WO 2011/038879 THIN-WALLED, COLD FORMED LIGHTWEIGHT STRUCTURAL PROFILE
ELEMENT AND METHOD FOR PRODUCING SUCH A PROFILE ELEMENT 5 The present invention
relates to a thin-walled cold formed lightweight sectional element, in particular a dry construction
section, a section for the face of a building, a plaster section, a base section, a screed section, a tile
section or avnablecaricnssstmen or a frame rail or drainage rail, having an elongated section body
which is in particular metal or 10 comprises plastic and in which a plurality of openings are formed.
The invention is furthermore directed to a method for manufacturing such a thin-walled cold formed
sectional element. Thin-walled cold formed sectional elements of this type are used, for 15 example,
as C-shaped uprlmmmmﬁrmnﬁrmwmhﬁﬂemmm EPRIRGTFURABECtion body
of the sectional eIement can serve for examle as Ieadthrou openings for cables Imes or other
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openings can furthermore also serve for vpﬂ@ﬁrm@rggﬁglﬂm the passrng through of filler materials
such as insulating material, . In known thin-walled cold formed sectional elements, these openings are
introduced by a punching procedure, for example. It is disadvantageous in this that the punched out
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elements are increased. It is an object of the present invention to provide a thin-wal ed cold formed
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such a thin-walled cold formed se | element will bé provided.
tile section or a cable carrier section or a frame rail or drainage rail,

having an elongated section body which is in particular metal or
10 comprises plastic and in which a plurality of openings are formed. The
invention is furthermore directed to a method for manufacturing such a

thin-walled cold formed sectional element.

Thin-walled cold formed sectional elements of this type are used, for

15 example, as C-shaped upright sections for dry construction, wherein the
openings provided in the section body of the sectional element can serve,
for example, as leadthrough 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 to

20 allow the passing through of filler materials such as insulating material, .

In known thin-walled cold formed sectional 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

25 manufacturing costs for such thin-walled cold formed sectional elements

are increased.

It is an object of the present invention to provide a thin-walled cold formed
sectional element of the initially named kind which can be manufactured

30 in a simple and inexpensive manner and with reduced material effort.



Starting from a thin-walled cold formed sectional element of the initially 5 named kind, the object
relating to the sectional element is satisfied in that the section body includes at least two separately
formed longitudinal portions, in that each longitudinal portion includes a meandering longitudinal edge,
in that the longitudinal portions each include an elongated portion as well as a plurality of connection
portions which 10 project laterally beyond the elongaged portion and which are bordered by the
meandering longitudinal edge, in that the connection portions of the one longitudinal portion face the
connection portions of the other longitudinal portion and are welded thereto end-to-end or are mutually
connected along bent-over abutment edges, in that the openings are at 15 least regionally bordered by
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direction of the longitudinal portions and stiffening beads extending transverse thereto are formed in
the longitudiPRE PeRarRlemant Yﬁélﬂ%?nWQ@Q@ftending stiffening beads are in communication with
the stiffening beads extending 20 in the longitudinal direction, and in that the transverse extending

stiffening beads extend into the connection portions. The part of the object relating to the method is
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one longitudinal portion face the connection portions of the other
longitudinal portion and are welded thereto end-to-end or are mutually
connected along bent-over abutment edges, in that the openings are at
15 least regionally bordered by portions of the meandering longitudinal edges,

in that stiffening beads extending in the longitudinal direction of the
longitudinal portions and stiffening beads extending transverse thereto are
formed in the longitudinal portions, in that the transverse extending
stiffening beads are in communication with the stiffening beads extending

20 in the longitudinal direction, and in that the transverse extending

stiffening beads extend into the connection portions.

The part of the object relating to the method is satisfied, starting from a
method of the initially named kind, in that two separate longitudinal

25 portions each having a meandering longitudinal edge are provided to
produce the profile body, wherein the longitudinal portions each include a
meandering longitudinal edge, wherein the longitudinal portions each
include an elongated portion as well as a plurality of connection portions
which project laterally beyond the elongated portion and which are

30 bordered by the meandering longitudinal edge, in that the longitudinal



extending in the longitudinal direction, and the transverse extending 10 stiffening beads extend into the
connection portions. 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 15 words, a wider design of the sectional element is achieved with
the same quantity of material by the moving apart of gvo separately formed longitudinal portions . It is
possible due to the connection portions respectively projecting laterally over the elongated portions of
the two longitudinal portions to move apart the longitudinal portions transverse to 20 their longitudinal
portions so that a connection of the two longitudinal portions is possible despite this moving apart so
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portions. An ideal material utilization is also thereby achieved. It is ensured in an ideal manner by the
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longitudinal edge are provided to produce the section body, wherein the 15 longitudinal portions each
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saved with respect to a production by punching out, for example. In other

15 words, a wider design of the sectional element is achieved with the same
quantity of material by the moving apart of two separately formed
longitudinal portions . It is possible due to the connection portions
respectively projecting laterally over the elongated portions of the two
longitudinal portions to move apart the longitudinal portions transverse to

20 their longitudinal portions so that a connection of the two longitudinal
portions is possible despite this moving apart so that ultimately a larger
width is achieved than the width of the original material portion. In this
respect, the term "transverse" is to be understood as any direction which
does not extend only in the longitudinal direction of the sectional element

25 or its longitudinal portions. The term "transverse" can thus in particular
mean perpendicular or also oblique to the longitudinal extent of the
sectional element or of the longitudinal portions. The connection portions
are furthermore welded to one another end to end or are connected to one
another along bent-over abutment edges so that there are no larger

30 overlapping regions, but rather substantially edge connections between



one another in a flat manner and respective connection edges of the 20 connection portions of the one
longitudinal portion extending in the longitudinal direction directly contact connection edges of the
connection portions of the other longitudinal portion extending in the longitudinal direct, in that the
connection portions of the one longitudinal portion are connected, in particular welded, to the
connection portions of the other 25 longitudinal portiap, in that one of the two longitudinal portions is
pivoted about the connection edges with respect to the other longitudinal section so that the
connection portions are mutually connected along bent-over abutment edges and the openings are
formed between portions of the meandering longitudinal edges, and in that stiffening beads extending
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advantageous embodiment of the invention, the connection portions of the two longitudinal portions
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to one another via these tonnec ges or bent-over abutment edges. The connection edges in this
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advantageous embodiment of the invention, the connection portions are T-shaped, web-shaped,
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portions. Furthermore, ent on the séfected shape of the connection portions, a respective
differeHd kind of connection of the two longitudinal portions is made possible, as will be described in
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with the invention, starting from a method of the initially named kind in
that at least two separate longitudinal portions each having a meandering
longitudinal edge are provided to produce the section body, wherein the

15 longitudinal portions each include an elongated portion as well as a
plurality of connection portions which project laterally beyond the
elongated portion and which are bordered by the meandering longitudinal
edge, in that the longitudinal portions are arranged so that they contact
one another in a flat manner and respective connection edges of the

20 connection portions of the one longitudinal portion extending in the
longitudinal direction directly contact connection edges of the connection
portions of the other longitudinal portion extending in the longitudinal
direct, in that the connection portions of the one longitudinal portion are
connected, in particular welded, to the connection portions of the other

25 longitudinal portion, in that one of the two longitudinal portions is pivoted
about the connection edges with respect to the other longitudinal section
so that the connection portions are mutually connected along bent-over
abutment edges and the openings are formed between portions of the
meandering longitudinal edges, and in that stiffening beads extending in

30 the longitudinal direction of the longitudinal portions as well as stiffening



portion. Alternatively or additionally, connection portions can also be provided which are arranged
alternatingly in the longitudinal direction of 30 the sectional element. The arrangement of the
connection portions in the 6 final sectional element is in turn dependent on different connection kinds
which will likewise be described in the further text. The longitudinal portions advantageously have a
thickness of 5 approximately between 0.5 mm and 3 ;,mm. The sectional elements in accordance with
the invention are thus lightweight sections which can be used in different manners. For example, in
addition to the initially named uses, applications are also conceivable in the automotive sector, in
switch cabinet construction, in cover systems or even as vine supports or wine 10 posts. The weld

connection briyeee theameatinReriongisradyaiiagspyiiv Madrafon gisgantiauous laser weld

seam. A better strength in the center region of the sectional element, which is in particular weakened

by the 15 oJRHH§E1Ss WAHESHY Bietierdsyigicscxiassing ri dtamingepde Aeiseam can be
made with acgdiygech R4S tinesyeisedirechen 14t asnest 4aA HeHabysldrenngction. Due to
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welding; Furthermonigthe seagncan be generated by the laser welding exactly at the center between
the connection edges mutually connecting end-to-end so that the adjoining regions of the sectional
element are not impaired by the welding process and furthermore a very smooth transition is achieved
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least some of the stiffening beads extend beyohd the weld seams between the connection portions. An
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connection edges or bent-over abutment edges which are adjacent to one
10 another and extend substantially parallel to one another. The longitudinal
portions can ultimately be connected to one another via these connection
edges or bent-over abutment edges. The connection edges in this respect
preferably extend substantially parallel, perpendicular or oblique, for
example at a 45° angle, and the bent-over abutment edges parallel to the

15 longitudinal extent.

In accordance with a further advantageous embodiment of the invention,
the connection portions are T-shaped, web-shaped, trapezoidal shaped or
triangular or include hexagonal regions. Preset properties of the sectional

20 element, for example its stiffness, can be influenced by a corresponding
design of the connection portions. Furthermore, dependent on the selected
shape of the connection portions, a respective different kind of connection
of the two longitudinal portions is made possible, as will be described in
more detail in this application.

25
A respective connection portion of the one longitudinal portion is
preferably disposed opposite a connection portion of the other longitudinal
portion. Alternatively or additionally, connection portions can also be
provided which are arranged alternatingly in the longitudinal direction of

30 the sectional element. The arrangement of the connection portions in the



A stiffening bead formed in a longitudinal portion and extending in a longitudinal direction is preferably
connected to a stiffening bead formed in the other longitudinal portion and extending in the longitudinal
5 direction via one or more of the transverse extending stiffening beads. The stiffening beads can
thereby form a kind of ladder structure by which the openings are completely surrounded. The stiffness
of the sectional element is thereby particularly increaged in a strain-optimized manner in the regions
weakened by the openings. 10 The stiffening beads extending in the longitudinal direction
advantageously extend over the total length of the respective longitudinal portion. The improved
stiffness can thereby be achieved uniformly over the whole length of the sectional element. It is

generally algmposribleonal terhestife ¢ heade SEIeiioon WigrlaRaiiuehial SMesHORiAEs
interrupted once or a multiple of times as long as the desired stiffness is maintained in so doing. The
material of tH& &R iSHIHbEG Wisebindare dpediHydRadunthsticatdr 20 be deep drawn. An increased
stiffness of the sectional element is thereby in turn achieved particularly in the weakened region of the
openings. The edges of the section body bordering the openings can advantageously be bent over, in
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The weld connection between the connection portions is advantageously
made as a discontinuous laser weld seam. A better strength in the center
region of the sectional element, which is in particular weakened by the

15 openings, is achieved by the design as a laser weld seam. The laser weld
seam can be made with a reduced extent in the transverse direction with
respect to a usual weld connection. Due to the reduced extent and the
heat concentration which thereby arises in a very small space a very good
hardness is achieved after the cooling in the zone of the sectional element

20 melted during laser welding. Furthermore, the seam can be generated by
the laser welding exactly at the center between the connection edges
mutually connecting end-to-end so that the adjoining regions of the
sectional element are not impaired by the welding process and
furthermore a very smooth transition is achieved between the two

25 longitudinal portions.

In accordance with a further advantageous embodiment, at least some of
the stiffening beads extend beyond the weld seams between the
connection portions. An additional reinforcement of the weld connections

30 is thereby achieved.



10 connection of the connection edges of the connection elements to the longitudinal edges of the
intermediate element is thereby possible. The connection portions are preferably connected to the
intermediate element by a pressure joining process such as by clinching or crimping, by 15 clamping,
squeezing, pressing, welding, screwing, adhesive bonding, riveting or folding or by a plug-in
connection. The weld connection can in particular alsp again advantageously be made here as a laser
weld connection with the named advantages. 20 The intermediate element can also advantageously
have a thickness of approximately 0.5 mm and 3 mm. In accordance with a further advantageous
embodiment of the invention, the intermediate element can be made of a different material than the 25
longitudinal portions. The intermediate element can in particular be made of plastic, in particular of
PVC, and the longitudinal portions of metal, in particular of aluminum. The weight of the total section
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separate longitudinal portions can already be originally manufactured from separate material portions.
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from an originally uniform material portion. In this case, at least one meandering slit which extends in
the longitudisfaffexiarg begdssearindiereby form a kind of ladder structure by which the

openings are completely surrounded. The stiffness of the sectional element
is thereby particularly increased in a strain-optimized manner in the
regions weakened by the openings.
10
The stiffening beads extending in the longitudinal direction
advantageously extend over the total length of the respective longitudinal
portion. The improved stiffness can thereby be achieved uniformly over the
whole length of the sectional element. It is generally also possible that the
15 stiffening beads extending in the longitudinal direction are interrupted
once or a multiple of times as long as the desired stiffness is maintained

in so doing.

The material of the section body bordering the openings can in particular
20 Dbe deep drawn. An increased stiffness of the sectional element is thereby

in turn achieved particularly in the weakened region of the openings. The

edges of the section body bordering the openings can advantageously be

bent over, in particular made as flanged edges.

25 It is also possible that, in another embodiment, the connection portions of
the one longitudinal portion are connected to the connection portions of
the other longitudinal portion via an intermediate element arranged
between the longitudinal portions so that there is an indirect connection
between the connection portions. The connection between the connection

30 elements and the intermediate element can in this respect take place end-



10 material and by which the starting material is divided into two separate longitudinal portions can be
introduced into an elongated strip-shaped starting material It is also possible that at least two
strip-shaped material portions are placed onto one another in a flat manner and that, in a cutting
process, a meandering slit passing through both material portions 15 is introduced so that at least four
longitudinal portions are produced in one cutting proggss. A respective two of these can, for example,
be connected to form a profile body. The longitudinal portions are advantageously moved apart
substantially 20 perpendicular to their longitudinal extent. A moving apart is, however, generally also
conceivable oblique to the longitudinal extent of the longitudinal sections. Whereas generally, in

particular indepaadspes-endppsiaperrf thegerenaestiqeperionanths eannestipg&f the longitudinal
portions can take place directly after the moving apart of the longitudinal portions transverse to their
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displacement can be necessary, 5 for example, to bring the connection edges of two oppositely
disposed connection portions into contact in order thus to enable a connection of the connection
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The connection portions are preferably connected to the intermediate

element by a pressure joining process such as by clinching or crimping, by

15 clamping, squeezing, pressing, welding, screwing, adhesive bonding,
riveting or folding or by a plug-in connection. The weld connection can in
particular also again advantageously be made here as a laser weld

connection with the named advantages.

20 The intermediate element can also advantageously have a thickness of

approximately 0.5 mm and 3 mm.

In accordance with a further advantageous embodiment of the invention,
the intermediate element can be made of a different material than the

25 longitudinal portions. The intermediate element can in particular be made
of plastic, in particular of PVC, and the longitudinal portions of metal, in
particular of aluminum. The weight of the total section can be further
reduced by the use of plastic, on the one hand, and a good thermal
insulation is possible, on the other hand. Furthermore, costs can be

30 reduced by the use of plastic.



20 in this manner. The invention will be described in more detail in the following with reference to
embodiments and to the drawings; there are shown in these: 25 Fig. 1a schematic perspective
representation of a sectional element made in accordance with the invention; Figs. 2 to 4a cutting
pattern and different intermediate steps for the manufacture of a sectional element made in 11
accordance with the invention in accordance with Figg 1; Fig. 5a material portion with a cutting pattern
to generate a 5further embodiment of the invention; Figs. 6 and 7two different embodiments based on
the cutting pattern of Fig. 5; 10 Figs. 8 and 9two intermediate conditions to produce a sectional
element based on the cutting pattern shown in Fig. 2; Fig. 10a further embodiment of the invention;
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The separate longitudinal portions can already be originally manufactured
from separate material portions. They can, for example, have the same or
different material thicknesses and can also comprise the same or different

materials.

The separate longitudinal portions can advantageously be manufactured
from an originally uniform material portion. In this case, at least one
meandering slit which extends in the longitudinal extent of the starting
material and by which the starting material is divided into two separate
longitudinal portions can be introduced into an elongated strip-shaped
starting material. It is also possible that at least two strip-shaped material
portions are placed onto one another in a flat manner and that, in a
cutting process, a meandering slit passing through both material portions
is introduced so that at least four longitudinal portions are produced in
one cutting process. A respective two of these can, for example, be

connected to form a profile body.

The longitudinal portions are advantageously moved apart substantially
perpendicular to their longitudinal extent. A moving apart is, however,
generally also conceivable oblique to the longitudinal extent of the

longitudinal sections.

Whereas generally, in particular in dependence on the shape of the
connection portions, the connecting of the longitudinal portions can take
place directly after the moving apart of the longitudinal portions
transverse to their longitudinal extent, in accordance with a further
embodiment of the invention the longitudinal portions can be
substantially mutually displaced in the longitudinal direction in addition

to the moving apart of the longitudinal portions transverse to their



15 Fig. 11a part view of the invention; Fig. 12a further embodiment of the invention; Fig. 13a further
embodiment of the invention; 20 Fig. 14a further embodiment of the invention; Fig. 15a further
embodiment of the invention; 25 Fig. 16a further embodiment of the invention; Fig. 17the embodiments
of Figs. 12 and 14 in a frame construction; 12 Fig. 19 Fig. 20 5 Fig. 21
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longitudinal extent. This longitudinal displacement of the longitudinal
portions can in this respect take place before, after or simultaneously with
the moving apart of the longitudinal portions transverse to their
longitudinal extent. Such a longitudinal displacement can be necessary,
for example, to bring the connection edges of two oppositely disposed
connection portions into contact in order thus to enable a connection of
the connection portions of the two oppositely disposed longitudinal

portions.

Generally, the connection portions of the one longitudinal portion can be
directly connected to the connection portions of the other longitudinal
portion, in particular end-to-end or overlapping. In accordance with a
further embodiment, it is, however, also possible that the longitudinal
portions are moved apart until a spacing arises between the longitudinal
portions, that an in particular elongated strip-shaped intermediate
element is positioned between the spaced apart longitudinal portions, and
that the connection portions of the two longitudinal portions are
connected to the intermediate element, in particular end-to-end or
overlapping. Even larger widths of the sectional element can be achieved

in this manner.

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. 1 a schematic perspective representation of a sectional

element made in accordance with the invention;

Figs. 2 to 4 a cutting pattern and different intermediate steps for

the manufacture of a sectional element made in



10 Fig. 22 Fig. 23 15 a further embodiment of the invention; further possible embodiments of the
invention; a perspective representation of two material portions lying above one another to
manufacture a sectional element in accordance with a further method in accordance with the invention;
an intermediate step in the manufacture of the sectional element; and the sectional element after the
folding open of the two longitudinal sections. Fig. 1 ghows a sectional element 1 which is made asa C
section. The sectional element 1 includes a section body 2 which has a section web 3 as well as two
section limbs 4 laterally adjoining thereat which are each 20 angled at a right angle to the section web
3. The free longitudinal edges of the section limbs 4 are in turn each angled by 90 to form the C
section. The sectional element 1 ineerersianesyith the iMeHIGH£3A dersralirisakenntage, for
example, as a U section, an L section, a T section, an H section, a hat section or a Z section. 25 A
plurality of openings 5 are formedlin the section web 3 which can serve, for example, as passage
openings for cables or other elements to be laid.

Fig. 5 a material portion with a cutting pattern to generate a
5 further embodiment of the invention;
Figs. 6 and 7 two different embodiments based on the cutting

pattern of Fig. 5;

10 Figs. 8and 9 two intermediate conditions to produce a sectional

element based on the cutting pattern shown in Fig. 2;

Fig. 10 a further embodiment of the invention;
15 Fig. 11 a part view of the invention;
Fig. 12 a further embodiment of the invention;
Fig. 13 a further embodiment of the invention;
20
Fig. 14 a further embodiment of the invention;
Fig. 15 a further embodiment of the invention;
25 Fig. 16 a further embodiment of the invention;
Fig. 17 the embodiments of Figs. 12 and 14 in a frame
construction;

30 Fig. 18 a further embodiment of the invention;



13 The openings 5 of the sectional element 1 are manufactured without material loss in accordance
with the invention, as will be explained in more detail in the following with reference to Figs. 2to 4. 5
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 4, only one relatively narrow region of the material strip 6 is
shown in each case which is ultimately used to formthe section web 3, further material regions can in
each case adjoin its outer edges 7, 8, with the 10 section limbs 4, for example, being formed by said
further material regions by corresponding bending over. A meandering slit 9 which extends in the
longitudinal extent of the material strip 6 and by which the material strip 6 and thus the section 15 body
2 is divided into two separate longitudinal portions 10, 11 is formed in the material strip 6. The
longitudinal portions 10, 11 are each given meandering longitudinal edges 12, 13 by the meandering
slit 9 which Ed&tak? one another sedMTEBSE FTtReEH1eRE XaHaf iERRbRIAnce with Fig. 2. The
meandering longitudinal edges 12, 13 each include edge 20 portions extending in the longitudinal
direction and extending perpendicular thereto respectively. Web-shaped connection portions 14, 15 of
the longitudifid-pdPtions 10, 11 arBudhsacaosRipdensEansditasntamddivsgiivrryrtiamal edges 12, 13
and 25gre each connected in one piece to elongated portions 16, 17 of the longitudinal portions 10,
11 and project laterally beyond them. As can furthermore be recognized from Fig. 2, the web-shaped
connection pagicht 14 are bordefed®SisPRCHEamEPHABCB Rt ] Beg et erigltpeviishaped
connection portions 15 are bordej dpevreandering 3o/epgitudingledgeels3 s ddli, gjoduce the
final shape of the section web 3, the two longitudinal portions 10, 11 are moved apart in accordance
with two arrows 18, 19 transverseciemeribigirdioaienentwitine farehar snigtBashiinthey

accordance with the invention;

10
Fig. 22 an intermediate step in the manufacture of the
sectional element; and
Fig. 23 the sectional element after the folding open of the two
15 longitudinal sections.

Fig. 1 shows a sectional element 1 which is made as a C section. The
sectional element 1 includes a section body 2 which has a section web 3
as well as two section limbs 4 laterally adjoining thereat which are each
20 angled at a right angle to the section web 3. The free longitudinal edges of
the section limbs 4 are in turn each angled by 90° to form the C section.
The sectional 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.
25
A plurality of openings 5 are formed in the section web 3 which can serve,

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



5 adopt the position shown in Fig. 3. In this position, connection edges 20, 21 of the connection
portions 14, 15 extending in the longitudinal direction of the longitudinal portions 10, 11 lie on a straight
line 22 which is shown by dashed lines and which likewise extends in the longitudinal direction of the
longitudinal portions 10, 11. 10 In accordance with Fig. 4, in a next step, the two longitudinal portions
10, 11 are displaced with respect to one another in acggordance with arrows 25, 26 in the longitudinal
direction of the longitudinal portions 10, 11 until a respective connection portion 14 lies opposite a
connection portion 15 15. In this position, a respective connection edge 20 accordingly contacts a
connection edge 21, as is shown in Fig. 4. Subsequently, the longitudinal portions 10, 11 are welded to

one anotherrfQr syampigdasasvaldedcaiondthecsmidxally spnacling eernectoredees 20 20, 21,
whereby the final shape of the section web 3 with the openings 5 is achieved. For better clarity, the

same refereRtA fiAleleds 48 AqeREdanse Wihpgsew fiHeto Rl BE tRERaME SriBimilar
elements in therdegeription ehexde Wwenbrdirents fheeubadiggnt in accordance with Fig. 5

only differs from the previously described embodiment in that T-shaped connection portions 23, 24 are
formed by the meandering slit 9. 15 To produce the final shape of the section web 3, in this

embOd%“e”Fi%".ei‘%?ﬂ%Qi&@&%ﬁ’%ﬁ@@ﬁﬂ%,%ﬁ&kﬁﬁ 1 RULSE APALEIA PSEALSIaRsRMth arrows 18,

19 transverse 1o their longitudinal extent, as is shown in Fig. 6. In this condition, the connection edges

20, 21 of th@%ﬁ%ﬁéd%%@ﬁh@&iéﬁ%@iﬁ@hﬁ@:{@&ﬁqmib@%’azin%ﬁ@%iﬂef\‘/iéﬁiq@d,t@or
example lasgr %g%&%@%&'&&%&%&%@g&ﬁGflﬂﬁeoﬁ?ﬂ@%f?&'ﬂ%gé']g CRRRGtien edges 20,
ent, in this embodiment the openingss a

21. In contrast to the first embodi re not arranged behind

one anotherciachechsitdainkl igirebiiors taly akeedatinfpias dhwe Iseebicaymigbd3rdmHiET6. 10 Due to
the T'Shape&&%??ati%%otgf%e%%h‘i’{‘ﬁ%%{bﬂoéﬂ%sa%ﬁoﬁ%1%9%8}‘%@{3%%%% d‘?ﬁgf?&ﬂhzﬂh%”eady contact

one another at least par e pulling apart transverse to the lon direction of the
longitddinal pections 11019 4ofthacxserielscribeitig domantidbyasnidr daditise estdioishktcigidnis

condition. by corresponding bending over.

A meandering slit 9 which extends in the longitudinal extent of the
material strip 6 and by which the material strip 6 and thus the section

15 body 2 is divided into two separate longitudinal portions 10, 11 is formed
in the material strip 6. The longitudinal portions 10, 11 are each given
meandering longitudinal edges 12, 13 by the meandering slit 9 which
contact one another seamlessly in the representation in accordance with
Fig. 2. The meandering longitudinal edges 12, 13 each include edge

20 portions extending in the longitudinal direction and extending

perpendicular thereto respectively.

Web-shaped connection portions 14, 15 of the longitudinal portions 10, 11
are respectively formed by the meandering longitudinal edges 12, 13 and
25 are each connected in one piece to elongated portions 16, 17 of the
longitudinal portions 10, 11 and project laterally beyond them. As can
furthermore be recognized from Fig. 2, the web-shaped connection
portions 14 are bordered by the meandering longitudinal edge 12 and the
web-shaped connection portions 15 are bordered by the meandering

30 longitudinal edge 13.



15 Itis, however, also possible that, in a further method step, the longitudinal portions 10, 11 are
additionally displaced in the longitudinal direction in accordance with arrows 25, 26 until they reach the
positions shown in Fig. 7. In this position, the connection edges 20, 21 fully contact 20 one another
and can be welded to one another, for example laser welded, to produce the section web 3. In this
variant, the openings 5 are in turn arranged disposed $#ehind one another in the longitudinal direction
and have an H-shaped design formed by the meandering longitudinal edges 12, 13. Generally, it is
also possible that the two longitudinal portions 10, 25 11 are first displaced with respect to one another
in the longitudinal direction and subsequently transverse to the longitudinal direction until the position
shown in Fig. 7 is reached. An oblique displacement is generally also possible. 16 In a further
embodiment, the longitudinal portions 10, 11 from %gé 2 and 3 can be pulled apart even further in

accordance MtRTAE BFRWRCIENEY SAPHE HBSCRAHEPH TS sHRGAWS t&tHNRRh they are
arranged spgged gpart from chr-aneihal: #piie gPaditiorn amRddiienake Rissrediae eement 27 in

the form of an elongated strip-shaped element can be inserted between the two longitudinal portions

10, 11, as is'ERBANFRPFIE @?H@Hﬂéﬁﬁéﬂ?@_{t@é@ﬁ‘r’eﬂf Q?qwﬁhaﬁﬁfé@thatﬁiﬂ_ &iyed 2 ahey which extend
parallelgo th£d'8?9 %ﬁ%"iﬁiﬁﬁsﬂtﬁ%@&{qmﬁ%'@' HPH‘HQ%@&%&%WHE&%?H%&%@E?@P”eCt'O”
edges 20, 21 of the 10 connection portions 14, 15, as can be recognized from Fig. 9. To produce the

final shape @l éb@ti@mmi_gnmﬁtjﬁn@cﬂién éég@stgn,dm&@ shedemstitagdizgstnected, for
example welgled, iR, e fqpit €485 _&?oﬁfs”l%!”iqfqlsdd?fea%ﬂa@&@ﬁrétﬁ&eﬁﬁ%ﬁ“me’

the openings 5 are thereby formed which are in turn arranged alternating in‘the longitudinal 15
direction of ikessestionbyededhadlsimiandanidchsldieaipe dedenstsdiwitih cekpegitiodtinl7 | the

longitudinal i inihi in{drn,also additionally be displaced in the
gﬁfé&@8&%“1&”1%%&@&&%’18%%&%2&?& g’cclgrdance with the arrows 25, 26 until they

longitudinal direction with respect’to one
reachBe positions shown in Fig. 10. In this position, the respective connection portions 14, 15 of the

ongne s 00 A I SPRORIS U e Al e ot
11 are displaced with respect to one another in accordance with arrows
25, 26 in the longitudinal direction of the longitudinal portions 10, 11
until a respective connection portion 14 lies opposite a connection portion
15 15. In this position, a respective connection edge 20 accordingly contacts

a connection edge 21, as is shown in Fig. 4.

Subsequently, the longitudinal portions 10, 11 are welded to one another,
for example laser welded, along the mutually contacting connection edges
20 20, 21, whereby the final shape of the section web 3 with the openings 5 is

achieved.

For better clarity, the same reference numerals as in Figs. 1 to 4 will be
used in the following for the same or similar elements in the description of

25 the further embodiments.

The embodiment in accordance with Fig. 5 only differs from the previously
described embodiment in that T-shaped connection portions 23, 24 are
formed by the meandering slit 9.

30



25 The connection edges 20, 21 of the connection portions 14, 15 are subsequently connected, for
example welded, to the longitudinal edges 28, 29 of the intermediate element 27 so that the final
shape of the sectional element 3 and the openings 5 are formed. 30 17 Whereas in Figs. 8 to 10 the
connection of the longitudinal portions 10, 11 via the intermediate element 27 was described in each
case with reference to longitudinal portions 10, 11 hgyng web-shaped connection portions 14, 15, the
connection portions can also have any otherwise suitable shape, 5 for example the T-shaped design of
the connection portions 23, 24 from Figs. 5 to 7. Furthermore, in all embodiments, the connection
between the connection portions 14, 15 and 23, 24 with the intermediate element 27 was described as

acon nectiorr@fflsh@&h%tgeﬁézﬁn%ﬁ 3nd B8 .01 HespEstivelwis3hawemes. ampalinalso prssible that
the connection 10 portions overlap with the intermediate element and corresponding areal connections

are producetselfRsi aisa b RAFERNRS fdPexdahine by prassirellsthRppibte aeosdames by

clinching or GHAPIIFOME CIABNRI0 G AAHSRFNT t D aSSIP JoMEIHiRANSErewieg 248681k BRRHIRY, riveting
or folding or by a plug-in connection. 15 A corresponding areal fold connection between the web 27

and the conFiégtibn Bbithts comnsiiennthekemnarelion £daesed vidl dythaylopBaRedle in Fig. 11.
20 Stiffgning paads 30,5 - 8838y s imhig: 4 areifrRRd iBdhe Rateiiabaoften 6 in

accordance with the invention. Thesestiffening beads 30 are made in or extend into the connection

portions. AncxavBmEgeses W@d‘ﬁﬁg e é_@rﬁwétf tﬁﬁétmwné%ﬁsﬂ/@ﬁhéh@ memm@reérm@c_tion of
the section yeb 80198&@%88%%%%&% bRadSArast Y HESNE P RtBaiAngidinakiection of

the material portion 6 and whichrare in communication with the stiffening beads 30, as is shown in Fig.
10, are alsodtihrdiingné tbgicpohimgiopginglinal edgesged behdrdfannarbedes 30 ¢ha in this

et XM RTIA SRS SMIGIL S Bl ey i

10  Due to the T-shaped formation of the connection portions 23, 24, the
connection edges 20, 21 already contact one another at least partly after
the pulling apart transverse to the longitudinal direction of the
longitudinal portions 10, 11 so that the described connection can already
be established in this condition.

15
It is, however, also possible that, in a further method step, the
longitudinal portions 10, 11 are additionally displaced in the longitudinal
direction in accordance with arrows 25, 26 until they reach the positions
shown in Fig. 7. In this position, the connection edges 20, 21 fully contact

20 one another and can be welded to one another, for example laser welded,
to produce the section web 3. In this variant, the openings 5 are in turn
arranged disposed behind one another in the longitudinal direction and
have an H-shaped design formed by the meandering longitudinal edges
12, 13. Generally, it is also possible that the two longitudinal portions 10,

25 11 are first displaced with respect to one another in the longitudinal
direction and subsequently transverse to the longitudinal direction until
the position shown in Fig. 7 is reached. An oblique displacement is

generally also possible.



18 completely surrounded by stiffening beads, as is indicated in Fig. 4 and in the lower region of Fig.
10 by dashed lines. The stiffening beads 31 in this respect extend beyond the weld seams in order
additionally to reinforce them. Corresponding stiffening beads are provided in all embodiments 5 even
if they are not explicitly shown. The intermediate element 27 can be made without interruption or with
openings, not shown. These openings can be achievasl, for example, by punched portions. The
intermediate element 27 can advantageously also 10 be provided with openings and widened by a
corresponding stretching process. Furthermore, stiffening elements, for example in the form of
embossed portions or stiffening beads, can likewise be formed in the intermediate element 27. 15 The

embodimentina¢aorARRcENHRUNEAR diferfiefihsRINpedifoery mcpprﬂ@ﬁ*ﬁengm Pighd to 4 in

that the two longitudinal portions 10, 11 are only pulled apart so far transverse to the longitudinal
extent of therfaierRg SHY eRRaRe SesndeibRG AR eEdaBEiIMaHY S iRtEVNe ARother in the

manner of & eS¢ SHAMVEHE bissition8 YRS HPmig08he RIARS OIS craneatiandeertions 14,

15 contacting one another end-toend form the connection edges 20, 21 which are butt welded to one

another. FigSRasitbaBRH t&coiBharscevhaiada 48is wastdsdenbrim aRdhiensbs outwardly
disposegl longiudinahPAlidNse:Ae Plvgae RAsSE wﬂ%%ﬂgatéaa@ﬁ@dfgﬁ%%ﬁaéﬁeﬁ{%%m 33

arranged therebetween. The intermediate element 33 has a single-layer center region 34 which is

adjoined by @48 Beubledaird beteyeenidhs sworlsgiradiagenregiansd . ckdsasdstishad form

recipients 36 fqr;iheLoNeqHRRRRHIARER1 SR RS 39 7oRGLUARAI RRIHOAE Fstiohisy they can be
plugged and heldina 19

which extend parallel to the longitudinal extent of the longitudinal
portions 10, 11 and which contact the connection edges 20, 21 of the

10 connection portions 14, 15, as can be recognized from Fig. 9. To produce
the final shape of the section webs 3, the connection edges 20, 21 are
subsequently connected, for example welded, to the longitudinal edges 28,
29 of the intermediate element 27. At the same time, the openings 5 are
thereby formed which are in turn arranged alternating in the longitudinal

15 direction of the section web 3.

In a similar manner as already described with respect to Fig. 7, the
longitudinal portions 10, 11 in this embodiment can in turn also
additionally be displaced in the longitudinal direction with respect to one

20 another in accordance with the arrows 25, 26 until they reach the
positions shown in Fig. 10. In this position, the respective connection
portions 14, 15 of the longitudinal portions 10, 11 are disposed opposite
one another, whereas they are arranged alternating in the longitudinal
direction of the section web in the embodiment of Fig. 9.

25
The connection edges 20, 21 of the connection portions 14, 15 are
subsequently connected, for example welded, to the longitudinal edges 28,
29 of the intermediate element 27 so that the final shape of the sectional
element 3 and the openings 5 are formed.

30



clamping manner. The longitudinal portions 32 can in this respect be made of metal, in particular of
aluminum, whereas the intermediate element 33 can preferably be made of plastic and in particular as
an injection molded part or as a continually extruded section. S In the embodiment in accordance with
Fig. 14, the connection portions are made as hexagonal connection portions 37, 38. The hexagonal
connection portions 37, 38 each include a hexagonaj yegion 39 as well as a trapezoidal region 40
which adjoins thereat and which is respectively 10 connected to the elongated portion 16 and 17
respectively. The connection edges 20, 21 are made as obliquely extending edges of the hexagonal
regions 39 and in particular extend at a 45 angle to the longitudinal extent of the material strip 6. The

connection gogescd &1 Rt edaes A ahéheoharaasnal sedinnso3Ladiaining Herieshsaah, inqlude an

angle of 90 so 15 that corresponding angles a,13 of the openings 5 are also formed as 90 angles.
The connecliish By EatopmedidifleBa dmbhwirsriierrERe d iR Srchisasy withesfRboatfent in

accordance Wit frigt ddilitueldersin G0 Pritisviaidasen veldpd e onaanathep drdbaempodiment

in accordance with Fig. 15, the connection portions are made as triangular connection portions 45, 46.
To form the FarigiffonfetasnhRIItions 45 else Sy sRYiRERGEE seuwdiiebdaiBaRe 25 material

strip 6 Iy WW@&Q&W%MB@@@% 6% fite L3AIRIBIEHoPHBRIYS WY, the Hy/O

longitudinal portions 10, 11 are pulled apart obliquely to the longitudinal extent of the material strip 6 in
accordance kiR twd arfolis it gonvre. iovdhranbgidistiontss tctnenosgiiddinaEpeaionsno, 11 in

this respect syhstantilly saiadss Pasalies 30,9 540 Jankspl 2 ffiheaaaderng,lapgivwinal edges

12, 13. In this 20 respect, the two longitudinal portions 10, 11 are only pulled apart so far that the
flanks 51, 5vetill depratremhaarottamegidpnnidd heheeelse thd GoRhernidnZ&igéS 20, 21 are formed.

They can in furn, be RIGFWRIGRY 1, QRS AN BLRk AT AU F I I LRRECtH R [d8 ke A8 13- 5

10 portions overlap with the intermediate element and corresponding areal
connections are produced between these elements, for example by
pressure joining processes such as by clinching or crimping, by clamping,
squeezing, pressing, welding , screwing, adhesive bonding, riveting or
folding or by a plug-in connection.

15
A corresponding areal fold connection between the web 27 and the
connection portion 14 is shown broken away in a detailed view by way of

example in Fig. 11.

20  Stiffening beads 30 such as are only shown in Fig. 10 are formed in the
material portion 6 in accordance with the invention. These stiffening
beads 30 are made in or extend into the connection portions. An
advantageous stiffening is achieved by a profile transverse to the
longitudinal direction of the section web 3. Corresponding stiffening beads

25 31 which extend in the longitudinal direction of the material portion 6 and
which are in communication with the stiffening beads 30, as is shown in
Fig. 10, are also formed in the region of the longitudinal edges 7, 8. The
stiffening beads 30 can in this respect extend from a stiffening bead 31
extending in the longitudinal direction to the oppositely disposed stiffening

30 Dbead 31 so that they are connected to one another and the openings 5 are



The embodiment shown in Fig. 16 in turn includes trapezoidal connection portions 47, 48 which are
each connected at their long base sides to the elongated portions 16, 17. The two longitudinal portions
10, 11 are, in a similar manner as described with respect to Fig. 15, pulled apart in 10 accordance with
two arrows 53, 54 oblique to the longitudinal extent of the material strip 6 and substantially parallel to
the limbs of the trapezoidal portions 47, 48 to reach fi® position shown in Fig. 16. In this position, the
limbs of the trapezoidal portions 47, 48 are still region-wise in contact, whereby the connection edges
20, 21 are formed. They can in 15 turn be butt welded to one another, as described with respect to
Figs. 12 and 13. Fig. 17 shows the structure of a frame 42 in which the vertical rails 43 are formed by
sections whichapenagdesinaseridancsydiritbaiephadionenh 910 A8 faNea With idd-ihhe
horizontal rails 44 are, in contrast, formed by wa\égwexample in accordance with the embodiment in

accordance WWitnlevger ZeginmR Rfdhigivd Qdmedanban iingre dhsertinimsg Prpdy tldickhigse. Both
the horizont%@ﬁ@&\@%ﬂ&%é@%@tﬂé wRINatRY sisorbefomedishassridange withea different
a

embodiment described in the 25 application. It is schematically shown in Fig. 18 that the openings 5

cannot only Bremrmterriis SeBEEn8rsHEB B IPSREIH atveRr oY istaditishall &b odiBAeYsin both
sectiongimb&%ﬂtﬂstfﬂé@%rltgq{gtsggﬁﬁ@gga%%gm\(n in Fig. 19 30 that the openings 5 can also

extend from the profile web 3 over the outér 21 edges 7, 8 into the section limbs 4. In addition,
openings 5 can also be provided which are arranged completely in the section web 3 and/or in one or

both sectiongimbs, f. Thege.qiff %ISH{&EP%Q%Hﬁ“ﬁ%%@&eo%ﬂmﬁ%?é}ﬂf‘p?{%i%‘?%ﬁ"

embodiments of the invention. 5 Fig. 20 shows a plurality of further possible embodiments of the
invention. Iroggstitgse neksdtavstriph 6ssro pavimgmeawiichanbimidsting sioxaoiphe hyst varied

designs hav nt C ' jtudinal ' ial strip 6
being pulledf3 %?ﬂégnﬁ\%giﬂfﬁ)ﬁtﬁgqﬁ%#%@ naﬂg e%%ﬁ%%ﬁ%?%g{%r% gﬁ%&gggg%%%ﬁaﬂy being
displat@d wie respécted vhthaopthenigstlaatdivgitdaies bytencimrstimendisas.sthetobiamigs 5 arising
thereby are 0 ed. | mbodi ts, copnection e ich are shown in
bold in eac féggg%of%sﬁ% %%l%?eg ’fgr}rlﬁﬂec?l glllyg(p)%ir%}c?lrlgﬁ(%? th%rmeé(ai%gg)ggéﬁo%n%?é%mal 81?5 edges. The
two longitudemabpssikh pabtidhsuer edifidnit gvbleldistocane lirethise ie the sorthéstidreedges 20, 21,
as has alrealg% breeg(ﬁégleaier]%%lwitg ﬁpect to the previously described embodiments. The openings 5
can, for exampFe,Iﬂave |amoncF-Islhape'd forms, flag-shaped forms, octagonal forms or the otherwise
shown geometrical forms. As shown,

15 The embodiment in accordance with Fig. 12 differs from the embodiment
in accordance with Figs. 2 to 4 in that the two longitudinal portions 10, 11
are only pulled apart so far transverse to the longitudinal extent of the
material strip 6 that the connection portions 14, 15 still engage into one
another in the manner of a comb, as is shown in Fig. 12. In this position,

20 the edges of the connection portions 14, 15 contacting one another end-to-
end form the connection edges 20, 21 which are butt welded to one

another.

Fig. 13 shows a sectional element made as a base section in which two

25 outwardly disposed longitudinal portions 32 are plugged together with a
strip-shaped intermediate element 33 arranged therebetween. The
intermediate element 33 has a single-layer center region 34 which is
adjoined by two double-layer outer regions 35. They are made U-shaped in
cross-section and form recipients 36 for the connection portions 55 of the

30 longitudinal portions 32 into which they can be plugged and held in a



20 depending on the shape, the two longitudinal portions 10, 11 can form undercuts transverse to their
longitudinal extent in the direction of the moving apart which additionally reinforce the connection
between the longitudinal portions 10, 11. 25 In Fig. 21, two substantially equally thick, flat material
strips 6, 6' are arranged so that they lie flat over one another. A uniform meandering slit 9 was
introduced into both material strips 6, 6' by which theg gnaterial strips 6, 6' are divided into two
longitudinal portions 10, 11 and 10, 11' respectively. In contrast to the previously described
embodiments, in this 30 embodiment the sectional element 1 is not formed by the originally 22
contiguous longitudinal portions 10, 11 or 10", 11' respectively, but two sectional elements are rather

formed of whighf5ie semphiaes. thalongidinatRertiangibfsL82eashihe athey thgdeagiuinal portions
11, 11'. S For this purpose, after producing the meandering slit 9, the longitudinal portions 10, 10' lying
over one anBtASIERE 5T alatdt BRYTH e v isHER 1 oR RGBT PSRRI et order together

to form sectiqeah SIMENIAYSRIBASHE E@%QH@IBP%}%@% RS #¢ ghetieitiedsagyfacture of the

sectional element 1 with the longitudinal portions 11, 11" is shown by way of example. The longitudinal
portions 11,injegfisidverdnd Rasther afehverddtbgineriredsdestioi@bges 57 extending in the
longitudjnal direction so that weld seams 59 are 15 produced which extend along the end faces 58 of
the connection edges 57. Subsequently, the longitudinal portions 11, 11" are folded apart, as is
indicated bylanthe sinbo dimmign b rsiceiid pugsoset thBipnitudiraiqesreatiatisp eatioxsme,
pivoted by agpiqyimaig 8 aboubiircenne gianietacs £ 148 aprordance Wil (e Aau6R unti 1
adopts the 20 position shown in Fig. 23. In this'position, the longitudinal portions 11, 11" lie
substantiallypiprieommonFhagrecTiochudeablylvorméensd coginttith aslged]basage bent over by the

pivoting So {5at Joe, 01T eniioNe ARSI SAAES RNAMYREN R eraltdinal ag pRytions 11, 11
are connected to one another end-to-end. At the same time, the openings 5 are formed by the pivoting
betwetf podtiomsasftté tndhredelinghngitpdirtabadbiesan?] 13, veitpoet tiidbelieagsoviattbwith
material IOS%dges 20, 21 are made as obliquely extending edges of the hexagonal

regions 39 and in particular extend at a 45° angle to the longitudinal

extent of the material strip 6. The connection edges 20, 21 and edges 41 of

the hexagonal regions 39 adjoining thereat each include an angle of 90° so

15 that corresponding angles o, B of the openings 5 are also formed as 90°

angles.

The connection edges 20, 21 contact one another end-to-end and are,
analog to the embodiment in accordance with Fig. 12, butt welded, in

20 particular laser welded, to one another.

In the embodiment in accordance with Fig. 15, the connection portions are
made as triangular connection portions 45, 46. To form the triangular
connection portions 45, 46 , a sawtooth-like slit is introduced into the

25 material strip 6 by which the meandering longitudinal edges 12, 13 are
formed. Subsequently, the two longitudinal portions 10, 11 are pulled
apart obliquely to the longitudinal extent of the material strip 6 in
accordance with two arrows 49, 50. The movement direction of the two
longitudinal portions 10, 11 in this respect substantially extends parallel

30 to two flanks 51, 52 of the meandering longitudinal edges 12, 13. In this



23 The connection between the bent-over abutment edges 56 can generally also be produced by other
kinds of connection such as overlap welding, folding, adhesive bonding, clinching, riveting or clamping.
In addition, the pivoting of the longitudinal portions can also take place about an angle 5 different from
180, in particular about a smaller or also larger angle, depending on which shape the final sectional
element should have. The manufacture of the sectiopel element by folding open was admittedly only
explicitly described in connection with the web-shaped connection portions 14, 15, but this
manufacture is also possible with the other 10 connection portions described within the framework of
this application as long as the connection edges to be connected extend in the longitudinal direction of

the material gigige 4 fRefeiRHE6HBIMAIBh S ipliefinBal @lement 2epatop sty asacHsTyYeb
4section limb 50penings 6, 6'material strip 7outer edge
that the flanks 51, 52 still contact one another region-wise, whereby the
connection edges 20, 21 are formed. They can in turn be butt welded to

one another, as described with respect to Figs. 12 and 13.

The embodiment shown in Fig. 16 in turn includes trapezoidal connection
portions 47, 48 which are each connected at their long base sides to the
elongated portions 16, 17. The two longitudinal portions 10, 11 are, in a
similar manner as described with respect to Fig. 15, pulled apart in

10 accordance with two arrows 53, 54 oblique to the longitudinal extent of
the material strip 6 and substantially parallel to the limbs of the
trapezoidal portions 47, 48 to reach the position shown in Fig. 16. In this
position, the limbs of the trapezoidal portions 47, 48 are still region-wise
in contact, whereby the connection edges 20, 21 are formed. They can in

15 turn be butt welded to one another, as described with respect to Figs. 12

and 13.

Fig. 17 shows the structure of a frame 42 in which the vertical rails 43 are
formed by sections which are made in accordance with the embodiment in

20 accordance with Fig. 12. The horizontal rails 44 are, in contrast, formed
by way of example in accordance with the embodiment in accordance with
Fig. 14. This is shown schematically in the upper region of Fig. 17 in each
case. Both the horizontal and the vertical rails 43, 44 can naturally also
be formed in accordance with a different embodiment described in the

25 application.

It is schematically shown in Fig. 18 that the openings 5 cannot only be
formed in the section web 3, but alternatively or additionally also in one or
in both section limbs 4. It is furthermore schematically shown in Fig. 19

30 that the openings 5 can also extend from the profile web 3 over the outer



10 8outer edge 9meandering slit 10, 10'longitudinal portion 11, 11'longitudinal portion 12meandering
longitudinal edge 15 13meandering longitudinal edge 14web-shaped connection portions
15web-shaped connection portions 16elongated portions 17elongated portions 20 18arrow 19arrow
20connection edges 21connection edges 22line 25 23T-shaped connection portions

21

edges 7, 8 into the section limbs 4. In addition, openings 5 can also be
provided which are arranged completely in the section web 3 and/or in
one or both section limbs 4. These different arrangements of the openings

5 can be provided in all embodiments of the invention.

Fig. 20 shows a plurality of further possible embodiments of the invention.
In each case, material strips 6 are shown into which meandering slots of
the most varied designs have been introduced, with subsequently the two
longitudinal portions of the material strip 6 being pulled apart transverse

10 to the longitudinal extent of the material strip 6 and additionally being
displaced with respect to one another in the longitudinal extent in some
cases. The openings 5 arising thereby are each shown as hatched. In all
embodiments, connection edges 20, 21 which are shown in bold in each
case for illustration are formed by portions of the meandering longitudinal

15 edges. The two longitudinal portions 10, 11 are each butt welded to one
another via the connection edges 20, 21, as has already been explained
with respect to the previously described embodiments. The openings 5
can, for example, have diamond-shaped forms, flag-shaped forms,
octagonal forms or the otherwise shown geometrical forms. As shown,

20 depending on the shape, the two longitudinal portions 10, 11 can form
undercuts transverse to their longitudinal extent in the direction of the
moving apart which additionally reinforce the connection between the

longitudinal portions 10, 11.

25 In Fig. 21, two substantially equally thick, flat material strips 6, 6' are
arranged so that they lie flat over one another. A uniform meandering slit
9 was introduced into both material strips 6, 6' by which the material
strips 6, 6' are divided into two longitudinal portions 10, 11 and 10', 11
respectively. In contrast to the previously described embodiments, in this

30 embodiment the sectional element 1 is not formed by the originally
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contiguous longitudinal portions 10, 11 or 10', 11' respectively, but two
sectional elements are rather formed of which one comprises the

longitudinal portions 10, 10' and the other the longitudinal portions 11,

11"
5
For this purpose, after producing the meandering slit 9, the longitudinal
portions 10, 10' lying over one another are separated from the respective
other longitudinal portions 11, 11' in order together to form sectional
elements independent of one another.
10

In Figs. 22 and 23, the manufacture of the sectional element 1 with the
longitudinal portions 11, 11'is shown by way of example. The longitudinal
portions 11, 11' lying over one another are welded together at connection
edges 57 extending in the longitudinal direction so that weld seams 59 are
15 produced which extend along the end faces 58 of the connection edges 57.
Subsequently, the longitudinal portions 11, 11' are folded apart, as is
indicated by an arrow 60 in Fig. 22. For this purpose, the longitudinal
portion 11 is, for example, pivoted by approximately 180° about the
connection edges 57 in accordance with the arrow 60 until it adopts the
20 position shown in Fig. 23. In this position, the longitudinal portions 11,

11' lie substantially in a common plane.

The mutually connected connection edges 57 are bent over by the pivoting
so that they form bent-over abutment edges 56 via which the longitudinal
25 portions 11, 11' are connected to one another end-to-end. At the same
time, the openings 5 are formed by the pivoting between portions of the
meandering longitudinal edges 12, 13, without this being associated with

material loss.
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52flank 25 53arrow

10

23

The connection between the bent-over abutment edges 56 can generally
also be produced by other kinds of connection such as overlap welding,
folding, adhesive bonding, clinching, riveting or clamping. In addition, the
pivoting of the longitudinal portions can also take place about an angle
different from 180°, in particular about a smaller or also larger angle,
depending on which shape the final sectional element should have. The
manufacture of the sectional element by folding open was admittedly only
explicitly described in connection with the web-shaped connection
portions 14, 15, but this manufacture is also possible with the other
connection portions described within the framework of this application as
long as the connection edges to be connected extend in the longitudinal

direction of the material strip.



54arrow 55connection portions 56bent-over abutment edges 57connection edges 30 58end faces
59weld seams 60arrow 27 Claims 1.A thin-walled cold formed lightweight sectional element, in
particular a structural section, for example a dry construction 5section, a section for the face of a
building, a plaster section, a base section, a screed section, a tile section or a cable carrier section or
a frame rail or drainage rail, having an elongated segipn body (2) which is in particular metal or
comprises plastic and in which a plurality of openings (5) are formed, 10characterized in that

Reference numeral list

1 sectional element
2 section body
5 3 section web
4 section limb
5 openings
6, 6 material strip
7 outer edge
10 8 outer edge
9 meandering slit
10, 10’ longitudinal portion
11, 11" longitudinal portion
12 meandering longitudinal edge
15 13 meandering longitudinal edge
14 web-shaped connection portions
15 web-shaped connection portions
16 elongated portions
17 elongated portions
20 18 arrow
19 arrow
20 connection edges
21 connection edges
22 line
25 23 T-shaped connection portions
24 T-shaped connection portions
25 arrow
26 arrow
27 intermediate element

30 28 longitudinal edge



the section body (2) includes at least two separately formed longitudinal portions (10, 11); in that each
longitudinal portion (10, 11) includes a meandering longitudinal edge (12, 13); 15in that the longitudinal
portions each include an elongated portion (16, 17) as well as a plurality of connection portions (14,
15, 23, 24, 37, 38, 45, 46, 47, 48) which project laterally beyond the elongated portion (16, 17) and
which are bordered by the meandering longitudinal exige (12, 13); 20in that the connection portions
(14, 23, 37, 45, 47) of the one longitudinal portion (10) face the connection portions (15, 24, 38, 46, 48)
of the other longitudinal portion (11) and are welded to them end-to-end in each case or are connected
to one another along bent-over abutment edges (56); 25in that the openings (5) are bordered at least
regionally bpgortions of the meangdgwng.\@neieingl edges (12, 13); in that stiffening beads (31)
extending in the longitudinal direction of the longitudinal portions (10, 11) as well as stiffening beads
(30) extendiRf transverse thereto#E¢o¥REPRA%R longitudinal portions 30(10, 11); 28 in that the
transverse exjending stiffening begggddth gisedgemmunication with the stiffening beads (31)
extending in the longitudinal direction; and in that the transverse extending stiffening beads (30)
extend into % 5connection portidRBgidIdimalpontiansag 45, 46, 47, 48). 2.A thin-walled cold

formeddightygight sectional elemgitdpgcqpsfansemithiclaim 1,

34 center region
35 outer regions
36 lines
37 hexagonal connection portions
10 38 hexagonal connection portions
39 hexagonal regions
40 trapezoidal regions
41 edges
42 frame
15 43 vertical rails
44 horizontal rails
45 triangular connection portions
46 triangular connection portions
47 trapezoidal connection portions
20 48 trapezoidal connection portions
49 arrow
50 arrow
51 flank
52 flank
25 53 arrow
54 arrow
55 connection portions
56 bent-over abutment edges
57 connection edges

30 58 end faces



characterized in that 10the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) of the two
longitudinal portions (10, 11) each include connection edges (20, 21) or bent-over abutment edges
(56) which are adjacent to one another and extend substantially parallel to one another. 15 3.A
thin-walled cold formed lightweight sectional element in accordance with claim 1 or claim 2,
characterized in that the connection edges (20, 21) @dend substantially parallel, perpendicular or
obligue and the bent-over abutment edges (56) 20extend substantially parallel to the longitudinal
extent of the longitudinal portions (10, 11). 4.A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims, 25characterized in that the connection portions
(14, 15, 23, 24, 37, 38, 45, 46, 47wA3) ay&nghaped, web-shaped, trapezoidal shaped or triangular or
include hexagonal regions. 29 5. A thin-walled cold formed lightweight sectional element in
accordance Wth at least one of thid'pP¥¢eding claims,



characterized in that a respective one connection portion (14, 15, 23, 24, 37, 38, 45, 46, 547, 48) of
the one longitudinal portion (10, 11) is disposed opposite a connection portion (14, 15, 23, 24, 37, 38,
45, 46, 47, 48) of the other longitudinal portion (10, 11). 6. A thin-walled cold formed lightweight
sectional element in 10accordance with at least one of the claims 1 to 5, characterized in that the
connection portions (14, 15, 23, 24, 37, 38, 45, 46, 4¥7 48) are arranged alternating in the longitudinal
direction of the sectional element (1). 15 7. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims, characterized in that the longitudinal
portions (10, 11) have a thickness of approximately 20between 0.5 mm and 3 mm. 8. A thin-walled
cold formed lightweight sectional element in accogggiigggVith at least one of the preceding claims,
characterized in that 25the weld connection between the connection portions (14, 15, 23, 24, 37, 38,
45, 46, 47, 48) is made as a discontinuous laser weld seam.

1. A thin-walled cold formed lightweight sectional element, in
particular a structural section, for example a dry construction
5 section, a section for the face of a building, a plaster section, a base
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 which a
plurality of openings (5) are formed,
10 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
longitudinal edge (12, 13);
15 in that the longitudinal portions each include an elongated portion
(16, 17) as well as a plurality of connection portions (14, 15, 23, 24,
37, 38, 45, 46, 47, 48) which project laterally beyond the elongated
portion (16, 17) and which are bordered by the meandering
longitudinal edge (12, 13);
20 in that the connection portions (14, 23, 37, 45, 47) of the one
longitudinal portion (10) face the connection portions (15, 24, 38,
46, 48) of the other longitudinal portion (11) and are welded to them
end-to-end in each case or are connected to one another along bent-
over abutment edges (56);
25 in that the openings (5) are bordered at least regionally by portions
of the meandering longitudinal edges (12, 13);
in that stiffening beads (31) extending in the longitudinal direction
of the longitudinal portions (10, 11) as well as stiffening beads (30)
extending transverse thereto are formed in the longitudinal portions

30 (10, 11);



9. A thin-walled cold formed lightweight sectional element in 30accordance with at least one of the
preceding claims, 30 characterized in that at least some of the stiffening beads (30, 31) extend
beyond the weld seams between the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48). 5 10.
A thin-walled cold formed lightweight sectional element in accordance with at least one of the
preceding claims, characterized in that a stiffening bggd (31) formed in a longitudinal portion (10, 11)
and 10 extending in the longitudinal direction is connected via one or more of the transverse extending
stiffening beads (30) to a stiffening bead (31) formed in the other longitudinal portion (10, 11) and
extending in the longitudinal direction. 15 11. A thin-walled cold formed lightweight sectional element in

accordance with ajjearhene OftiheBiesedipgatRa cCharrGienzaskndsaBo) dheistiffening beads

(31) extending in the longitudinal direction extend over the whole length of the respective longitudinal
portion 20(10, 11) 6PEEHRIGAPRA Biitk the shilfeminss hRtels 131 herisnedieaiBoi® formed
lightweight sectiongd gla ek ascetdanse i at least one of the preceding claims,

in that the transverse extending stiffening beads (30) extend into the

5 connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48).

2. A thin-walled cold formed lightweight sectional element in
accordance with claim 1,
characterized in that
10 the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) of
the two longitudinal portions (10, 11) each include connection edges
(20, 21) or bent-over abutment edges (56) which are adjacent to one

another and extend substantially parallel to one another.

15 3. A thin-walled cold formed lightweight sectional element in
accordance with claim 1 or claim 2,
characterized in that
the connection edges (20, 21) extend substantially parallel,
perpendicular or oblique and the bent-over abutment edges (56)
20 extend substantially parallel to the longitudinal extent of the
longitudinal portions (10, 11).

4. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,
25 characterized in that
the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are
T-shaped, web-shaped, trapezoidal shaped or triangular or include

hexagonal regions.



characterized in that 25the material of the section body (2) bordering the openings (5) is deep drawn.
13. A thin-walled cold formed lightweight sectional element in accordance with at least one of the
preceding claims, 30characterized in that 31 the edges of the section body (2) bordering the openings
(5) are bent over, are in particular made as flanged edges. 14. A thin-walled cold formed lightweight
sectional element, in Sparticular a structural section,ggr example a dry construction section, a section
for the face of a building, a plaster section, a base 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 which a 10plurality of openings (5) are formed,

characterizegl in that therseelinebedyd 2 sl e RHeasHIVaseRMaled drimadilengitudinal portions
(10, 11); in that each longitudinal portion (10, 11) includes a meandering 15longitudinal edge

(12, 13); in that the¥eRRJitlRM PokAk Pef8t BieaBrsstHaB SR, 17) as well as a
plurality of connectiep, poriepsdd4inl s, 24, 37, 38, 45, 46, 47, 48) which project laterally beyond

the elongated portion (16, 17) and which are bordered by the meanderin
a respective one connection portion (14, 15, 23, 24, 37, 38, 45, 46,

5 47, 48) of the one longitudinal portion (10, 11) is disposed opposite
a connection portion (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) of the
other longitudinal portion (10, 11).

6. A thin-walled cold formed lightweight sectional element in
10 accordance with at least one of the claims 1 to 5,
characterized in that
the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are
arranged alternating in the longitudinal direction of the sectional
element (1).
15
7. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,
characterized in that
the longitudinal portions (10, 11) have a thickness of approximately
20 between 0.5 mm and 3 mm.

8. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,
characterized in that

25 the weld connection between the connection portions (14, 15, 23,
24, 37, 38, 45, 46, 47, 48) is made as a discontinuous laser weld

seamnl.

9. A thin-walled cold formed lightweight sectional element in

30 accordance with at least one of the preceding claims,



20longitudinal edge (12, 13); in that the connection portions (14, 23, 37, 45, 47) of the one longitudinal
portion (10) face and are connected to the connection portions (15, 24, 38, 46, 48) of the other
longitudinal portion (11); in that the openings (5) are bordered at least regionally by portions 250f the
meandering longitudinal edges (12, 13); and in that the connection portions (14, 15, 23, 24, 37, 38, 45,
46, 47, 48) of the one longitudinal portion (10, 11) arggxonnected via an intermediate element (27)
arranged between the longitudinal portions (10, 11) to the connection portions (14, 15, 23, 24, 37, 38,
45, 46, 47, 48) of 30the other longitudinal portion (10, 11). 32 15. A thin-walled cold-formed
lightweight sectional element in accordance with claim 14, characterized in that 5the connection
between the connegiigppesionsi(i41h2123, 24, 37, 38, 45, 46, 47, 48) and the intermediate element
(27) takes place end-to-end or overla pingéi 16. A thin-walled cold formed lightweight sectional

P

element in 10accorfalfashitramint thcopdaning brarkk(sfed lih stk heeerddifeBdthent (27)
is made as an elongaiggls ggg;%@pggee@dﬁ%ﬁgrﬂ)ﬁﬁ@ﬁmugdlc@@g)’r@@,dgightgga’igig,sectional
element in accordance with claim 14 or claim 15 or claim 16,
46, 47, 48).
5
10. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,
characterized in that
a stiffening bead (31) formed in a longitudinal portion (10, 11) and
10 extending in the longitudinal direction is connected via one or more
of the transverse extending stiffening beads (30) to a stiffening bead

(31) formed in the other longitudinal portion (10, 11) and extending

in the longitudinal direction.

15 11. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,
characterized in that
the stiffening beads (31) extending in the longitudinal direction
extend over the whole length of the respective longitudinal portion

20 (10, 11) or are interrupted once or a multiple of times.

12. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,
characterized in that

25 the material of the section body (2) bordering the openings (5) is

deep drawn.

13. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the preceding claims,

30 characterized in that



characterized in that the intermediate element (27) has longitudinal edges (28, 29) extending
substantially parallel to the longitudinal extent of the 20longitudinal portions (10, 11). 18. A thin-walled
cold formed lightweight sectional element in accordance with at least one of the claims 14 to 17,
characterized in that 25the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are connected
to the intermediate element (27) by a pressure joiningprocess such as by clinching or crimping, by
clamping, squeezing, pressing, welding, screwing, adhesive bonding, riveting or folding or by a plug-in
connection. 33 19. A thin-walled cold formed lightweight sectional element in accordance with at least
one of the claims 14 to 18, characterized in that the intermediate element (27) has a thickness of

approximately Sbefggen e%mmaecgédﬁ@sh%Q)@tmmw&f&m%iﬂ%wéﬁmgfqua%%wl
element in accordance with at least one of the claims 14 to 19, characterized in that
over, are in particular made as flanged edges.

14. A thin-walled cold formed lightweight sectional element, in
5 particular a structural section, for example a dry construction

section, a section for the face of a building, a plaster section, a base
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 which a

10 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 each include an elongated portion
(16, 17) as well as a plurality of connection portions (14, 15, 23, 24,
37, 38, 45, 46, 47, 48) which project laterally beyond the elongated
portion (16, 17) and which are bordered by the meandering

20 longitudinal edge (12, 13);
in that the connection portions (14, 23, 37, 45, 47) of the one
longitudinal portion (10) face and are connected to the connection
portions (15, 24, 38, 46, 48) of the other longitudinal portion (11);
in that the openings (5) are bordered at least regionally by portions

25 of the meandering longitudinal edges (12, 13); and in that the
connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) of the
one longitudinal portion (10, 11) are connected via an intermediate
element (27) arranged between the longitudinal portions (10, 11) to
the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) of

30 the other longitudinal portion (10, 11).



10the intermediate element (27) is made from a different material than the longitudinal portions (10,
11). 21. A thin-walled cold formed lightweight sectional element in accordance with at least one of the
claims 14 to 20, 15characterized in that the intermediate element (27) is made from plastic, in
particular from PVC, and the longitudinal portions (10, 11) are made from metal, in particular from
aluminum. 20 22. A method for manufacturing a thinggalled cold formed lightweight sectional element,
in particular a structural section, for example a dry construction section, a section for the face of a
building, a plaster section, a base section, a screed section, a tile section or a cable carrier section or
a frame rail or drainage rail, having an 25elongated 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 havin a meandering longitudinal edge (12, 13) are
provided to pfl%ducé asBeyermgaHi tWﬁ@i&HﬁP&%b%ﬂ% fRA¢meRY Y each case 34

including an elong%r@gopggiq&(%gtﬁﬁgﬁﬂvqulas a plurality of connection portions (14, 15, 23, 24, 37,
38, 45, 46, 47, 48) which project laterally beyond the elongated portion (16, 17) and which are

bordered by the mehadastefisagdiitifitedge (12, 13); 5in that the longitudinal portions (10, 11) are
moved gpart transygse 4o QIR PLRiRA LYRNE AR AN GUIRRGHEN Portiensd34023, 37, 45, 47)

of the one longitudinal portion (10) are welded to the connection portions (15, 24, 38, 46, 48) of the
other longitudinal poBiictP(14§ efd-t¢8hard the intermediate element (27) takes place

end-to-end or overlapping.

16. A thin-walled cold formed lightweight sectional element in
10 accordance with claim 14 or claim 15,
characterized in that
the intermediate element (27) is made as an elongated, strip-shaped

element.

15 17. A thin-walled cold formed lightweight sectional element in
accordance with claim 14 or claim 15 or claim 16,
characterized in that
the intermediate element (27) has longitudinal edges (28, 29)
extending substantially parallel to the longitudinal extent of the

20 longitudinal portions (10, 11).

18. A thin-walled cold formed lightweight sectional element in

accordance with at least one of the claims 14 to 17,
characterized in that

25 the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are
connected to the intermediate element (27) by a pressure joining
process such as by clinching or crimping, by clamping, squeezing,
pressing, welding, screwing, adhesive bonding, riveting or folding or
by a plug-in connection.

30



10that the openings (5) are formed between portions of the meandering longitudinal edges (12, 13);
and in that stiffening beads (31) extending in the longitudinal direction of the longitudinal portions (10,
11) as well as stiffening beads (30) extending transverse thereto are formed in the longitudinal portions
15(10, 11), with the transverse extending stiffening beads (30) being in communication with the
stiffening beads (31) extending in the longitudinal dirggtion and the transverse extending stiffening
beads (30) extending into the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48). 20 23. A
method in accordance with claim 22, characterized in that the longitudinal portions (10, 11) are moved
apart substantially perpendicular or oblique to their longitudinal extent. 25 24. A method in accordance

with at least ane ofAhe GlainaReY 23, fehaiaaterAacviei Shat deedengiludival aertians (10, 11) are

mutually displaced substantially in the longitudinal direction in addition to the moving 35 apart of the
longitudinal portiorRCQY denGFaradtarE teapkrsnglitamsl sl 230Al frethod in accordance with

claim 24, characterized in that
the intermediate element (27) has a thickness of approximately

5 between 0.5 mm and 3 mm.

20. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the claims 14 to 19,
characterized in that
10 the intermediate element (27) is made from a different material than

the longitudinal portions (10, 11).

21. A thin-walled cold formed lightweight sectional element in
accordance with at least one of the claims 14 to 20,
15 characterized in that
the intermediate element (27) is made from plastic, in particular
from PVC, and the longitudinal portions (10, 11) are made from

metal, in particular from aluminum.

20 22. A method for manufacturing a thin-walled cold formed lightweight
sectional element, in particular a structural section, for example a
dry construction section, a section for the face of a building, a
plaster section, a base section, a screed section, a tile section or a
cable carrier section or a frame rail or drainage rail, having an

25 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
meandering longitudinal edge (12, 13) are provided to produce the

30 section body (2), with the longitudinal portions (10, 11) in each case



5characterized in that the longitudinal displacement of the longitudinal portions (10, 11) takes place
before, after or simultaneously with the moving apart of the longitudinal portions (10, 11) transverse to
their longitudinal extent. 10 26. A method for manufacturing a thin-walled cold formed lightweight
sectional element, in particular a structural section, for example a dry construction section, a section
for the face of a building, a plaster section, a base sgetion, a screed section, a tile section or a 15cable
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 at least two separate longitudinal portions (10, 10', 11, 11") each 20having a meandering

longitudinal edge (ﬁ%l&lﬁ@maaﬁgé@wwet ssctian agdwéﬂ)awwghsr@n@wmal portions
(10, 10, 11, 11') in each case including an e one%lated portion (16, 12513 well as aglurallty of

connection portionSYMACEEIARHRIF HRIsct 1 dtetaly oy fie elondeed BoftiondBE MCknd which
are bordered by thﬁ%@&%%@@fﬁl@%@&%ﬁh@@@ﬂé&té@p&{hﬁi theslongitudinadpaeipasd10, 10°,

11, 11" are arranged Such that they contact one another in a flat manner and respective connection

edges (57) of the depFéerRsh Portiopdeandsy brghoval whHagitlfdaepdderd €10, 10/, 11, 11

extendigg in the 'Oﬂg'wﬂi@%h%oﬁiff‘gifﬂﬁﬂﬂiéﬁcﬂxﬁ?&%%f@”@‘i?t%ﬁ% eece {2 QfthpcarnaEion 36
portions (14, 15) of the other longitudinal portion (10, 10', 11, 11') extending in the longitudinal

direction  in thatthéheideatifualied BtyrBtihe one longitudinal portion (10, 11) are connected, in
particular welded, tl?ltﬂ?aqoﬁ{]se%%?ﬁl‘égﬂ%%(gaﬁons (14, 23, 37, 45, 47) of the one

longitudinal portion (10) are welded to the connection portions (15,
24, 38, 46, 48) of the other longitudinal portion (11) end-to-end so
10 that the openings (5) are formed between portions of the meandering
longitudinal edges (12, 13); and
in that stiffening beads (31) extending in the longitudinal direction
of the longitudinal portions (10, 11) as well as stiffening beads (30)
extending transverse thereto are formed in the longitudinal portions
15 (10, 11), with the transverse extending stiffening beads (30) being in
communication with the stiffening beads (31) extending in the
longitudinal direction and the transverse extending stiffening beads
(30) extending into the connection portions (14, 15, 23, 24, 37, 38,
45, 46, 47, 48).

20
23. A method in accordance with claim 22,
characterized in that
the longitudinal portions (10, 11) are moved apart substantially
perpendicular or oblique to their longitudinal extent.
25

24. A method in accordance with at least one of the claims 22 or 23,
characterized in that
the longitudinal portions (10, 11) are mutually displaced

substantially in the longitudinal direction in addition to the moving



50f the other longitudinal portion (10', 11'); in that one of the two longitudinal portions (10, 11) is
pivoted about the connection edges (57) with respect to the other longitudinal portion (10', 11') so that
the connection portions (14, 15) are connected to one another along bent-over abutment edges (56)
and 10the openings (5) are formed between portions of the meandering longitudinal edges (12, 13);
and in that stiffening beads (31) extending in the longgudinal direction of the longitudinal portions (10,
10, 11, 11") as well as stiffening beads (30) extending transverse thereto are formed in the
15longitudinal portions (10, 10", 11, 11"), with the stiffening beads (30) extending transverse being in
communication with the stiffening beads (31) extending in the longitudinal direction and the transverse

extending stiffening hgads (3R asiesdingiini® Hi5-aenrection Poripas i drddro2thés: A method in

accordance with at least one of the claims 22 to 26, characterized in that at least one meandering slit
(9) which extends WRsitBAgRabRdIEent of the starting material (6) is introduced into at least one
25elongated strip-shaped starting material (6) and divides the starting material (6) into at least two
separate longitudinal portions (10, 11). 28. A method in accordance with at least one of the claims 22
to 27, charadterized imgiodin accordance with claim 24,

5 characterized in that

the longitudinal displacement of the longitudinal portions (10, 11)
takes place before, after or simultaneously with the moving apart of
the longitudinal portions (10, 11) transverse to their longitudinal
extent.

10

26. A method for manufacturing a thin-walled cold formed lightweight

sectional element, in particular a structural section, for example a
dry construction section, a section for the face of a building, a
plaster section, a base section, a screed section, a tile section or a

15 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
at least two separate longitudinal portions (10, 10", 11, 11') each

20 having a meandering longitudinal edge (12, 13) are provided to
produce the section body (2), with the longitudinal portions (10, 10,
11, 11') in each case including an elongated portion (16, 17) as well
as a plurality of connection portions (14, 15) which project laterally
beyond the elongated portion (16, 17) and which are bordered by the

25 meandering longitudinal edge (12, 13);
in that the longitudinal portions (10, 10', 11, 11') are arranged such
that they contact one another in a flat manner and respective
connection edges (57) of the connection portions (14, 15) of the one
longitudinal portion (10, 10', 11, 11') extending in the longitudinal

30 direction directly contact connection edges (57) of the connection



the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are connected to one another by laser
welding. 29. A method for manufacturing a thin-walled cold formed lightweight 5sectional element, in
particular a structural section, for example a dry construction section, a section for the face of a
building, a plaster section, a base section, a screed section, a tile section or a cable carrier section or
a frame rail or drainage rail, having an elongated seg@n body (2) which is in particular metal or
comprises 10plastic and in which a plurality of openings (5) are formed, characterized in that two
separate longitudinal portions (10, 11) each having a meandering longitudinal edge (12, 13) are
provided to produce the section body (2), with the longitudinal portions (10, 11) in each case

15including an elopgaiedpo(tian (1), d7ias welbascnpiiaiinel perneetipnaorions (14.11p, 23, 24,
37, 38, 45, 46, 47, 48) which project laterally beyond the elongated portion (16, 17) and which are

bordered by the m&¥teRRAHE dRdipIREEgdiaal diyection iy that the longitudinal portions (10, 11)
are moved apart transyeiserrOtb NI AR AR extenirimbalibasiopnsction PeBians{14023, 37,

45, 47) of the one longitudinal portion (10) are connected to the connection portions (15, 24, 38, 46,

48) of the other lonhitliakfarporaentert ) iBoRAstgE dhaviHRd sl afd forpaB etiRBerlgsaiIbRS)of the
me_andgring 25'0U@Fﬁi@%ﬁf@eﬁ)%tﬂlﬁlﬂ&ltﬂﬁ}{ﬂ%%@{u?if'?,! portions (1_0, 11) are _moved apart
until a spacing arises between the longitudinal portions (10, 11); in that a strip-shaped intermediate
element (27), in paitidiilat sibggtébeidpodppstdEpnbaerhionpdddl dgartddrigetethalsttions (10,
11); 30and in that ¢ CONRAEIPIAUHGES (5Y) Teilr&beth fP e dtier longitudinal
portion (10', 11') so that the connection portions (14, 15) are
connected to one another along bent-over abutment edges (56) and
10 the openings (5) are formed between portions of the meandering
longitudinal edges (12, 13); and
in that stiffening beads (31) extending in the longitudinal direction
of the longitudinal portions (10, 10", 11, 11') as well as stiffening
beads (30) extending transverse thereto are formed in the
15 longitudinal portions (10, 10', 11, 11'), with the stiffening beads (30)
extending transverse being in communication with the stiffening
beads (31) extending in the longitudinal direction and the transverse
extending stiffening beads (30) extending into the connection

portions (14, 15).

20
27. A method in accordance with at least one of the claims 22 to 26,
characterized in that
at least one meandering slit (9) which extends in the longitudinal
extent of the starting material (6) is introduced into at least one
25 elongated strip-shaped starting material (6) and divides the starting

material (6) into at least two separate longitudinal portions (10, 11).

28. A method in accordance with at least one of the claims 22 to 27,

characterized in that



38 47, 48) of the two longitudinal portions (10, 11) are connected to the intermediate element (27), in
particular end-to-end or overlapping. 30. A method in accordance with claim 29, 5characterized in that
the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are connected to the intermediate
element (27) by a pressure joining process such as by clinching or crimping, by clamping, squeezing,
pressing, welding, screwing, adhesive bonding, rivet3wg or folding or 10by plugging together.

the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are

connected to one another by laser welding.

29. A method for manufacturing a thin-walled cold formed lightweight
5 sectional element, in particular a structural section, for example a
dry construction section, a section for the face of a building, a
plaster section, a base 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
10 plastic and in which a plurality of openings (5) are formed,
characterized in that
two separate longitudinal portions (10, 11) each having a
meandering longitudinal edge (12, 13) are provided to produce the
section body (2), with the longitudinal portions (10, 11) in each case
15 including an elongated portion (16, 17) as well as a plurality of
connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) which
project laterally beyond the elongated portion (16, 17) and which are
bordered by the meandering longitudinal edge (12, 13);
in that the longitudinal portions (10, 11) are moved apart transverse
20 to their longitudinal extent;
in that the connection portions (14, 23, 37, 45, 47) of the one
longitudinal portion (10) are connected to the connection portions
(15, 24, 38, 46, 48) of the other longitudinal portion (11) so that the
openings (5) are formed between portions of the meandering
25 longitudinal edges (12, 13);
in that the longitudinal portions (10, 11) are moved apart until a
spacing arises between the longitudinal portions (10, 11); in that a
strip-shaped intermediate element (27), in particular elongated, is
positioned between the spaced apart longitudinal portions (10, 11);
30 and in that the connection portions (14, 15, 23, 24, 37, 38, 45, 46,



10

30.

38

47, 48) of the two longitudinal portions (10, 11) are connected to the

intermediate element (27), in particular end-to-end or overlapping.

A method in accordance with claim 29,

characterized in that

the connection portions (14, 15, 23, 24, 37, 38, 45, 46, 47, 48) are
connected to the intermediate element (27) by a pressure joining
process such as by clinching or crimping, by clamping, squeezing,
pressing, welding, screwing, adhesive bonding, riveting or folding or

by plugging together.



