaddifian fe Hipeganyiunelitdl sligy 16 &

whi ch t hey 25;€re688a¢&1 Rito u{temﬁgﬁbaﬂ@ﬂ Pldnis0ns 13&ndl@spe@ivegnnect ed
to straight-line |ongitudinal strip 8 t he | ongi tudi nal portions

10, 11. T%‘t?}?cbﬁfﬁ‘&é"ecrﬁ%tq mﬁ’a‘PnS‘ﬁ‘é‘E)‘é‘abWt?WeOfst@étl?réﬁﬁ“\ﬂé‘hm?m Pres
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upward in th ane direction fron1t?e pl ane of the material strip
6, as i s sho qrﬁu es 4 into regions 28 of the longitudinal portion 10, whereas

the slits 17 extend, starting in each case from the undercut edges 15, into
15 regions 29 of the longitudinal portion 11. One respective slit 16 and one
respective slit 17 are in this respect arranged so that they are aligned with

one another.

Respective T-shaped portions 18, 19 of the longitudinal portions 10, 11

20  are formed by the meandering longitudinal edges 12, 13, with the parts of
the crossbar of the T-shaped portions 18, 19 protruding in the
longitudinal direction of the material strip 6 in each case forming the
regions 28, 29 in which the slits 16, 17 are formed. The T-shaped portions
18, 19 furthermore include bar-shaped regions 33, 34 via which the

25 crossbars of the T-shaped portions 18, 19 are connected to straight-line
longitudinal strips 36 of the longitudinal portions 10, 11.

To produce the final shape of the section web 3, the undercut edge
portions 14, 15 are initially each set upward or bent upward in the same

30 direction from the plane of the material strip 6, as is shown in Fig. 4.



10 Subsequently, the two |ongitudinal portions 10, 11 are pulled
apart in accordance with two arrows 20, 21 transverse to the

| ongi tudi nal extent of the material strip 6, with the | ongitudi nal
portions 10, 11 being 5 plugged into one another due to the aligned
arrangenment of the slits 16, 17 until the regions 28, 29 of the

| ongi tudi nal portions 10, 11 overlap one another and the ends 22, 23
of the slits 16, 17 disposed within the portions 28, 29 cone into
contact with one another, whereby a further pulling apart of the

| ongi tudi nal portions 10, 11 is prevented. The 10 corresponding state
with conpletely pulled apart |ongitudinal portions 10, 11 is shown in
Fig. 6. The openings 5 bounded by pbPtions 24, 25 of the
meandering | ongi tudi nal edges 12, 13 are sinmultaneously fornmed by the
pul ling apart 15 of the longitudinal portions 10, 11 wi thout materi al
wast e being produced. In addition to the plug-in connection of the

| ongi tudi nal portions 10, 11, they can be connected to one another in
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can in part'PﬂhﬁﬁiQﬁn%%ﬁ&%@s Q9hﬁ%h8§9§§haﬁﬁ@pBﬁﬂhﬁﬁﬁ)%ﬁ<n%ﬁa9%nkhe
T-shaped portions 18 and can extend transverse to

| ongi t udi nal a@%b@'rﬂn%f-het s 43 of| thesfits &% &, dicppsedsypishia ths

relnfOrceneném@@ﬁg§83§9c&HEQHuﬁ&ﬁﬁQQAMMhBHQah@ﬂﬂ&twﬂhﬁﬁ&adhﬁ&%}lOn of
the materi al portlon d which can in particular be 11 connected

to the reinfl Eﬁﬁéﬁﬁrtﬁgé}a‘% lopgitudinal PeFiRs F&rineld RrAveied (1&i ons of

the | ongid udiditdspBHEGRS statedsith SomPRMly Pkl Gpart lodfiuBAROSIHBAE 18h0wWn

in Figs. 8 to 10 onIy differs fromthe previously
11 is showrl in Fig. 6.

The openings b bounded by portions 24, 25 of the meandering
longitudinal edges 12, 13 are simultaneously formed by the pulling apart
15 of the longitudinal portions 10, 11 without material waste being produced.

In addition to the plug-in connection of the longitudinal portions 10, 11,
they can be connected to one another in accordance with Fig. 7 by further
connection means such as welding seams 27. The welding seams 27 or

20 other suitable connection means extend in this respect in particular also
beyond the slits 16, 17 as well as beyond the overlapping regions 28, 29 of
the longitudinal portions 10, 11.

As is indicated in Fig. 7, reinforcement beads 32 can be formed in the

25 material portion 6. These reinforcement beads can in particular be formed
in the web-shaped regions 33, 34 of the T-shaped portions 18, 19 and can
extend transverse to the longitudinal extent of the material portion 6.
Corresponding reinforcement beads 35, which extend in the longitudinal

direction of the material portion 6, and which can in particular be



5 descri bed enbodinent in that, instead of the slits 16, 17, | ocking
tabs 30 as well as |ocking openings 31 are forned in the regi ons 28,
29 of the longitudinal portions 10, 11. The locking tabs 30 can in
this respect, for exanple, be shaped directly 10 fromthe portions
28, 29, as can in particular be recognized fromFig. 9. On the noving
apart of the longitudinal portions 10, 11 transverse to their

| ongi tudi nal extent, the free ends of the |ocking tabs 30 enter into
t he | ocki ng openings 31 until the end state shown in Fig. 10 is
reached in which the [ ocking tabs 30 project through the | ocking
openings 31 and 15 prevent a further nutual noving apart of the

| ongi tudi nal portions 10, 11. To facilltate an introduction of the

| ocking tabs 30 into the |ocking openings 31, the regions 28, 29 of

t he | ongitudinal portions 10, 11 containing the |ocking tabs 30 and

t he | ocki ng openings 31 can be bent out of the plane of the materi al
strip 6 in opposricd tdithectintmeerhertidreads %€ @@ oy badorapalin the regiens

| ongi t udi nal }&ﬂ% n i of Fig. 11, the
connection ﬁggﬁém%révﬁégge?%a%tbwiggﬁgﬁggggﬂgrg made as | atching tabs
37. The latching tabs 37 are shaped out of the material of the

I ongi t udi nal RoghihoM tisﬁo‘%sjfﬁ% g‘%% N ﬁ%ﬁg%lif?és %\&?ug%gfépfeog@%

chanber 38 having a free end so have at chi ng
adj oi ni ncP t Higseribed pabedmerdtindhal insiead ghidierslids Agl 1'pdeeking tahs 3012

The connectiww@rﬁag%dgwéﬁr@]@%&si hEe foBens B8 rdAchIBH DA the

bri dge-shaped tabs 40 which aré fornmed out of theé material of the
| ongi t udi nallop&itedigal pertiogs AS, ¢an be recogni zed from Fig. 12, the
| at ching tabs 37 pass through the bridge-shaped tabs 40 on the noving
apart of the |ongitudinal portions 10, 11, whereby a |atch connection
of the | ongi ThisloRkingdabs pBranin thisdesaedtsion sxmpdbe shapsst dise@bndi ng

bri dge- si@peglothahs pARisieal 80 ABaRrif\Hae8eaf BE r&62AREE fond Fide.
enbodi ment in accordance with Figs. 8 to 10 instead of the ta

openi ngs 31.90Ahe RyingRRart Aeths iPagtadinaprertionpd 0461 depnsesisedg their
downwar dl y iBngi@GdineP&eeRt th®fret BRASBE Bd 1Bbking kA BO Gnid0M e
regions 28, so that the Iockinghtabs 30 can enter directly into the

bri dge- shapedFaBSPFEED it HE ST S SEPF IR kel § rigrehidt Ral
portions 10 wR@hlhe locking tabs 30 project through the locking openings 31 and

15 prevent a further mutual moving apart of the longitudinal portions 10, 11.
To facilitate an introduction of the locking tabs 30 into the locking
openings 31, the regions 28, 29 of the longitudinal portions 10, 11
containing the locking tabs 30 and the locking openings 31 can be bent
out of the plane of the material strip 6 in opposite directions before the

20 moving apart of the longitudinal portions 10, 11.

In the embodiment of Fig. 11, the connection means provided in the
regions 29 are made as latching tabs 37. The latching tabs 37 are shaped
out of the material of the longitudinal portion 11 in the regions 29 and

25 have a run-on chamber 38 having a free end and also have a latching
chamfer 39 adjoining thereto and connected to the longitudinal portion
11.



A further enbodi ment of the invention is showm in Figs. 13 and 14 in
whi ch T-shaped portions are not fornmed by the nmeandering slit 9, but
rat her web -shaped portions 41, 42 which each protrude fromthe 20
straight-line longitudinal strips 36 of the |ongitudinal portions 10,
11 and extend transverse to the |longitudinal extent of the materi al
portion 6. The web -shaped portions 41, 42 in this enbodi nent include
the regions 28, 29 in which the connection neans are provided, in the
exanpl e as | ocking tabs 30 and | ocki ng openi ngs 31. The connection
means can generally 25 also be nade as | atching tabs and as

bri dge-shaped tabs in this case for exanple, or in any other suitable
manner . To bring the regions 28, 2912nto overlap on the noving
apart of the longitudinal portions 10, 11, in this enbodi nent, the

| ongi tudi nal portions 30 10, 11 are first nutually displaced in the

| ongi tudinal direction in 13 accordance with arrows 43, 44 until in
each case a Tehcamiegphen mesesimavided &y drd mgiong ewre-madpasbpdeei on 42.
Subsequent | Venduag thoidb e ate RN QNS of the bt oMBYEMnaRA o] N
accordance wth arrows 45, 46 until|l the [ocking tabs 30 engage into
the | ocki ng Bé&RPngs 31, as is shown in 5 Fig. 14. In contrast to the
previ ously descri bed enbodi nents, in this enbodi nent, the openings 5
are not alternately offset, but rather made lying directly behind one
anot her ih theciphyirecdniad fgm &g i18n thnlgtehing taby 3f gesstaengh Hze can

be recogni zegidgOMfricd tahéd 401 e rﬁé\ﬂn?ﬁpﬁﬁ%gﬂé TR aRM bBRions
representation of Fi 5 that the setting upward of the re

Fi'g. S pwar ] ions 28,
29 can al so t@Kel prhsEebiarh copeeson Qféhéb%i“fg}tuéllmatlt?@“ll%l‘? aafddl
portions 10,iskkhged, that the outwardly di sposed part regions 28, 29
arising by the slits 16, 17 are raised at their free ends so that the
slits 16 17 are flared sonmewhat. In this manner, a secure 15 plugging

t oget her1@f thgedfngiidBiidgd-sRAidd @Bs 4bbanldis®Be bR&/idON ifhideaRaié, | S
ensur ed. Fig. 16 shows an enbodi nent. of the invention which is
adni ttedly bEs®E FPIWReEL 3SR FRESH Elgsui B dOppgicas of fhetabt he
neanderi ng sépenifed $1.MAdBIS2Ass R Britile-dthpedt5bape@apekidnans 18, 29
are produced. To ufacture the sg tion el enent 1, howev on_t he

other hand, SHETFBREY PLEASTSE o0t PhE TOterEL Siruine rem MeerdipRy 25
di spl aced i nsd heathagickiih tadk 30 d@Cdritondira@lydiess thdedd -t peagabs t o
e - shaba FS8rhE R EERGT Of e PPeRtiBa B R 4 116 | i e on one
another. Only in the next step are the |ongitudinal portions 10, 11
ol ugged | nt o OREEEBE R P ol s S P e L Ther gPlego S apa Wi 1
Fig. 16. which T-shaped portions are not formed by the meandering slit 9, but
rather web -shaped portions 41, 42 which each protrude from the
20 straight-line longitudinal strips 36 of the longitudinal portions 10, 11 and
extend transverse to the longitudinal extent of the material portion 6. The
web -shaped portions 41, 42 in this embodiment include the regions 28,
29 in which the connection means are provided, in the example as locking
tabs 30 and locking openings 31. The connection means can generally
25 also be made as laiching tabs and as bridge-shaped tabs in this case, for

example, or in any other suitable manner.

To bring the regions 28, 29 into overlap on the moving apart of the
longitudinal portions 10, 11, in this embodiment, the longitudinal portions

30 10, 11 are first mutually displaced in the longitudinal direction in



14 In this variant, the openings 5 which arise have enl arged

di nrensions wth respect to the previously described enbodi nents, both
in length and in the transverse direction. 5 The connection neans in
this variant, as in all other variants, can also not only be forned
by slits, but also by the remaining described kinds of connection
means. I n another respect, the enbodinents in accordance with Figs. 8
to 16 can 10 include all the features described with respect to the
enbodi ment of Figs. 2 to 7. The longitudinal portions 10, 11 of these
further enbodiments can in particular also be connected to one

anot her by additional connection neans after the conplete noving
apart, as has al ready been described wWi¥h respect to the first

enbodi nent. 15 15 Reference nuneral |ist 1lsection element 5 2section
body 3section web 4section |inb 5openings

accordance with arrows 43, 44 until in each case a web -shaped section
41 overlaps a web -shaped portion 42. Subsequently, the longitudinal
portions 10, 11 are moved apart in accordance with arrows 45, 46 until
the locking tabs 30 engage into the locking openings 31, as is shown in

5 Fig. 14. In contrast to the previously described embodiments, in this
embodiment, the openings 5 are not alternately offset, but rather made
lying directly behind one another in the longitudinal direction and have a

large width, as can be recognized from Fig. 14.

10 It can be recognized from the representation of Fig. 15 that the setting
upward of the regions 28, 29 can also take place before the moving apart
of the longitudinal portions 10, 11 such that the outwardly disposed part
regions 28', 29' arising by the slits 16, 17 are raised at their free ends so
that the slits 16 17 are flared somewhat. In this manner, a secure

15 plugging together of the longitudinal portions 10, 11 on the moving apart

is ensured.

Fig. 16 shows an embodiment of the invention which is admittedly based
on the section pattern shown in Fig. 2, i.e. the meandering slit 9 is made
20 such that the T-shaped portions 18, 29 are produced.

To manufacture the section element 1, however, on the other hand, the
longitudinal portions 10, 11 are first mutually displaced in the
longitudinal direction, as described with regard to Figs. 13 and 14, in

25 accordance with the arrows 43, 44 until the web -shaped regions 33, 34 of
the T-shaped portions 18, 19 lie on one another. Only in the next step are
the longitudinal portions 10, 11 moved apart transverse to their
longitudinal extent until they are plugged into one another by means of
the slits 16, 17, as is shown in Fig. 16.

30



6rmat eri al

strip 10 7outer edge 8outer edge 9neandering slit

10l ongi tudi nal portion 11l ongitudinal portion 15 12neanderi ng

| ongi t udi nal

edge 13neandering | ongitudi nal edge 1l4edge portions

15edge portions 16slits 20 17slits 18T-shaped portions 19T-shaped
portions 20arrow

10

15

14

In this variant, the openings 5 which arise have enlarged dimensions with
respect to the previously described embodiments, both in length and in

the transverse direction.

The conmection means in this variant, as in all other variants, can also not
only be formed by slits, but also by the remaining described kinds of

connection means.

In another respect, the embodiments in accordance with Figs. 8 to 16 can
include all the features described with respect to the embodiment of Figs.
2 to 7. The longitudinal portions 10, 11 of these further embodiments can
in particular also be connected to one another by additional connection
means after the complete moving apart, as has already been described

with respect to the first embodiment.



2larrow 25 22end of the slit 16 23end of the slit 17 24portions of

t he meandering | ongi t udi nal

edges 12,

13 25portions of the neandering

| ongi tudi nal edges 12, 13 27wel d seans 30 28over| appi ng regi ons
28' part region of 28 29overl appi ng regions 29 part region of 29
30l ocking tabs 5 31l ocki ng openi ngs 32rei nforcenent beads 33web

- shaped regi ons

15

Reference numeral list

portions of the meandering longitudinal edges 12, 13

portions of the meandering longitudinal edges 12, 13

1 section element
5 2 section body

3 section web
4 section limb
5 openings
6 material strip

10 7 outer edge
38 outer edge
9 meandering slit
10 longitudinal portion
11 longitudinal portion

15 12 meandering longitudinal edge
13 meandering longitudinal edge
14 edge portions
156 edge portions
16 slits

20 17 slits
18 T-shaped portions
19 T-shaped portions
20 arrow
21 arrow

25 22 end of the slit 16
23 end of the slit 17
24
25
27 weld seams

30 28 overlapping regions



34web -shaped regions 35reinforcenment beads 10 36l ongitudinal strip
37l atching tab 38run-on chanfer 39l atch chanfer 40bri dge-shaped tabs
15 41web -shaped portions 42web -shaped portions 43arrow 44arrow
45arrow 20 46arrow 17

16

28 part region of 28
29 overlapping regions
29 part region of 29
30 lecking tabs
5 31 locking openings
32 reinforcement beads
33 web -shaped regions
34 web -shaped regions
35 reinforcement beads
10 36 longitudinal strip
37 latching tab
38 run-on chamfer
39 latch chamfer
40 bridge-shaped tabs
15 41 web -shaped portions
42 web -shaped portions
43 arrow
44 arrow
45 arrow

20 46 aArrow



Claims 5 1. A section element, in particular a structural section, for
exanple a dry construction section, a section for the face of a

buil ding, a plaster section, a screed section, atile section or a
cable carrier section or a frane rail or drainage rail, having an

el ongated section body (2) which is in particular netal or conprises
plastic and in 10which a plurality of openings (5) are forned,
characterized in that the section body (2) includes at |east two
separately forned | ongitudinal portions (10, 11); in that
each | ongitudinal portion (10, 11) includes a nmeandering

15l ongi tudi nal edge (12, 13); in that the |ongitudinal portions (10,
11) have nutually overl appi ng regi ons Y28, 29) which are regionally
bounded by the meandering | ongitudinal edges (12, 13); in that
connection neans (16, 17; 30, 31; 37, 40) are formed in the
20over | apping regions (28, 29) via which the |ongitudinal portions
(10, 11) are plugged together in a direction transverse to their

| ongi t udi nal extent; and in thaElaims openi ngs (5) are forned
bet ween portions (24, 25) of the meandering |ongitudinal edges (12,
13) of the two | ongitudinal 25portions (10, 11). 2. A section el enment
in accordance with claim11 characterized in that slits

(16, 17) sxtend, Askafidd BemeRt 8aGHhraasEr hr@Mdhen atHE T G&ample a
30l ongi tudi nal edge (12, 13), into the overl appi ng regions (28, 29)
of dry construction section, a section for the face of a building, a
plaster section, a screed section, a tile section or a cable carrier
section or a frame rail or drainage rail, having an elongated section
body (2) which is in particular metal or comprises plastic and in
10 which a plurality of openings (5) are formed,
characterized in that
the section body (2) includes at least two separately formed
longitudinal portions (10, 11);
in that each longitudinal portion (10, 11) includes a meandering
15 longitudinal edge (12, 13);
in that the longitudinal portions (10, 11) have mutually overlapping
regions (28, 29) which are regionally bounded by the meandering
longitudinal edges (12, 13);
in that connection means (16, 17; 30, 31; 37, 40) are formed in the
20 overlapping regions (28, 29) via which the longitudinal portions (10,
11) are plugged together in a direction transverse to their
longitudinal extent;
and in that the openings (5} are formed between portions (24, 25) of
the meandering longitudinal edges (12, 13) of the two longitudinal
25 portions (10, 11).

2. A section element in accordance with claim 1,
characterized in that
slits (16, 17) extend, starting in each case from the meandering

30 longitudinal edge (12, 13), into the overlapping regions (28, 29) of



18 the longitudinal portions (10, 11) and extend transverse to the

| ongi tudi nal extent of the respective |ongitudinal portion (10, 11);
and in that the longitudinal portions (10, 11) are plugged together
by neans of the slits (16, 17). A section elenent in accordance with
claim1 or claim?2, characterized in that |ocking tabs (30, 37) are
formed in the overlapping regions (28, 29) of one or both

| ongi tudi nal portions (10, 11) and project into | ocking openings (31,
40) formed in the overlapping regions (28, 29) of the respective

ot her |ongitudinal portion (10, 11). A section elenent in accordance
with at | east one of the preceding clains, characterized in that each
| ongi tudi nal portion (10, 11) i ncl udesl@ pIurallty of portions (18,
19, 41, 42), in particular T-shaped or web-shaped portions, which are
bounded by the meandering |ongitudinal edges (12, 13) and protrude
froma region of the respective longitudinal portion (10, 11) in
particul ar for methalyngitydngl Qﬂiuolnisr[gosﬂ Jiagd aaynd Kasevarpo Bleement in

accordance with @&nght%aﬁ{am%n@fof&teereef)@&ﬁ;@lﬁgglﬁicﬁhﬂspd‘rhaﬁ@m elrlézed in

t hat the connection neans are made as | atch connecti on nmeans
40). A section ePBfénthitihgdengitiding RattiAnatl( ddsaroplegssd tagether

precedi ng cl ai ms p¢hadREtAhe 8htsi (M6l At
5
3. A section element in accordance with claim 1 or claim 2,

characterized in that
locking tabs (30, 37) are formed in the overlapping regions (28, 29)
of one or both longitudinal portions (10, 11) and project into locking

10 openings {31, 40) formed in the overlapping regions (28, 29) of the
respective other longitudinal pertion (10, 11}.

4. A section element in accordance with at least one of the preceding
claims,
15 characterized in that
each longitudinal portion (10, 11) includes a plurality of portions
(18, 19, 41, 42), in particular T-shaped or web-shaped portions,
which are bounded by the meandering longitudinal edges (12, 13)
and protrude from a region of the respective longitudinal portion

20 (10, 11) in particular formed as a straight-line strip (36).

5. A section element in accordance with at least one of the preceding
claims,
characterized in that

25 the connection means are made as latch connection means (37, 40).

6. A section element in accordance with at least one of the preceding
claims,

characterized in that



19 the longitudinal portions (10, 11) are connected to one another by
further connection nmeans (27) in addition to the plug-in connection
via the connection neans (16, 17; 30, 31, 37, 40). 5 7. A section

el ement in accordance with claim®6, characterized in that the

| ongi tudi nal portions (10, 11) are in particular additionally
connected to one another by a pressure joining process such as
clinching or crinping, by clanping, pinching, pressing, welding,
10screwi ng, adhesive bonding or riveting. 8. A nethod for

manuf acturing a section elenent, in particular a structural section,
for exanple a dry construction section, a section for the face of a
buil ding, a plaster section, a screed S®ction, a tile 15section or a
cable carrier section or a frane rail or drainage rail, having an

el ongated section body (2) which is in particular nmetal or conprises
plastic and in which a plurality of openings (5) are formed

characterized i ntftq%a%lg%mn%g%nt@pé (1 &nigh eaelFerareckst ta gifsanotber By)
each having a Zoﬁ&M%ohﬁgctk&ﬂﬂﬂeBHQ{m% @dgﬁmhlta thd Jlu@ifcdirR¢tiged to

produce the section body (2,) with the i tudinal portlons (10, 11)
havi ng regions (98 thoepangation means UG 63&? Yy holind8Y by the
meandering |ongitudinal edges (12, 13); in that connection neans

(16, 17; 30, 31, 37, .40) are fornmed.in the 25regions (28, 29) for the
pl uggi ng & odet hef SSFtl?fhéleFt?ﬁléP‘t‘ AsRArGsOPith SéM80, 11); and

characterized in that

the longitudinal portions (10, 11) are in particular additionally
connected to one another by a pressure joining process such as
clinching or crimping, by clamping, pinching, pressing, welding,

10 screwing, adhesive bonding or riveting.

8. A method for manufacturing a section element, in particular a
structural section, for example a dry construction section, a section
for the face of a building, a plaster section, a screed section, a tile

15 section or a cable carrier section or a frame rail or drainage rail,
having an elongated section body (2) which is in particular metal or
comprises plastic and in which a plurality of openings (5) are formed
characterized in that
two separate longitudinal portions (10, 11) each having a

20 meandering longitudinal edge (12, 13) are provided to produce the
section body (2,) with the longitudinal portions (10, 11) having
regions (28, 29) which are regionally bounded by the meandering
longitudinal edges (12, 13);
in that connection means (16, 17; 30, 31, 37, 40) are formed in the

2b regions (28, 29) for the plugging together of the longitudinal portions
(10, 11); and
in that the longitudinal portions (10, 11) are moved apart transverse
to their longitudinal extent such that the regions of the two
longitudinal portions (10, 11) overlap, the longitudinal portions {10,
30 11) are plugged together via the connection means (16, 17; 30, 31,



in that the |ongitudinal portions (10, 11) are noved apart transverse
to their longitudinal extent such that the regions of the two

| ongi tudi nal portions (10, 11) overlap, the | ongitudinal portions
(10, 3011) are plugged together via the connection neans (16, 17; 30,
31, 20 37, 30); and the openings (5) are forned between portions
(24, 25) of the neandering |ongitudinal edges (12, 13) of the two

| ongi tudi nal portions (10, 11). 5 9. A nethod in accordance with
claim8 characterized in that at |east one neandering slit (9) which
extends in the longitudinal extent of the starting nmaterial (6) and
by which the starting material (6) is divided into the two separate

| ongi tudi nal portions (10, 11) is 10i nf? oduced into an el ongated
strip-shaped starting material (6). 10. A method in accordance with

claim8 or claim9 characterized in that t he | ongi tudi na
portions (10, llé are noved apart substantially 15perpendicul ar to
their |ongitudinaf- %t 8nd the epenings ) sae famgddistwesit Bostions (3¢ 4B 88t

one of the clai ”&@m%%&&’ingff&ﬁ@ﬁﬁ&&@ g@gksi (12! Ttortthe th® NEighiudinal
portions (10, 11) are nutually displaced 20substantially in the
| ongi t udi nal di r BEE4S (b8f bPe” t he noving apart of

5 9. A method in accordance with claim 8,
characterized in that
at least one meandering slit (9) which extends in the longitudinal
extent of the starting material (6} and by which the starting material
(6) is divided into the two separate longitudinal portions (10, 11} is
10 introduced into an elongated strip-shaped starting material (8).

10. A method in accordance with claim 8 or claim 9,
characterized in that
the longitudinal portions (10, 11) are moved apart substantially
15 perpendicular to their longitudinal extent.

11. A method in accordance with at least one of the claims 8 to 10,
characterized in that
the longitudinal portions {10, 11) are mutually displaced
20 substantially in the longitudinal direction before the moving apart of
the longitudinal portions (10, 11) transverse to their longitudinal

extent.

12. A method in accordance with at least one of the claims 8 to 11,
25 characterized in that
slits (16, 17) are formed for the production of the connection means
which respectively extend from the meandering longitudinal edge
(12, 13) into the regions (28, 29) of the longitudinal portions (10, 11)
and extend transverse to the longitudinal extent of the respective

30 longitudinal portion (10, 11).



t he | ongi tudinal portions (10, 11) transverse to their |ongitudinal
extent. 12. A nethod in accordance wth at |east one of the
clainms 8 to 11, 25characterized in that slits (16, 17) are forned for
t he production of the connection nmeans which respectively extend from
t he meandering | ongitudi nal edge (12, 13) into the regions (28, 29)
of the longitudinal portions (10, 11) and extend transverse to the
| ongi tudi nal extent of the respective 30l ongitudinal portion (10,
11). 21 13. A nethod in accordance with claim 12, characterized in
t hat t he | ongi tudi nal portions (10, 11) are plugged
together along the slits 5(16, 17). 14. A nethod in accordance with
at least one of the clains 8 to 12, chafacterized in that to pr oduce
t he connection neans, |ocking tabs (30, 37) and | ocki ng 10openi ngs
(31, 40) are forned in the regions of the |ongitudinal portions (10,
11); and in that the | ocking tabs (30, 37) engage into the | ocking
openi ngs (31, 40) on the noving apart of the |ongitudinal sections
(10, 11). 15415. AAmémbhag abeordeaed #anceiw 14, at | east one of the
clains 8 to 12, characteréze in that

characierized in that

the longitudinal portions (10, 11} are plugged together along the slits

5 (16, 17).

14. A method in accordance with at least one of the claims 8 to 12,
characterized in that
to produce the connection means, locking tabs (30, 37) and locking
10 openings (31, 40) are formed in the regions of the longitudinal
portions (10, 11); and in that the locking tabs (30, 37) engage into
the locking openings (31, 40} on the moving apart of the longitudinal

sections (10, 11).

15 15. A method in accordance with at least one of the claims 8 to 12,
characterized in that

the longitudinal portions (10, 11) are latched to one another.

16. A method in accordance with at least one of the claims 8 to 15,
20 characterized in that
the regions (28, 29) of the longitudinal portions (10, 11) are set

upward at least regionally before the moving apart.

17. A method in accordance with at least one of the claims 8 to 16,
25 characterized in that
the longitudinal portions (10, 11) are additionally connected to one
another after the moving apart in particular by a pressure joining
process such as clinching or crimping, by clamping, pinching,
pressing, welding, screwing, adhesive bonding or riveting.
30



the | ongi tudinal portions (10, 11) are |atched to one another.

16. A nethod in accordance wth at |east one of the clains 8 to 15,
20characterized in that the regions (28, 29) of the |ongitudinal
portions (10, 11) are set upward at |east regionally before the
novi ng apart. 17. A nethod in accordance with at |east one of
the clains 8 to 16, 25characterized in that the |ongitudinal portions
(10, 11) are additionally connected to one another after the noving
apart in particular by a pressure joining process such as clinching
or crinping, by clanping, pinching, pressing, welding, screw ng
adhesive bonding or riveting 22 18. A nethod in accordance with at

| east one of the claims 8 to 17, charatferized in that the method is
configured for the manufacture of a section elenent (1) in accordance
with at | east one of the clains 1 to 7.

18. A method in accordance with at least one of the claims 8 to 17,
characterized in that
the method is configured for the manufacture of a section element

(1) in accordance with at least one of the claims 1 to 7.



