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windows. As mentioned above, the invention is intended The present
invention relates to an arrange-   to be used for lightweight bodies/cabins
and it nent by and a method for the production of bod-   assumes therefore
that the side door is combined ies/cabins for lightweight vehicles, by
which the   5   as/with window. Preferably, the whole door should
bodies/cabins are  moulded/cast/blow  moulded,    be made of an
impact-resistant, transparent plastic. mainly with floor, sidewall and roof
in one piece, by  The internal roll-over safety bars curve toward the means
of floating/spot-free devices for secur-    ceiling has a greater radius
than that of the adja- ing/fixing the cabin to the vehicle's roll-over
safety  cent part of the plastic body/cabin. This means that bars and floor
frame/chassis.                 10  it allows for varying expansions and
shrinkage of For the building of car bodies/cabins, it has  the plastic and
metal parts when temperatures been normal to use a metal frame with plates
change. welded on as bodywork. This is possible when the     The invention
can be produced in various plates and the framework are both metallic.
Build-  ways, and the enclosed drawing of details shows ing bodies/cabins
with glass-fibre reinforced Poly-  15  one means of production, where A
shows the ester has been tried, but it proves to be extremely  body/cabin
part with a recessed area (K) for the work-intensive. It necessitates a
substantial amount  door opening. B shows the cut out door opening, of
handwork being built up in layers and thus    with the cut edge forming an
end projection D a making the bodies expensive. The fixing between a
slight distance from an angular portion Innermost in metal framework and
the plastic bodyparts by   20  the recessed area. A profile C envelops the
remain- screws or rivets creates local stresses.          ing end of the
angular portion and the end projec- Metal bodies have therefore more or
less con-  tion D, and fastens the body/cabin A floatingly to trolled the
market, but these are heavy and have  the roll-over bars framework E, which
can be round disadvantages such as corrosion and the like.     or square.
The profile C can be fixed to the roll- Comprehensive galvanization and
paint treatment  25  over bars framework E by e.g. means of screws or have
been necessary, but the problems still exist.  rivets. The profile C has an
extension on the side Another drawback is that the bodies are getting   of
the door and window intended for hinges G, for very heavy, which has
impeded the development of  fastening the hinges. The profile C is also
used to small, lightweight vehicles.                      fasten a
weatherstrip/gasket F around the door and SE-C-106481 describes a
body/cabin assembly  30  windows. The windscreen L can likewise overlap for
small, lightweight vehicles with a plastic    the roll-over bar framework E
at the back and is body/cabin formed with inward recesses defining
secured by the profile C. door/window apertures, an interior framework
mounted on the floor of the assembly and profiles  Claims connected to the
inward edge of the apertures and   35 fixed to the framework. The profiles
are, however,  1. A body/cabin assembly for small, lightweight fixedly
connected to the inward edge of the ap-       vehicles with a plastic
body/cabin (A) formed ertures and the apertures are only lightly recessed
with inward recesses defining door/window ap- from the side wall of the
body/cabin. This leads to     ertures (B), an interior framework mounted on
problems with rigidity in the body/cabin and the   40  the floor of the
assembly, profiles (C) con- fixed connection between the body/cabin and the
nected to the inward edge of the apertures and framework by means of the
profiles may not be         fixed to the framework (E). desirable when they
are materials of differing ther-     characterized in that the inward
recesses mal expansion.                                        comprise a
first part directed inwardly from the The present invention improves on
this ar-  45    side wall of the cabin and a second part di- rangement by
the features of the characterizing       rected into the aperture (B), the
profiles (C) clause of claim 1, in one aspect and provides an      being
connected in a slidable manner around improved method of producing a
body/cabin as-        the free ends (D) of the second parts to allow sembly
as set out in claim 2, in another aspect.     relative  sliding  movement
between  the Optional features of the invention are set out in  so
body/cabin and the framework. the remaining claims, and these Include the
pos- sibility of securing the weatherstrip/gasket around  2. A method for
producing a stiffened body/cabin the doors and windows. It is assumed that
these       assembly for small, lightweight vehicles, by opening shall not
have sharp-angled corners, but      which  an  outer shell of a
lightweight preferably rounded ones with a radius of 20 mm or  55
body/cabin (A) is produced by moulding or more. The profiles are, according
to the Invention,   casting  with  inward  recesses  defining 



also intended to cover the plastic edges resulting    door/window apertures
(B), the assembly fur- from the cutting out of openings for doors and
ther comprising an interior framework (E) 2    EP 0 485 457 B1
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devices for secur-     ceiling has a greater radius than that of the adja-
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door and SE-C-106481 describes a body/cabin assembly  30  windows. The
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plastic    the roll-over bar framework E at the back and is body/cabin
formed with inward recesses defining    secured by the profile C.
door/window apertures, an interior framework mounted on the floor of the
assembly and profiles  Claims connected to the inward edge of the apertures
and   35 fixed to the framework. The profiles are, however,  1.  A
body/cabin assembly for small, lightweight fixedly connected to the inward
edge of the ap-       vehicles with a plastic body/cabin (A) formed ertures
and the apertures are only lightly recessed   with Inward recesses defining
door/window ap- from the side wall of the body/cabin. This leads to  .
ertures (B), an interior framework mounted on problems with rigidity in the
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of the apertures and framework by means of the profiles may not be
fixed to the framework (E). desirable when they are materials of differing
ther-      characterized in that the inward recesses mal expansion.
comprise a first part directed inwardly from the The present invention
improves on this ar-  45     side wall of the cabin and a second part di-
rangement by the features of the characterizing       rected into the
aperture (B), the profiles (C) clause of claim l. in one aspect and
provides an      being connected in a slidable manner around improved
method of producing a body/cabin as-         the free ends (D) of the
second parts to allow sembly as set out in claim 2, in another aspect.
relative  sliding  movement  between  the Optional features of the
invention are set out in  50  body/cabin and the framework. 



the remaining claims, and these include the pos- sibility of securing the
weatherstrip/gasket around  2. A method for producing a stiffened
body/cabin the doors and windows. It is assumed that these        assembly
for small, lightweight vehicles, by opening shall not have sharp-angled
corners, but      which  an  outer shell of a  lightweight preferably
rounded ones with a radius of 20 mm or  55  body/cabin (A) is produced by
moulding or more. The profiles are  according to the invention,   casting
with  inward  recesses  defining also intended to cover the plastic edges
resulting    door/window apertures (B), the assembly fur- from the cutting
out of openings for doors and        ther comprising an interior framework
(E) 2    3                 EP 0 485 457 B1                   4 mounted on
the floor of the assembly, the         blow moulding. body/cabin being
connected at the inward edges of the apertures by profiles fixed to the
PatentansprUche           c   L       S framework, characterized in that
the inward recesses   5   1. Aufbau-/Fahrgastraum-Einheit fOr kleine,
leichte are formed with a first part directed inwardly    Fahrzeuge mit
einem Aufbau/Fahrgastraum (A) from the side wall of the cabin and a second
aus Kunststoff, der mit nach innen gerichten, part directed into the
aperture (B), the profiles  TOr-/Fensteroffnungen (B) bezeichnenden Aus-
(C) being connected in a slidable manner ar-      sparungen gebildet ist,
einer auf dem Boden ound the free ends (D) of the second parts to  *o  der
Einheit gehalterten Innen-Rahmenkonstruk- allow relative sliding movement
between the       tion, mit der Innenkante der Offnungen verbun- body/cabin
and the framework.                     denen und an der Rahmenkonstruktion
(E) be- festigten Profilsticken (C), dadurch gekenn- 3. A method as claimed
in claim 2, characterized      zeichnet, daB die nach innen gerichteten
Aus- in that the door and window apertures (B) in  15  sparungen ein
erstes, von der Seitenwand des the body/cabin shell (A) are cut out from a
Fahrgastraums aus nach innen gerichtetes recessed area (K) with an Inward
curve of         Teilstick und ein zweites, in die Offnung (B)
approximately 90  from the outside and in-        gerichtetes TeilstUck
umfassen, wobel die Pro- wards, terminating with an angular portion, the
filstUcke (C) verschiebbar um die freien Enden cutting out/trimming of the
apertures (B) being   20  (D) der zweiten TeilstUcke verbunden sind, um
carried out leaving an end projection (D) from    eine relative
Schiebabewegung zwlschen dem the angular portion.
Aufbau/Fahrgastraum  und der Rahmenkon- struktion zu ermoglichen. 4. A
method as claimed in claims 2 and 3, char- acterized in that one
bar/framework (E) is posi-  25  2. Verfahren zur Herstellung eaner
versteiften Auf- tioned on either side of the door apertures (B),
bau-/Fahrgastraum-Einheit fUr kWeine, leichte adjacent to and covered by
plastic from the       Fahrzeuge, durch welches Wine fufere HUlle
body/cabin on at least two sides.                eanes  leichten
Aufbaus/Fahrgastraums  (A) durch Formen bzw. GieBen hergestellt wird, 5. A
method as claimed in claims 2 to 4, char-  30    wobel nach innen
gerichtete Aussparungen acterized in that the profile (C) is positioned for
TUr-/Fensteroffnungen (B) bezeichnen, wobei forming a cover for the
body's/cabin's plastic    die Einheit farner eine auf dem Boden der end
projections (D) against the door and win-     Einheit gehalterte
Innen-Rahmenkonstruktion dow apertures (B).
(E) umfaBt, wobei der Aufbau/Fahrgastraum 36      durch an der
Rahmankonstruktion befestigte 6. A method as claimed in claims 2 to 5,
char-        ProfilstUcke mit den Innenkanten der 65ffnun- acterized in
that the edge of a weather-          gen verbunden wird, dadurch
gekennzeichnet, strip/gasket (F) is fixed by the profile (C).     daB die
nach innen gerichteten Aussparungen mit einem ersten, von der Seitenwand
des 7. A method as claimed in claims 2 to 6, char-  40    Fahrgastraums aus
nach innen gerichtetan acterized in that the profile (C) is strengthen-
TeilstUck und einem zweiten, in die Offnung ed/lengthened on one side (G)
forming a           (B) gerichteten TeilstUck gebildet sind, wobei
hinge/fixing point for hinges (H).                die ProfilstUcke (C)
verschiebbar um die freien Enden (D) der zweiten TeilstUcke verbunden 



8. A method as claimed in claims 2 to 7, char-  4S    sind, um eine
relative Schlebebewegung zwi- acterized in that the front screen (L) ends
with  schen dem Aufbau/Fahrgastraum und der Rah- the same inward curving
profile and finish de-    menkonstruktion zu erm6glichen. scribed for the
body/cabin in item (2) and is fastened to the bar by profile (C).
3. Verfahren nach Anspruch 2, dadurch gakenn- 50      zeichnet, daB die
T~r- und Fenster6ffnungen 9. A method as claimed in claim 2, characterized
(B) in der Aufbau-/FahrgastraumhUlle (A) aus in that the body/cabin (A) is
shaped with the     einem ausgesparten Bereich (K) mit eaner In- floor,
sidewalls and roof in one piece, by        nenkurve von ungefghr 90- von
der Aullensel- means of rotational moulding.                     ta und
nach innen hin ausgeschnitten werden 55      und mit einem Winkelabschnitt
enden, wobei 10. A method as claimed in claim 2, characterized     das
Ausschneiden/Zurichten der 4bffnungen (B) in that the body/cabin (A) is
formed with the     so ausgefUhrt wird, daB ein Endvorsprung (D) floor,
sides and roof in one piece, by means of   vom Winkelabschnitt aus
verbleibt. 3    5                 EP 0 485 457 B1                     6
I IIIIl IilIlil sI I*I 4. Verfahren nach den AnsprUchen 2 und 3, da-
g6e vers lVintkrieur depuis la paroi laterale de durch gekennzeichnet, daB
auf jeder Selte der      la cabine et une seconde partle dirdg6o dans
TUroffnungen     (B)      eine     Stan-           I'ouverture (B), les
profils (C) etant relies de 'W   ge/Rahmenkonstruktion (E) angeordnet ist,
und       manibre coulissable autour des extremites li- zwar neben dem und
bedeckt vom Kunststoff   5      bres (D) des secondes parties pour
permettre vwn Aufbau/Fahrgastraum auf mindestens zwei        un mouvement
de coulisse relatif entre la car- Seiten.
rosserie/cabine et la charpente. 5. Verfahren nach den AnsprOchen 2 bis 4,
da-      2. M~thode pour produire un ensemble rigide de durch
gekennzeichnet, daB das ProfilstUck (C)   7o  carrosserie/cabine pour de
petits v~hicules 16- so angeordnet ist, daB es eine Abdeckung fUr
gers, grace a laquelle on produit une coque die Kunststoff-EndvorsprUnge
(D) des Auf-          extfrieure de carrosserie/cabine (A) 16gere par
baus/Fahrgastraums gegen die TUr- und Fen-         moulage ou coulage, des
evidements internes steroffnungen (B) bildet.
d~finissant des ouvertures de portibretten~tre 15     (B), I'ensemble
comprenant en outre une char- 6. Verfahren nach den AnsprUchen 2 bis 5, da-
pente intdrieure (E) monteo sur le sol de lPen- durch gekennzeichnet, das
die Kante eines          semble, la carrosserie/cabine etant reliee au
Gummistreifens/einer Dichtung (F) durch das        niveau des bords
interieurs des ouvertures par Profilsttck (C) befestigt lst.
des profils fixds sur la charpente, !
20          caractbris~e en ce que les dvidements in- 7. Verfahren nach den
AnsprUchen 2 bis 6, da-          temes sont form~s avec une premibre partie
durch gekennzeichnet, daB das ProfilstUck (C)      dirig~o vers lPint~rieur
depuis la paroi lat6rale auf einer Seite (G) unter Bildung eines Schar-
de la cabine et une seconde partie dirig6e niers/einer Befestigungsstelle
fUr Scharniere      dans l'ouverture (B), les profils (C) ftant rolis (H)
verstdrkVverldngert ist.               25      de manikre coulissable
autour des extrdmites libres (D) des secondes parties pour permettre 8.
Verfahren nach den Ansprlchen 2 bis 7, da-          un mouvement de
coulisse relatif entre la car- durch gekennzeichnet, daS die Vorderschoibe
rosserie/cabine et la charpente. (L) mit demselben nach Innen gebogenen
Pro- filstUck und derselben EndausfUhrung, wie sie  so   3  M~thode selon
la revendication 2, caracteris~e in Punkt (2) fUr den Aufbau/Fahrgastraum
be-       en ce quo les ouvertures de portiere/fenetre schrieben wird,
endet und durch ProflistUck (C)    (B) dans la coque de carrosserie/cabine
(A) an der Stange befestigt ist.                       sont d~coupdes dans
une zone 6vidde (K) ayant une courbe interne d'environ 90  depuis 9.
Verfahren nach Anspruch 2, dadurch gokenn-  35      I'ext~rieur et vers
l'int~rieur, se terminant en zeichnet, daB der Aufbau/Fahrgastraum  (A)
une portion angulaire, la d6coupe/le rognage durch Rotationsformung mit dem
Boden, den          des ouvertures (B) 6tant effectud en laissant
Seitenwanden und dem Dach in elnem Sttck           une saillie d'extrdmit4
(D) a partir de la portion gebildet ist.
angulaire. 



40 10. Verfahren nach Anspruch 2, dadurch gekenn-     4. MWthode selon les
revendications 2 et 3, ca- zeichnet. dal3 der Aufbau/Fahrgastraum  (A)
ract~ris~e en ce qu'une barre/charpente (E) est durch Blasformung mit dem
Boden, den Sei-          positionnde sur l'un ou I'autre c8t4 des ouver-
tenwinden und dem Dach In elnem StUck aus-         tures de portibre (B),
adjacente & et recouverte gebildet ist.                              45
par du plastique de la carrosserie/cabine sur au moins deux c8t~s.
Revendloatfons 5. M6thode solon les revendications 2 a 4, carac- 1.
Ensemble carrosserie/cabine pour de petits ve-      t6ris6e en ce quo le
profil (C) est positionn4 hicules de poids l6gers ayant une carrosse-  5o
pour former une couverture pour les saillies (D) rie/cabine (A) on
plastique form6e avoc des        d'extr~mit6 en  plastique de la carrosse-
dvidements internes d~finissant des ouvertures      rielcabine contre les
ouvertures (B) de portibre de portibre/fen~tre (B). une charpente int6rieu-
et fengtre. re rnontee sur le sol de l ensemble, des profils (C) relies au
bord interne des ouvertures et  55  6. Methode salon les revendications 2 &
5, carac- fixes sur la charpente (E)                         tdrisoe en ce
quo le bord d'un bourrelet/joint caracterise en ce quo les 4videments in-
d'dtanch6it4 (F) est fixe par le profil (C). temes comprennent une premibre
partie diri- 4    7                  EP 0 485 457B1                       8
I      l 'I\i\III Hi     1111 7. Methode selon les revendications 2  6,
carac- teris6e en ce que le profit (C) est renfor- ce/allong6 sur un c8te
(G) formant une arti- culation/un point de fixation pour des charnib- res
(H).                                     5 8. Methode selon les
revendications 2 b 7, carac- terisee en ce que le pare-brise avant (L) se
termine par le mgme profil recourb6 vers l'inte- rieur et les m~mes
finitions d~crits pour la  10 carrosserie/cabine dans le point (2) et est
atta- che a Ia barre par le profil (C). 9. M4thode sslon la revendication
2, caracteris~e en ce que la carrosserie/cabine (A) est fagon-   15 nee
avec le sol, les parois laterales et le toit en une m8me piece, au moyen de
moulage rota- tionnel. 10. Methode selon la revendication 2, caract~ris6e
20 en ce que la carrosserie/cabine (A) est formde avec le sol, les c8tes et
le toit en une seule pice, au moyen d'extrusion-soufflage. 25 30 95 40 45
50 56 5    


