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€ Improvements In windows or canopies.

& A bubble window for a caravan comprises a first part 1
of channel shape section having lateral flanges 1¢ to which
a flat sheet 2 is bonded thereby forming a hollow tubutar
structure defining a cavity 3 with open ends. The open ends
are closed by means of end members 4 having slots 7 and 8
to receive the ends of the tubular member which are bonded
thereto. The end members include channels 8a to receive
stay means 9. The arrangement avoids the need for forming
each window shape by pressing. The channel section may
bet hot rolied or extruded and cut to lenght then bonded to

< the flat sheet and the end members connected to the struc-
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ture to form the complete window.
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Iuprovenents in uindoué-éfrcanopies.

This invention relates to uindoés'ofrgéﬂppieéqu double-skinned
construction and prodﬁced froﬁ_plastics1£ﬂ;{§£§€15. The invention is
ﬂainly‘concerned with - the conéivuction o?:aﬁqﬁleggiazed windows for
~ caravans wherein such windou§ have Aarcopéttuéﬁippflfbrugd by an outer
"bubble" of plaétics'naterial-and an.inﬁe;.;héet-bonded thereto thus
forning z cavity. ) . . T:' e

In known constructions of windows +the outer bubble is produced
by hot pressing and @ smould press is required for every different
dinension of window to be produced.AThe inneflisheet is nornally flat
and adhesively bonded to the peripheral edggglgf_;the bubble. Retamuse
of non-standardisation of windows costs éreﬁﬁ;éh ih Qieu of the fact
that each window size has to be nanufacﬁured:iﬁdividually-to. size. It
is also necessary to provide special nuuidéd?ibr -preséed porfions in
the bubble-to secure stays and catcﬁes reﬁuiré& uhere' the window is
to be opening. Such fixtures have to be conﬁeéted to both the bubble
and inner sheet which nornzlly are brought ihto Juxtaposition at the
point of securement. ; 7

It is an object of this invention to pfovided a window which is
sinpler. to produce inna wide range of sizes froﬁ basic cownponent
parts and which is readily connected to stayg andr the like fittings
without special fastenming techniques being required. A further object

of this invention is to provide @ window of betfer appearance.

According' to this .invention there ié provided a window
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cosaprising a@n elongate channel-shape portion and =@ sheet wesber
integral therewith to define an elongate tubular sesber forming =
cavity, the open ends of the cavity being closed-off by end senbers
bonded tohthe edges of the channel and sheet.

The tubular wesber wmay cosprise a hollow preformed extrusion or
'casting which has been pressed to a flat shape to fors the window.

Alternatively the member may ke extruded or cast to the tubular
shape required for the window.

According to this invention there 1is also .provided = uingnu
cosprising an elongate channel-shape portion and & sheet w#senber
bonded thereto along the side edges so as to close the open face of
the chénnel to form a cavity, the open ends of the cavity being
closed-off by end wesbers honded to the edges of the chaanel and
sheet.

In this latter embodiment the konding nay be effected by wnesns
of gluing, ultr;sonic bonding or laser welding.

Uith such = construction the bubkle is forsed by the channel
portion and this way be produced in awy length by soulding or
hot-pressing or rolling. This portion may then be cut to an
appropriate length for = window and the sheet bonded therete. The and
nembers preferably cownprise #moulded parts and these wmay be forsed
from an interaedi%te extrusion of required profile finished by
moulded end blocks this then enabling the ends to ke simply adapted
to =any width of channel. For & window to be wmade-up only a standard

range of channel widths is required the 1length being cut as
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necessary.

The channel will preferably include & flange portion extending
laterally from each side forming = lip to which the sheet way be
bonded and the lip #ay have a rebate to accomosd-te the thickness of
the sheet. In & preferred enbodiment the end members include channels
adapted to received an end of & stay, the channels forming tracks.

The end w#embers preferably h%ve slots to receive the edges of
the channel and sheet. & third chénnel ufn lesser depth w#ay be
provided to form a3 triple glazed window positioned between the
channel and sheet or another moulded channel can be bonded to the
rear of the sheet with the cavities forwed again being closed by the
end members.

The end nenﬁers way have vent seans therein which afford air
access to the cavity forwmed or to one of the cavities formed in the
case of a triple or Wore glazed unit.

The end wenbers can be provided with vents forwed as an integral
part of the construction.

An enmbodiment according to the invention is shown by way of
exanple in the accompanying drawings and wherein:-

Figure 1, shows @ plan view of part of & window,
Fiqure 2, shows a section on B-B of Figure 1,
Figure 3, shouws = section on C-C of Figure 1,
Figure 4, is a detail of an end nmember, and
Figure 5, is @ section on A-A of Figure 4.

Referring to the drawings these show a double qlazed hubble-type
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window for a caravan, =as &@n exasple only, and cosprising =n  outer
window portion 1 of chawnel-shape and formed from an acrylic plastics
naterial .by hot-volling from a sheet. Other methods of sanufacture
are possible and this portion can be of any lewngth. The portion 1 has
é flat outer surface ta, sides 1b and lateral flaﬁges ic to which =
flat inner window sheet 2 is bhkonded thereby defining a cavity 3
having open ends. The ends are closed-off by nembers uwhich nmay
couprise a single nuuidéd part 4 @s shown in Figure 1 or a woulded
extrusion § as shown in Figure 4 with end blocks 4.

In either case the end member has slots 7 znd 8 which receive,
respectively, the edges of the chawnel 1 and sheet 2 which are then
bonded thereto. The advantage of the arrangesent of Figure 4 is that
the menmber part 5 can be extruded and cut to length with the end
blocks bonded after assesmbly of the uinﬁuu.

The wembers 4 or 5 also way include @ channel B8z which receives
the end of a stay fitting which may slide in a track 9 as shown in
Figure 2.

The flanges 1c may be rebated at 10 as shown in Figure 3 to
accomodnte the sheet 2. As w#ay he seen a window can be made up to
requiresents by cutting a suitakle channel section 1 to length,
cutting the sheet 2 to size and bonding sane to the sides of the
channel and thereafter fitting the appropriate end nenbers 4 which
are moulded according to the channel size or else cuiting the
woulding 5 and then fitting the end blocks 6. The end nenbers fores =

strong point for attachment of stays and  may also be suitably
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apertured to fors ventilation means.

As an alternative to the above decribed embodiment the elongate
structure forming the window wmay he extruded as =& hollow body in one
piece rafher than being joined. In another arrangesent the structure
nay bke pressed from an extrusion of standard shape such as a
cylinder,

This invention also provides the wmethod of wmanufacturing =
window generally as hereinbefore described.

A particular advantage in this arrangesent is that the ‘end
sembers 4 or J form qood supports for the window stay which can be

accomnodated in the channels therein.
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CLAIHS:

. & wvindow cosprising an elongate channel-shape portion and a
sheet mesber integral therewith to define an elongate tubular menher
forning » cavity, the open ends of the cavity being closed-off by end
nembers bonded to the edges of the chawnel and shest.

2. A wuindow in accordance with Claim 1, wherein the tubular
nenmber comprises & hollow preforsmed extrusion or casting which has
been pressed to @ flat shape to forw ihe uindoﬁ.

3. A window 1in accordance with claim 1, wherein the tubular
nember is be extrudeﬁ or cast to the tubular shapé required for the
window.

4., A window cosprising an elongate channel-shape portion and =
sheet member honded thereto along the side edges so as io close the
apen face of the channel +to forms s cavity, the open ends of the
cavity hkeing closed-off by end wesbers bonded +to the edges of the
channel and sheeat.

5. A window in accordance with claim 4, wherein the bonding may
be effected by seans of gluing, ultrasenic bonding or laser welding.

6. A window in accordance with any preceding clai&, wherein the
end #enbers comprise wsoulded parts formed frosw =n extrusion of
requived profile and finished by moulded end blocks.

7. A& window in accordance with any preceding clain t to 3,
wherein the end members cosprise one piece nouldings.

8. #& window 1in mccordance with =ny preceding claim 4 to 4,

wherein the channel includes  flange portions extending laterally
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frow each side and forming & lip to which the sheet is honded.

9. A window in accordance with clain 8, wherein the 1lip has =
rebate to'accoﬁodate the thickness of the sheet.

10, A vindow in accordance with any preceding claim, wherein the
end snembers have slots to receive the edges of the channel and the
sheet.

11. A window in accordance with any preceding clain, wherein the
end wenbers have slots or recesses to receive = ;tay.

12. A window in accordance with any preceding clais, including a
further one or nore sheets disposed intermediately to form a triple
or wuore glazed unit.

13. A window in accordance with any preceding clain 1 to 11,
wherein a further channel is bonded to the rear of the sheet to fornm
a triple glazed unit.

14. A nethod for napufacturing a window especially for a caravan
comprising the steps:

#) bonding to @ chavnnel wmewmber of clear acrylic or like
plastics wmaterial a sheet of similar materisl to close the open face
thereof to fors an integqral hollow tubular structure,

b) closing the ends of tﬁe tubular structure with end
menbers to seal off the cavity, and

t) connecting stay means to the end menbers.
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