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Description

[0001] The present invention relates to a method for
optimising a process for extrusion of an aluminium sec-
tion as per the preamble of claim 1. An example of such
a method is known from JP-07009027-A.
[0002] The method according to the present invention
was developed relative to the production of panels for
industrial vehicle bodies, in particular hollow panels hav-
ing one or more tubular segments.
[0003] For this reason, specific reference is often made
hereinafter to sections constituting body panels. In any
case the present invention is intended for application in
any sector which uses aluminium sections obtained by
means of extrusion.
[0004] As is known, aluminium sections are extruded
by forcing the aluminium in the plastic state through a die
which gives it the required shape.
[0005] As in all sectors, in the production of extruded
aluminium sections, the trend over the years has been
to attempt to minimise the cost per unit of length of said
sections.
[0006] To summarise, it may roughly be said that the
overall cost per unit of length of a section is given by the
sum of a fixed cost substantially linked to the existence
of the production company with the relative extrusion
plant, and a variable cost given by the quantity of material
which constitutes the section (therefore, substantially the
weight per unit of length).
[0007] Whilst the fixed cost per unit of length of the
section produced falls as the productivity of the plant in-
creases, the variable cost, again per unit of length pro-
duced, falls as the weight per unit of length of the section
falls.
[0008] Over the years the logical consequence has
been to increase the speed of extrusion and reduce the
weight of the section.
[0009] But these are two factors which, under certain
conditions, clash with one another.
[0010] It is known that for each section there is a max-
imum extrusion speed which is inseparably linked to the
friction created between the aluminium extruded and the
die which gives it its shape.
[0011] If this limit speed is exceeded, the surface of
the product obtained at the end of the extrusion process
shows signs of deterioration following the appearance of
scratches and/or scoring and/or lacerations and/or de-
formations and/or undulations which are more or less
extensive and/or the extruding die may even be broken.
[0012] However, the limit speed which, as indicated,
is determined by friction, depends, all other extrusion
plant factors being equal, on the thickness of the section.
As the thickness of the section is reduced, the limit speed
is also reduced.
[0013] As a result, the limit speed is substantially set
by the thickness of the section to be obtained. In general,
in sections which do not have uniform thickness, the limit
speed is determined by the thickness of the portion of

the section with the minimum thickness.
[0014] Therefore, to attempt to increase the speed of
extrusion of a predetermined section, its thickness would
have to be increased.
[0015] However, on the other hand, to attempt to re-
duce the costs linked to the weight of the material, it has
been increasingly necessary to reduce section thickness
as far as possible.
[0016] These two opposing requirements have led to
the identification, for each type of section and plant, of
an optimum combination of extrusion speed and section
thickness (at least in the portion with the minimum thick-
ness) which minimises the costs of the section to be pro-
duced.
[0017] However, the present invention is a result of the
discovery that, for many applications, the limit thickness
determined based on the minimum cost of the section to
be produced is greater than that which would be sufficient
to guarantee the mechanical strength required in the end
use of the section.
[0018] For example, in the case of panels for industrial
vehicle bodies, in particular hollow panels with one or
more tubular segments, at present sections with a mini-
mum thickness of around 1.7 mm can be produced.
[0019] Mechanical assessments have highlighted how
sufficient mechanical strength could be achieved even
with thicknesses that are significantly lower (even 30%
or more) if produced using the method disclosed which
involves limited zones of greater thickness that promote
the flow of aluminium through the die but which also act
as a support - rest immediately after extrusion when the
section is still hot and very weak, as well as stiffening the
section during the subsequent practical end use.
[0020] In this situation the technical need which forms
the basis of the present invention is to perfect a method
for optimising a process for extrusion of an aluminium
section which overcomes the above-mentioned disad-
vantages.
[0021] In particular, the technical need of the present
invention is to perfect a method for optimising a process
for extrusion of an aluminium section which allows extru-
sion, at least at the same speed as the current plants, of
sections with a weight (for the same unit of length) lower
than the methods of extrusion currently known and/or
which at least allows an increase in the speed of extrusion
if the weight is the same per unit of length.
[0022] Another technical need of the present invention
is to perfect a method for optimising a process for extru-
sion of an aluminium section in which the reduction in
the overall weight per unit of length is achieved by reduc-
ing the thickness of the section currently considered the
minimum with current extrusion methods.
[0023] A further technical need of the present invention
is to perfect a method for optimising a process for extru-
sion of an aluminium section in which the reduction in
the overall weight per unit of length is achieved by reduc-
ing the minimum thickness of the section to be produced
but substantially maintaining and/or improving the resist-
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ance to bending of the section, in particular if it is to be
used for example as a panel for industrial vehicle bodies
with one or more tubular segments.
[0024] The technical need specified and the aims in-
dicated are substantially achieved by a method for opti-
mising a process for extrusion of an aluminium section
as described in claim 1.
[0025] Further characteristics and advantages of the
invention are more clearly illustrated in the detailed de-
scription of several preferred embodiments of a method
for optimising a process for the extrusion of an aluminium
section, described with reference to the accompanying
drawings, provided by way of example and without lim-
iting the scope of application, and in which:

- Figure 1 is a cross-section of a section constituting
a panel of an industrial vehicle body, made according
to the prior art;

- Figure 2 is a cross-section of the section illustrated
in Figure 1 obtained with an extrusion method opti-
mised according to a first embodiment of the present
invention;

- Figure 3 is a cross-section of the section illustrated
in Figure 1 obtained with an extrusion method opti-
mised according to a second embodiment of the
present invention;

- Figure 4 is a cross-section of the section illustrated
in Figure 1 obtained with an extrusion method opti-
mised according to a third embodiment of the present
invention;

- Figure 5 is a cross-section of the section illustrated
in Figure 1 obtained with an extrusion method opti-
mised according to a fourth embodiment of the
present invention; and

- Figure 6 is a schematic cross-section of a compari-
son between the non-optimised section illustrated in
Figure 1 and a section optimised according to an-
other embodiment of the present invention.

[0026] With reference to the accompanying drawings,
the numeral 1 denotes as a whole an optimised alumin-
ium section obtained with an extrusion method optimised
according to several non-limiting embodiments of the
present invention.
[0027] In Figures 2 to 5 the optimised section 1 consists
of a panel for an industrial vehicle body, but this is only
an example of application of the optimisation method dis-
closed, which may, in general, be used for the production
of any type of section.
[0028] The extrusion process in general involves, in
the known way, the section to be produced being ob-
tained by extrusion through a die with a predetermined
shape.
[0029] As said, the present invention relates to the op-
timisation of an extrusion process which, each time may
be used for the production of any type of optimised sec-
tion 1 designed for the purpose or, as a non-limiting ex-
ample, the one illustrated in Figure 2 deriving from a non-

optimised section (as a non-limiting example, the one
illustrated in Figure 1).
[0030] As a result, for each extrusion process to be
optimised, all operating parameters are known, such as
the type of plant, the material used to make the die, which
determines the friction between the aluminium and the
die, the type of aluminium alloy to be extruded, its ideal
extrusion temperature and anything else necessary for
the success of the entire extrusion process.
[0031] Therefore, given a type of section (for example,
that illustrated in Figure 1) which can be produced with
the non-optimised method, the main specifications for it
are known. In particular, the (non-optimised) section will
have a reference weight per unit of length PR1, at least
a portion with practically uniform minimum thickness
SM1, used as the basis for calculation, for the extrusion
process, of an extrusion limit speed VL1 corresponding
to the maximum extrusion speed which can be achieved
without section surface deterioration, which generally oc-
curs at the portion with the minimum thickness (which is
the critical portion).
[0032] In one embodiment of the present invention, ex-
trusion is performed in such a way that the optimised
section 1 has, in cross-section, at least at its portion which
in the case of a non-optimised section is the one with the
minimum thickness SM1, alternating zones 2 with thick-
ness less than the minimum thickness SM1, and zones
3 with thickness greater than that of said zones 2.
[0033] This alternation of zones 2, 3 may be achieved
either only at the portion with minimum thickness, or at
some or all of the other portions of the section 1.
[0034] At a practical level the alternation of zones 2, 3
may be easily achieved by preparing a suitable die. For
all practical purposes, the zones 3 constitute, during ex-
trusion, outlets for the aluminium which allow the zones
2 adjacent to them to be obtained without surface dete-
rioration.
[0035] Hereinafter, a section 1 obtained according to
the present invention will be indicated as an optimised
section 1, or more simply as a section 1, whilst a section
obtained using the non-optimised process will be indicat-
ed as a non-optimised section.
[0036] For the optimised process described above an
extrusion limit speed VL2 can be identified, correspond-
ing to the maximum extrusion speed that can be reached
without surface deterioration of the section 1 obtained
according to the above description.
[0037] According to choices made during definition of
the configuration and dimensions of the zones 2, 3, the
extrusion limit speed VL2 will be equal to the extrusion
limit speed VL1 defined for the non-optimised section, if
the weight per unit of length PR2 of the optimised section
1 is lower than the weight per unit of length or reference
weight PR1 of the non-optimised section, whilst it will be
greater than the limit speed VL1 if the weight per unit of
length PR2 of the optimised section 1 is greater than the
reference weight PR1 of the non-optimised section.
[0038] In general, the optimised section 1 will have a
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weight per unit of length PR2 non greater than the weight
for the same unit of length PR1 of the non-optimised sec-
tion.
[0039] This circumstance is clearer with reference to
Figure 6, where on the right there is a non-optimised sec-
tion with minimum thickness H, whilst on the left there is
a section 1 optimised according to an embodiment of the
present invention in which the zones 2 are stretches of
optimised section 1 with uniform thickness H2, less than
the minimum thickness H of the non-optimised section,
and the zones 3 have a triangular cross-section with the
thickness of the optimised section 1 measured at the ver-
tex of the triangle with value H1.
[0040] In general, whilst H2 will always be less than H,
H1 may have any value even if the best results are ob-
tained with H1 greater than H.
[0041] Figure 6 also shows, with a dashed line, a thick-
ness H3 corresponding to the average thickness of the
optimised portion illustrated.
[0042] This thickness H3 corresponds to the theoreti-
cal average thickness that the optimised section 1 would
have if it had a constant thickness, the same volume and
the same weight for the same unit of length.
[0043] In general, according to the preferred embodi-
ment of the present invention H3 will be less than or equal
to H (as will the weight per unit of length). If H3 and H
are equal, thanks to the optimisation method described
above, the optimised section 1 could be extruded, with
equal weight per unit of length (PR1=PR2), at a limit
speed VL2 greater than the limit speed VL1 identified for
the non-optimised section and, since the thickness H1
of the zones 3 is greater than H, it will also have a trans-
versal resistance to bending RF2 greater than the trans-
versal resistance RF1 verifiable on the non-optimised
section.
[0044] In contrast, when H3 is less than H it will in gen-
eral be possible both to maintain an extrusion speed VL2
equal to the limit speed VL1, saving only on the quantity
of material, and to reach an extrusion limit speed VL2
greater than the limit speed VL1 up to the maximum
speed achievable without defects, therefore saving both
on the weight and on production times per unit of length
or it will be possible to reach an ideal compromise be-
tween the saving in terms of weight and production time.
[0045] By way of example, Figures 2 to 6 illustrate
some of the many possible embodiments of the present
invention.
[0046] In particular:

- in Figure 2 the zones 2 have a constant thickness
whilst the zones 3 have, seen in cross-section, a
dome shape;

- in Figure 3 the alternation of zones 2, 3 forms, in
cross-section, a curved undulating profile;

- in Figure 4 the alternation of zones 2, 3 forms, in
cross-section, a saw tooth profile in which the second
zones 3 have the shape of an isosceles triangle;

- in Figure 5 the alternation of zones 2, 3 forms, in

cross-section, a square wave profile; and
- in Figure 6, in the part on the left relative to the op-

timised section 1, the zones 2 have a constant thick-
ness, whilst the zones 3 have, seen in cross-section,
a triangular shape.

[0047] In the embodiments of the present invention il-
lustrated, in which the optimised section 1 is a panel of
an industrial vehicle body, the alternation of zones 2, 3
is obtained on most of the section 1, whilst in the non-
optimised embodiment, the non-optimised section has a
thickness that is practically constant all over.
[0048] In general, the present invention may be applied
both to solid sections (without tubular cavities), and to
hollow sections, as is the case for panels for vehicle bod-
ies, with one or more tubular segments.
[0049] In the latter case, if the optimised section 1 is
tubular, advantageously, the alternation of zones 2, 3
may be achieved inside the section 1.
[0050] Obviously, the optimisation method disclosed
may be applied only when the section 1 optimised or to
be optimised has, at least at a portion with the limit thick-
ness, at least one surface (visible or hidden because it
is inside, as in the case of the panels illustrated in Figures
2 to 5) which can be produced in accordance with the
present invention, without conditioning the subsequent
use of the optimised section 1.
[0051] In general, depending on the type of section 1
to be obtained, a technician in the field will be able to
define, with simple tests, the most suitable configuration
and alternation of the zones 2, 3, for the best optimisation
of the extrusion process. A technician in the field can also
immediately check whether or not, once a section has
been produced according to the optimisation method de-
scribed above, the latter really constitutes an optimisa-
tion, even when he does not know the limit speed VL1
and the limit thickness SM1 of the non-optimised prod-
ucts.
[0052] It is sufficient to substitute the die considered
optimised with an equivalent die in which the portions
which in the optimised die have alternating zones 2, 3
have a uniform thickness equal to the thickness of the
zones 2 of the optimised section, and to perform the entire
extrusion process under the same operating conditions
used for the previous optimised die.
[0053] In this way, if the previous process was effec-
tively optimised, with the new die one would obtain a non-
optimised section with a deteriorated surface, following
the appearance of scratches and/or scoring and/or lac-
erations and/or deformations and/or undulations which
are more or less extensive and/or breakage of the extru-
sion die and for example in the non-limiting case of a
section for panels for vehicle bodies with one or more
tubular segments, with the optimisation process dis-
closed applied in the tubular cavities as indicated in the
non-limiting example in Figures 2 - 5, lower resistance
to bending following forces applied perpendicular to the
2 largest walls. In contrast, if the process was not opti-
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mised, one would obtain a non-optimised section with a
surface that had not deteriorated and again in the non-
limiting case of a section for panels for vehicle bodies
with one or more tubular segments, an equal resistance
to transversal bending following forces applied perpen-
dicularly to the 2 largest walls.
[0054] The present invention brings important advan-
tages.
[0055] Thanks to the present invention, a method for
optimising a process for extrusion of an aluminium sec-
tion 1 has been perfected, which allows extrusion, at the
same speed as current plants, of sections with a lower
weight for the same unit of length compared with the ex-
trusion methods currently known, with a consequent eco-
nomic saving in terms of the cost of the material.
[0056] Alternatively, thanks to the present invention
the extrusion speed can be increased with the same
weight per unit of length or an ideal compromise can be
reached between weight and extrusion speed.
[0057] Another advantage of the present invention is
seen when the section 1 has, at the zones 3, a thickness
H1 equal to or greater than the thickness H of an equiv-
alent non-optimised section. In this case, the zones 3
form a kind of ribbing for the section 1, guaranteeing the
optimised section 1 a mechanical strength substantially
equal to (if the thickness of H1 is equal to H) or greater
than (when the thickness of H1 is greater than H) the
non-optimised sections. The advantage just described is
particularly appreciable in the production of hollow sec-
tions, with one or more tubular segments, for example
such as those of panels for vehicles bodies with the op-
timisation disclosed applied in the cavities in the section
1, therefore, in a zone that is not visible during use of the
finished product.
[0058] In addition, the present invention for the pro-
duction of sections with low thickness allows a reduction
in the pressure which acts on the die by improving the
flow of aluminium through the die thanks to the presence
of the zones 3, significantly reducing the risk of the die
breaking compared with the current extrusion methods.
[0059] It should also be noticed that the present inven-
tion is relatively easy to produce and even the cost linked
to implementation of the invention is not very high.
[0060] The invention described may be subject to mod-
ifications and variations without thereby departing from
the scope of the claims.
[0061] All details of the invention may be substituted
by other technically equivalent elements and in practice
all of the materials used, as well as the shapes and di-
mensions of the various components, may be any ac-
cording to requirements.

Claims

1. A method for optimising a process for extrusion of
an aluminium section, in which process a non-opti-
mised section is obtained using a die with a prede-

termined shape, the section having at least a portion
with a practically uniform minimum thickness (H) and
a reference weight per unit of length (PR1), for said
process an extrusion limit speed (VL1) correspond-
ing to the maximum extrusion speed that can be
reached without deterioration of the surface of said
portion of the section is determined,
the optimisation method being characterised in
that:

said extrusion is performed in such a way that
instead of said portion with uniform minimum
thickness an optimised section having a portion
with alternating first zones (2) having a first thick-
ness (H2) less than the minimum thickness (H),
and second zones (3) having a second thickness
(H1) greater than the first thickness (H2) is pro-
vided; for said optimised portion a theoretical
average thickness (H3) which is the thickness
that the portion would have if it had the same
volume and weight for unit of length but a con-
stant thickness is defined; said portion of the
section being extruded in such a way that said
theoretical average thickness (H3) is not greater
than said minimum thickness (H), so that the
weight for the same unit of length (PR2) of the
optimised section (1) is equal or less than the
reference weight (PR1)
and in that said extrusion step is performed with
an extrusion speed equal to or greater than the
limit speed (VL1).

2. The optimisation method according to claim 1, char-
acterised in that the second zones (3) have a tri-
angular shape in cross-section.

3. The optimisation method according to claim 1, char-
acterised in that the second zones (3) have a rec-
tangular shape in cross-section.

4. The optimisation method according to claim 1, char-
acterised in that the second zones (3) have a dome
shape in cross-section.

5. The optimisation method according to claim 1, char-
acterised in that the alternation of zones (2), (3)
forms an undulating profile in cross-section.

6. The optimisation method according to claim 1, char-
acterised in that the alternation of zones (2), (3)
forms a square wave profile in cross-section.

7. The optimisation method according to claim 1, char-
acterised in that the alternation of zones (2), (3)
forms a saw tooth profile in cross-section.

8. The optimisation method according to claim 1, char-
acterised in that the alternation of zones (2), (3)
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forms a profile of any shape and/or height in cross-
section.

9. The optimisation method according to any of the
foregoing claims, characterised in that the alterna-
tion of zones (2), (3) is achieved on most of the sec-
tion (1).

10. The optimisation method according to any of the
foregoing claims, characterised in that the alterna-
tion of zones (2), (3) is also only separately present
on part of the section (1).

11. The optimisation method according to any of the
foregoing claims, characterised in that the section
(1) is solid, without tubular segments.

12. The optimisation method according to any of the
foregoing claims, characterised in that the section
(1) is hollow, with one or more tubular segments.

13. The optimisation method according to any of the
foregoing claims, characterised in that the section
(1) has a mixed configuration, solid and hollow, with
one or more tubular segments.

14. The optimisation method according to any of the
foregoing claims, characterised in that the section
(1) is a panel for an industrial vehicle body.

15. The optimisation method according to any of the
foregoing claims, characterised in that the section
(1) is hollow, with one or more tubular segments, the
alternation of first and second zones (2), (3) being
achieved inside one or more tubular segments of the
section (1).

16. The optimisation method according to any of the
foregoing claims, characterised in that the section
(1) is a panel for an industrial vehicle body.

Patentansprüche

1. Verfahren zum Optimieren eines Prozesses zum
Strangpressen eines Aluminiumprofils, bei welchem
Prozess ein nicht optimiertes Profil erhalten wird,
und zwar unter Verwendung einer Matrize von einer
vorgegebenen Form, wobei das Profil wenigstens
einen Abschnitt von einer praktisch gleichmässigen
minimalen Stärke (H) hat, sowie ein Bezugsgewicht
pro Längeneinheit (PR1), wobei für den genannten
Prozess eine Extrusions-Grenzgeschwindigkeit
(VL1) entsprechend der maximalen Extrusionsge-
schwindigkeit festgelegt ist, die ohne Qualitätsmin-
derung der Oberfläche des genannten Abschnittes
des Profils erreicht werden kann, wobei das Opti-
mierverfahren dadurch gekennzeichnet ist, dass:

die genannte Extrusion auf solche Weise durch-
geführt wird, dass anstelle des genannten Ab-
schnittes von einer gleichmässigen minimalen
Stärke ein optimiertes Profil vorgesehen ist, das
einen Abschnitt mit abwechselnden ersten Be-
reichen (2) von einer ersten Stärke (H2), gerin-
ger als die minimale Stärke (H), und zweiten Be-
reichen (3) von einer zweiten Stärke (H1), grös-
ser als die erste Stärke (H2), aufweist; für den
genannten optimierten Abschnitt eine theoreti-
sche Durchschnittsstärke (H3) festgelegt wird,
welche die Stärke ist, die der Abschnitt haben
würde, wenn er das gleiche Volumen und Ge-
wicht pro Längeneinheit, aber eine gleichblei-
bende Stärke hätte; wobei der genannte Ab-
schnitt des Profils auf solche Weise extrudiert
wird, dass die genannte theoretische Durch-
schnittsstärke (H3) nicht grösser ist als die ge-
nannte minimale Stärke (H), so dass das Ge-
wicht für die gleiche Längeneinheit (PR2) des
optimierten Profils (1) gleich oder geringer ist
als das Bezugsgewicht (PR1);
und dadurch, dass die Extrusionsphase mit ei-
ner Extrusionsgeschwindigkeit gleich oder hö-
her als die Grenzgeschwindigkeit (VL1) durch-
geführt wird.

2. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass die zweiten Bereiche (3) im
Querschnitt eine dreieckige Form aufweisen.

3. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass die zweiten Bereiche (3) im
Querschnitt eine rechteckige Form aufweisen.

4. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass die zweiten Bereiche (3) im
Querschnitt eine Kuppelform aufweisen.

5. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass der Wechsel der Bereiche
(2), (3) im Querschnitt ein gewelltes Profil bildet.

6. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass der Wechsel der Bereiche
(2), (3) im Querschnitt ein Rechteckwellenprofil bil-
det.

7. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass der Wechsel der Bereiche
(2), (3) im Querschnitt ein Sägezahnprofil bildet.

8. Optimierverfahren nach Patentanspruch 1, dadurch
gekennzeichnet, dass der Wechsel der Bereiche
(2), (3) im Querschnitt ein Profil von beliebiger Form
und/oder Höhe bildet.

9. Optimierverfahren nach einem beliebigen der vor-

9 10 



EP 1 616 639 B9

7

5

10

15

20

25

30

35

40

45

50

55

stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Wechsel der Bereiche (2), (3)
an dem grössten Teil des Profilabschnittes erhalten
ist.

10. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Wechsel der Bereiche (2), (3)
auch nur separat an einem Teil des Profilabschnittes
(1) vorhanden ist.

11. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Abschnitt (1) voll und ohne rohr-
förmige Segmente ist.

12. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Abschnitt (1) hohl ist, und zwar
mit einem oder mehreren rohrförmigen Segmenten.

13. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Abschnitt (1) eine gemischte
Konfiguration aufweist, und zwar voll und hohl und
mit einem oder mehreren rohrförmigen Segmenten.

14. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Abschnitt (1) eine Wand für den
Kasten eines Lastkraftwagens ist.

15. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Abschnitt (1) hohl ist, und zwar
mit einem oder mehreren rohrförmigen Segmenten,
wobei der Wechsel der ersten und zweiten Bereiche
(2), (3) im Inneren von einem oder mehreren rohr-
förmigen Segmenten des Abschnittes (1) erhalten
ist.

16. Optimierverfahren nach einem beliebigen der vor-
stehenden Patentansprüche, dadurch gekenn-
zeichnet, dass der Abschnitt (1) eine Wand für den
Kasten eines Lastkraftwagens ist.

Revendications

1. Une méthode pour optimaliser un procédé de filage
d’un profilé en aluminium, un profilé non-optimalisé
étant obtenu dans ce procédé en utilisant une ma-
trice ayant une forme prédéfinie, le profilé présentant
au moins une portion ayant une épaisseur minimum
(H) pratiquement uniforme et un poids de référence
par unité de longueur (PR1), pour ledit procédé une
vitesse limite de filage (VL1) correspondant à la vi-
tesse de filage maximum pouvant être atteinte sans

détérioration de la surface de ladite portion du profilé
étant définie,
la méthode d’optimalisation étant caractérisée en
ce que :

ledit filage est effectué de manière à obtenir, au
lieu de ladite portion ayant une épaisseur mini-
mum uniforme, un profilé optimalisé ayant une
portion présentant de façon alternée des pre-
mières zones (2) ayant une première épaisseur
(H2) inférieure à l’épaisseur minimum (H) et des
deuxièmes zones (3) ayant une deuxième
épaisseur (H1) supérieure à la première épais-
seur (H2) ; pour ladite portion optimalisée une
épaisseur moyenne théorique (H3), qui corres-
pond à l’épaisseur que la portion aurait si elle
avait les mêmes volume et poids par unité de
longueur mais une épaisseur constante, est
définie ; ladite portion du profilé étant filée de
manière à ce que ladite épaisseur moyenne
théorique (H3) ne soit pas supérieure à ladite
épaisseur minimum (H), afin que le poids par
même unité de longueur (PR2) du profilé opti-
malisé (1) soit égal ou inférieur au poids de ré-
férence (PR1)
et en ce que ladite phase de filage est effectuée
avec une vitesse de filage égale ou supérieure
à la vitesse limite (VL1).

2. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que les deuxièmes zones (3)
ont, en coupe, une forme triangulaire.

3. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que les deuxièmes zones (3)
ont, en coupe, une forme rectangulaire.

4. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que les deuxièmes zones (3)
ont, en coupe, la forme d’un dôme.

5. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que l’alternance des zones
(2), (3) forme, en coupe, un profil onduleux.

6. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que l’alternance des zones
(2), (3) forme, en coupe, un profil à ondes carrées.

7. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que l’alternance des zones
(2), (3) forme, en coupe, un profil en dents de scie.

8. La méthode d’optimalisation selon la revendication
1, caractérisée en ce que l’alternance des zones
(2), (3) forme, en coupe, un profil de forme et/ou
hauteur quelconque.
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9. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que l’alternance des zones (2), (3) est obtenue
sur la plus grande partie du profilé (1).

10. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que l’alternance des zones (2), (3) est également
présente, uniquement séparément, sur une partie
du profilé (1).

11. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que le profilé (1) est plein, sans segments tubu-
laires.

12. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que le profilé (1) est creux, avec un ou plusieurs
segments tubulaires.

13. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que le profilé (1) a une configuration mixte, pleine
et creuse, avec un ou plusieurs segments tubulaires.

14. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que le profilé (1) est un panneau pour une car-
rosserie de véhicule industriel.

15. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que le profilé (1) creux, avec un ou plusieurs seg-
ments tubulaires, l’alternance des premières et
deuxièmes zones (2), (3) étant obtenue à l’intérieur
d’un ou de plusieurs segments tubulaires dudit pro-
filé (1).

16. La méthode d’optimalisation selon l’une quelconque
des revendications précédentes, caractérisée en
ce que le profilé (1) est un panneau pour une car-
rosserie de véhicule industriel.
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