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Description

[0001] The presentinvention is directed to an access
element for a refrigerating storing device comprising a
panel adapted for forming a surface part of the access
element Particularly, the panel may be adapted for form-
ing a front part of the access element and may be one
of a door for providing access to a storage space of the
storage device, or a drawer for arrangement in a storage
space of the storage device. The present invention is
also directed to a method for manufacturing an access
element for a refrigerating storing device. Moreover, the
invention is concerned with a storage device adapted for
the storage of goods requiring refrigeration comprising
an access element according to the invention.

[0002] Refrigerating storing devices for providing
chilled or refrigerated goods to customers or for storing
of goods requiring refrigeration, for example, in bars or
the like are known in a variety of constructions. For ex-
ample, such refrigerating storing device may have the
construction of a refrigerating cabinet having a vertically
oriented storage space for the storing of goods, which
storage space may be accessed by opening a door of
the cabinet, the door thus representing an access ele-
ment for accessing the storage space of the cabinet. Ac-
cording to another implementation, the refrigerating stor-
ing device may be constructed as a storage container
having one or a plurality of drawers which may be pulled
out from the container in order to have access to the
goods stored in the drawers. Thus, such drawer repre-
sents an access element of the storage container for pro-
viding access to the goods stored therein.

[0003] Various known types of cabinets comprise one
or multiple front doors such as glass doors covering the
display space in the front viewing area from top to bottom
of the display case, wherein the doors have to be opened
in order to gain access to the stored goods. According
to another type, such front doors are formed from sheet
metal panels having an insulation between an inner and
outer sheet metal panel being formed as an insulated
door for covering the display space in the front access
area of the display case. This has the advantage that
ambient air is prevented from entering into the display
space heating up the stored goods, improving efficiency
of the cabinet. Likewise, refrigerating storing devices
having storage containers provided with drawers may
have drawers with front panels constructed from either
glass panels or insulated sheet metal panels. Disadvan-
tageously, such sheet metal panels or glass panels for
refrigerating storing devices usually have limited design
freedom, particularly as regards the front viewing area
of the panels.

[0004] WOO00/58580 (Hussman Corp) teaches a refrig-
erated, reach-in merchandise having a reach-in door
whereby the reach-in door is a transparent door with a
molded frame and at least two glass lites. The glass lites
are held in parallel spaced apart by an extruded spacer
and the whole assembly is held together by a molded
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outer frame. A flexible magnetic strip is attached to the
molded outer frame.

[0005] US5704107 (Schmidt Christopher G) relates to
an insulated door for a refrigerator whereby a plurality of
separately extruded trim pieces are arranged around an
edge perimeter of an external panel. An inside liner is
applied over the trim pieces and a gasket is applied
around the edge of the inside liner captured between the
inside liner and the trim pieces. WO2004/106823 (BSH
Bosch Siemens Haugeraete GmbH) relates to a door for
a refrigerating appliance, wherein the door consists of a
frame and insulated glazing that is fixed to the frame.
The frame comprises an outer frame part consisting of
metal and fixed to the outer pane, an inner frame part
which is adjacent to the inner pane, and a thermal insu-
lation element which connects the two frame parts in a
fixed manner. A flexible seal engages in a gap defined
between the frame parts by the insulation element.
[0006] Therefore, it would be beneficial to provide an
improved access element, such as a door or a drawer,
for a refrigerating storing device, the construction of
which provides increased design freedom at limited man-
ufacturing costs.

[0007] According to the invention there is provided an
access element for a refrigerating storing device as de-
fined in claim 1. The invention correspondingly provides
a method for manufacturing an access element for a re-
frigerating storing device as defined in claim 8.

[0008] According to a further aspect, embodiments of
the invention are concerned with a storage device adapt-
ed for the storage of goods requiring refrigeration, the
storage device comprising an access element according
to the principles of the present invention for providing
access to a storage space of the storage device.
[0009] According to an embodiment, the access ele-
ment is one of a door for providing access to a storage
space of the storage device, or a drawer for arrangement
in a storage space of the storage device.

[0010] Further embodiments and aspects of the inven-
tion are evident from the dependent claims.

[0011] The invention will now be described with refer-
ence to the following disclosure of embodiments of the
invention taken in conjunction with the accompanying
drawings wherein.

Figure 1A shows steps of manufacturing an embod-
iment of an access element of a refrigerating storage
device, the access element being in the form of a
drawer having a front panel comprising, for example,
a sheet metal panel,

Figure 1B shows steps of manufacturing anotherem-
bodiment of an access element of a refrigerating
storage device, the access element being in the form
of a drawer having a front panel being formed from
a glass panel,

Figure 2A shows a cross-sectional view of a portion
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of the front of an access element according to an
embodiment of the invention having a glass front
panel,

Figure 2B shows a cross-sectional view of a portion
of the front of an access element according to an-
other embodiment of the invention having, for exam-
ple, a sheet metal front panel,

Figure 3 shows a cross-sectional view of an embod-
iment of a storage device having an access element
according to the invention.

[0012] In Figures 1A and 1B there are illustrated sev-
eral steps of manufacturing a respective exemplary ac-
cess element according to an embodiment of the inven-
tion, wherein the exemplary access element in the
present embodiment is formed as a drawer which may
be placed inside a storage space of a corresponding re-
frigerating storage container.

[0013] According to step 1 of the manufacturing proc-
essaccordingto Figure 1A, there is provided an extrusion
profile 12, which extrusion profile 12 comprises in the
present embodiment a line of portions 21 to 25 which are
interconnected with each other, wherein each of the por-
tions 21 to 25 of the line of portions is formed to get in
engagement with a panel portion of the access member,
as further explained herein below. The line of portions
21 to 25 of the extrusion profile 12 comprises cut-off por-
tions 31 of the extrusion profile, which cut-off portions 31
are designed for folding the line of portions 21 to 25 at
the cut-off portions 31.

[0014] Likewise, according to Figure 1B, there is pro-
vided an extrusion profile 62 which comprises a line of
portions 71 to 75 which are interconnected with each
other, wherein the extrusion profile 62 comprises cut-off
portions 81 at which the line of portions 71 to 75 may be
folded as further described herein bellow.

[0015] According to step 2 as shown with reference to
Figure 1A, a sheet-material inner part 11-1 is placed to
be in engagement with portion 23 of the line of portions
21 to 25 of the extrusion profile 12. The sheet-material
inner part 11-1 is forming an inner part of panel 11 which
forms a front part of the access element, as described
herein below. The panel 11 may be formed by any type
of suitable material, such as metal. Other materials may
be plastic, wood, textile or any other type of suitable ma-
terial. Likewise, in step 2 according to Figure 1B a glass
frame 61-1 is placed in engagement with portion 73 of
the line of portions 71 to 75 of the extrusion profile 62.
[0016] According to step 3 as shown in Figure 1A,
sheet-material outer part 11-2 forming the outer part of
panel 11 is placed in engagement with portion 23 of the
extrusion profile 12. According to Figure 1B, glass 61-2
is placed in the glass frame 61-1 to form the glass panel
61.

[0017] In the next step 4, with reference to Figure 1A,
the extrusion profile 12 with its line of portions 21 to 25
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is folded about the circumferential edge 13 of the panel
11, wherein the cut-off portions 31 of the extrusion profile
12 are placed at respective corners of the panel 11. Like-
wise, according to Figure 1B, the line of portions 71 to
75 of the extrusion profile 62 is folded about the circum-
ferential edge 63 of the glass panel 61 with the cut-off
portions 81 of the extrusion profile placed in the respec-
tive corners of the panel 61. Accordingly, the extrusion
profile 12, 62 is arranged partially around the panels 11
and 61, respectively, and engages the respective panel
on at least a circumferential portion thereof.

[0018] As shown with respect to step 5, the outermost
portions 21 and 25 of extrusion profile 12 are folded about
the respective cut-off portions 31, so that they are in en-
gagement with the upper circumferential edge 13 of the
panel 11. Likewise, as shown in Figure 1B, the outermost
portions 71 and 75 of the extrusion profile 62 are folded
to be in engagement with the upper part of the circum-
ferential edge 63 of the panel 61. As a result, as shown
in Figures 1A and 1B, the extrusion profiles 12, 62 are
arranged around the respective panel 11, 61 and engage
the respective panel on a circumferential portion thereof,
particularly wherein each of the portions of the line of
portions 21 to 25 and 71 to 75, respectively, is in engage-
ment with a different portion of the circumferential panel
edge 13 and 63, respectively.

[0019] Further, in step 5 isolating polyurethane mate-
rial is injected into the space between sheet-material in-
ner part 11-1 and sheet-material outer part 11-2 of panel
11. In this regard, any other suitable isolating material
may also be used.

[0020] According to step 6, the panels 11 and 61 to-
gether with the respective extrusion profiles 12 and 62,
respectively, are provided with a seamless edge 15 and
65, respectively, which is arranged at least partially
around the extrusion profile 12, 62, wherein the seamless
edge 15,65is formed from plastic material. The seamless
edge may be arranged according to a particular process,
as described in more detail below. For example, the
seamless edge 15, 65 may be formed from plastic ma-
terial including polyurethane material. According to an
embodiment, the seamless edge 15, 65 has a rounded
shape in at least a portion of the seamless edge adjacent
to the circumferential panel edge 13, 63.

[0021] According to step 7 as shown in Figures 1A and
1B, hand grips 20 and 70, respectively, are mounted to
the respective front parts of the drawers 10, 60, which
are thus formed by finally mounting a drawer container
14 and 64, respectively, to the front parts comprising pan-
els 11 and 61. Further, a magnetic gasket (not shown in
Figures 1A and 1B) is mounted to the rear side of the
extrusion profiles 12 and 62, respectively.

[0022] Turning now to Figure 2A, there is illustrated a
cross-sectional view of a portion of the front of the access
element 60 according to an embodiment of the invention
having a glass front panel 61 as described herein above.
The glass panel 61 forms a surface part of the access
element 60, as also shown in step 7 of Figure 1B, and
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having a front surface 67 facing the outside of the drawer,
whereas a rear surface 69 of the panel 61 is facing the
inside of the drawer. The circumferential panel edge of
the panel 61 is covered by the extrusion profile 62 which
is arranged on the circumferential panel edge.

[0023] In step 6 as shown with reference to Figure 1B,
the seamless edge 65 may be arranged at least partially
on the extrusion profile 62, for example, according to a
process as described in DE 41 10 150 A1. Other proc-
esses for the same purpose may also be used.

[0024] In DE 41 10 150 A1, a possible process is de-
scribed for manufacturing an edge around a panel, the
panel particularly used for the or office furniture. In the
present case, for manufacturing the seamless edge 65
on the extrusion profile 62 and around the panel 61, a
similar process may be used as described in DE 41 10
150 A1, using an upper pressure plate and a lower pres-
sure plate having a flexible mould placed in between and
which is subsequently placed around the panel. The
mould used for forming the seamless edge 65 has at
least one injection opening via which a liquid material
such as polyurethane material can be injected into a re-
spective cavity of the mould, wherein the cavity is formed
with a cross-section corresponding to the form of the
seamless edge 65 as shown in Figure 2A. After filling the
mould and the cavity, respectively, with liquid material,
the material cures within the mould, thus forming the
seamless edge as shown.

[0025] Analogously to Figure 2A, Figure 2B shows a
cross-sectional view of a part of the front of an access
element 10 according to an embodiment of the invention
as shown with reference to Figure 1A, the front having a
panel 11 as shown in Figure 1A, The panel 11 has a front
surface 17 and a rear surface 19, the front surface 17
facing the outside of the access element and the rear
surface 19 facing the inside of the drawer 10, Similar to
the seamless edge 65, the seamless edge 15 is arranged
on the extrusion profile 12, wherein the process of ap-
plying the seamless edge 15 is the same as described
with respect to seamless edge 65.

[0026] In both embodiments, the seamless edge 15,
65 has arounded shape in at least a portion of the seam-
less edge adjacent to the circumferential panel edge.
[0027] The seamless edge 15, 65 is directly attached
to the extrusion profile 12 and 62, respectively, and is
directly attached to at least a portion of the panel 11, 61
for integrally fixing the extrusion profile 12, 62 to the panel
11and 61, respectively. This provides the advantage that
no additional fixtures are needed for fixing the extrusion
profile 12, 62 to the panel 11 and 61, respectively.
[0028] Referring back to step 5 of Figures 1A and 1B,
the outermost portions 21, 25 of the extrusion profile 12
and the outermost portions 71 and 75 of the extrusion
profile 62, which are placed adjacentto one another when
in engagement with the panel 11 and 61, respectively,
are not directly connected with each other by any addi-
tional fixture. Rather, according to the invention, the por-
tions 21, 25 and portions 71, 75 are covered by the seam-
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less edge 15 and 65, respectively, as shown with refer-
ence to step 6 of Figures 1A and 1B, when arranging the
seamless edge around the circumferential panel edge.
[0029] Returning to Figure 2A and 2B, the seamless
edge 15, 65 is attached to the panel 11 and 61, respec-
tively, in a portion of the front surface 17, 67 of the panel
(portions 18 and 68, respectively), thus embracing the
extrusion profile 12, 62 and fixing the extrusion profile to
the panel in a circumferential panel edge portion. In the
present embodiment, the seamless edge 15, 65 compris-
es a substantially rounded L-shaped cross-sectional
form. One leg 15-1, 65-1 of the L-shaped form covers at
least a portion of the extrusion profile 12 and 62, respec-
tively, and the other leg 15-2, 65-2 of the L-shaped form
covers at least a portion of the front surface 17 and 67,
respectively, of the panel, such as shown in portions 18
and 68. As further shown in Figures 2A and 2B, the seam-
less edge 15, 65 does not cover the rear surface 19 and
69, respectively, of the panel 11, 61 which is facing a
frame 3 of the storage device when the access element
10, 60 is in a closed position.

[0030] Therefore, as shownin Figures 1A, 1B and Fig-
ures 2A and 2B, the seamless edge 15, 65 is arranged
on a circumferential panel edge 13, 63 and on parts of a
front surface 17, 67 of the respective panel 11, 61 in a
circumferential outer area (portions 18, 68) of the front
surface adjacent to the panel edge, so that at least a
portion of the front surface 17 and 67, respectively, is
covered by the seamless edge 15, 65.

[0031] As further shown in Figures 2A and 2B, the ex-
trusion profiles 12, 62 each comprise means 16 and 66,
respectively, for fixing the panel with respect to a frame
of a storage device. Particularly, the means for fixing the
panel to the storage device is comprising a gasket 16,
66 which is attached to the extrusion profile 12, 62 on
the rear side of the respective access member 10, 60. In
an embodiment, the gasket 16, 66 is a magnetic gasket
for interacting with at least a counterpart element 3 of the
storage device. According to another embodiment, the
counterpart element interacting with the magnetic gasket
may be attached to the storage device.

[0032] According to Figure 3, there is shown a storage
device 1 having a casing 3 formed as a storage container
which includes a storage space 2 for the storage of goods
requiring refrigeration. The casing 3 is designed for re-
ceiving a number of drawers for the storage of the goods,
such as drawers 10, 60 as explained herein above.
[0033] The present invention provides the advantage
that by means of the seamless edge manufactured with
a technology as described in DE 41 10 150 A1, different
kinds of front panels such as glass and insulated sheet
metal panels can be used for manufacturing access
members such as doors or drawers, and can be applied
in a refrigeration system. With providing of the extrusion
profile, a magnetic door seal or gasket may be mounted
after the PU-moulding. Because the PU-material for
forming the seamless edge is applied for using a corre-
sponding mould, this technique provides a plurality of
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design freedom parameters without thy manufacturing
costs thereof.

[0034] In a further beneficial aspect, the seamless
edge increases the stiffness, robustness and enhances
the design aspect of a front surface for correspondingly
formed access members. The glass and sheet metal pan-
els are interchangeable in service and production. This
way of assembling an access member enables future
change of isolation material and use of plates instead of
injected polyurethane material used in connection with
sheet metal panels as described. Further, the front part
of the access member has high impact resistance in the
edge part thereof where the seamless edge is arranged,
is easy to clean as a result of no seams and/or gaps at
the front surface, and no additional fixtures are needed
for fixing a frame to a panel, as described.

[0035] Whiletheinvention hasbeen described with ref-
erence to exemplary embodiments, it will be understood
by those skilled in the art that various changes may be
made and equivalents may be substituted for elements
thereof without departing from the scope of the invention.
In addition, many modifications may be made to adapt a
particular situation or material to the teachings of the in-
vention without departing from the essential scope there-
of. Therefore, it is intended that the invention not be lim-
ited to the particular embodiments disclosed, but that the
invention will include all embodiments falling within the
scope of the appended claims.

Claims

1. Avrefrigerating storing device (1) comprising a frame
and an access element (10, 60) said access element
(10, 60) comprising

- a panel (11,61) adapted for forming a surface
part of the access element (10, 60),

- an extrusion profile (12, 62) arranged around
the panel (11, 61) and engaging the panel on at
least a circumferential portion (13, 63) thereof,
- a separate seamless edge (15, 65) arranged
on the extrusion profile (12, 62), said seamless
edge being formed from plastic material, and
-agasket (16, 66) suitable for sealing the access
element with respect to the frame of the refrig-
erating storage device;

characterisedin that the gasket (16, 66) is attached
to the extrusion profile (12, 62) and the seamless
edge (15, 65) is directly moulded on the extrusion
profile (12, 62) such that the seamless edge (15, 65)
is moulded around a circumferential panel edge (13,
63) and directly on a front surface (17, 67) of the
panel in a circumferential outer area (18, 68) of the
front surface adjacent to the circumferential panel
edge (13, 63), so that at least a portion of the front
surface (17, 67) is covered by the seamless edge
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(15, 65).

The refrigerating storing device according to claim
1, whereinthe seamless edge (15, 65) is formed from
plastic material including polyurethane material.

The refrigerating storing device according to claim 1
or 2, wherein the seamless edge (15, 65) has a
rounded shape in at least a portion of the seamless
edge adjacent to the circumferential panel edge (13,
63).

The refrigerating storing device according to any one
of the claims 1 to 3, wherein the seamless edge (15,
65) does not cover a portion of a rear surface (19,
69) of the panel (11, 61) which, in use, is facing a
part of the frame (3) of the storage device (1) when
the access element (10, 60) is in a closed position.

The refrigerating storing device according to any one
of the claims 1 to 4, wherein the seamless edge (15,
65) comprises a substantially rounded L-shaped
cross-sectional form.

The refrigerating storing device according to claim
5, wherein one leg (15-1, 65-1) of the L-shaped form
covers at least a portion of the extrusion profile (12,
62) and the other leg (15-2, 65-2) of the L-shaped
form covers at least a portion of a front surface (17,
67) of the panel.

The refrigerating storing device according to one of
claims 1 to 6, wherein the access element (10, 60)
is one of a door for providing access to a storage
space (2) of the storage device (1), or a drawer for
arrangement in a storage space (2) of the storage
device (1).

A method for manufacturing an access element (10,
60) for a refrigerating storing device (1) as defined
in any of the claims 1 to 7, comprising the steps of:

- providing the panel (11,61) adapted for forming
a surface part of the access element,

- arranging the extrusion profile (12, 62) around
the panel (11, 61) and engaging the panel with
the extrusion profile on at least a circumferential
portion (13, 63) thereof,

- and characterised by the step of :

- directly moulding the seamless edge (15,
65) on the extrusion profile (12, 62) such
that the seamless edge is around a circum-
ferential panel edge (13, 63) and directly on
the front surface (17, 67) of the panel in a
circumferential outer area (18, 68) of the
front surface adjacent to the circumferential
paneledge (13, 63), sothatatleasta portion
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of the front surface (17, 67) is covered by
the seamless edge (15, 65), said seamless
edge being formed from plastic material;

- attaching the gasket (16, 66) for sealing
the access element with respect to the
frame of the refrigerating storage device to
the extrusion profile (12, 62).

The method according to claim 8, wherein the extru-
sion profile (12, 62) comprises a line of portions
(21-25; 71-75) which are interconnected with each
other, wherein each of the portions of the line of por-
tions is in engagement with a different portion of a
circumferential panel edge (13, 63).

The method according to claim 9, wherein the line
of portions (21-25; 71-75) of the extrusion profile (12,
62) is folded about the circumferential panel edge
(13, 63) with cut-off portions (31, 81) of the extrusion
profile placed at respective corners of the panel (11,
61).

The method according to one of claims 8 to 10,
wherein

portions (21, 25) of the extrusion profile (12) which
are placed adjacent to one another when in engage-
ment with the panel (11) and which are not directly
connected with each other are covered by the seam-
less edge (15) when arranging the seamless edge
at least partially around the panel.

Patentanspriiche

1.

Kuhllagerungsvorrichtung (1), umfassend einen
Rahmen und ein Zugangselement (10, 60), wobei
das Zugangselement (10, 60) umfasst:

- eine Platte (11, 61), die daflr ausgelegt ist,
einen Oberflachenteil des Zugangselements
(10, 60) zu bilden,

- ein Extrusionsprofil (12, 62), das um die Platte
(11, 61) angeordnet ist und mit der Platte we-
nigstens an einem Umfangsteil (13, 63) davon
in Eingriff steht,

- eine getrennte nahtlose Umrandung (15, 65),
die auf dem Extrusionsprofil (12, 62) angeordnet
ist, wobei die nahtlose Umrandung aus einem
Kunststoffmaterial besteht, und

- eine Dichtung (16, 66), die zum Abdichten des
Zugangselements bezogen auf den Rahmen
der Kihllagerungsvorrichtung geeignet ist;

dadurch gekennzeichnet, dass die Dichtung (16,
66) an dem Extrusionsprofil (12, 62) angebracht ist
und die nahtlose Umrandung (15, 65) direkt an das
Extrusionsprofil (12, 62) angeformt ist, so dass die
nahtlose Umrandung (15, 65) um einen Umfangs-
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rand der Platte (13, 63) und direkt an eine Vorder-
flache (17, 67) der Platte an einem aufReren Um-
fangsbereich (18, 68) der Vorderflache benachbart
zu dem Umfangsrand der Platte (13, 63) angeformt
ist, so dass wenigstens ein Teil der Vorderflache (17,
67) von der nahtlosen Umrandung (15, 65) bedeckt
ist.

Kuhllagerungsvorrichtung gemaf Anspruch 1, wo-
bei die nahtlose Umrandung (15, 65) aus einem
Kunststoffmaterial, einschlief3lich Polyurethanmate-
rial, besteht.

Kuhllagerungsvorrichtung gemaf Anspruch 1 oder
2, wobei die nahtlose Umrandung (15, 65) an we-
nigstens einem Teil der nahtlosen Umrandung be-
nachbart zu dem Umfangsrand der Platte (13, 63)
eine abgerundete Form aufweist.

Kuhllagerungsvorrichtung gemal einem der An-
spriiche 1 bis 3, wobei die nahtlose Umrandung (15,
65) einen Teil der Riickflache (19, 69) der Platte (11,
61), derin Verwendung einem Teil des Rahmens (3)
der Lagerungsvorrichtung (1) zugewandt ist, wenn
sich das Zugangselement (10, 60) in einer geschlos-
senen Position befindet, nicht bedeckt.

Kuhllagerungsvorrichtung gemal einem der An-
spriiche 1 bis 4, wobei die nahtlose Umrandung (15,
65) eine im Wesentlichen abgerundete L-férmige
Querschnittsform aufweist.

Kuhllagerungsvorrichtung gemaR Anspruch 5, wo-
bei ein Bein (15-1, 65-1) der L-férmigen Form we-
nigstens einen Teil des Extrusionsprofils (12, 62) be-
deckt und das andere Bein (15-2, 65-2) der L-férmi-
gen Form wenigstens einen Teil einer Vorderflache
(17, 67) der Platte bedeckt.

Kuhllagerungsvorrichtung gemal einem der An-
spriiche 1 bis 6, wobei das Zugangselement (10, 60)
eines von einer Tur zum Ermdglichen von Zugang
zu einem Lagerungsraum (2) der Lagerungsvorrich-
tung (1) und einer Schublade zur Anordnung in ei-
nem Lagerungsraum (2) der Lagerungsvorrichtung
(1) ist.

Verfahren zum Herstellen eines Zugangselements
(10, 60) fur eine Kuhllagerungsvorrichtung (1) ge-
maf einem der Anspriiche 1 bis 7, umfassend die
Schritte:

- Bereitstellen der Platte (11, 61), die dafiir aus-
gelegt ist, einen Oberflachenteil des Zugangs-
elements zu bilden,

- Anordnen des Extrusionsprofils (12, 62) um die
Platte (11, 61) und Ineingriffbringen der Platte
mit dem Extrusionsprofil wenigstens an einem
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Umfangsteil (13, 63) davon
- und gekennzeichnet durch den Schritt:

- direktes Anformen der nahtlosen Umran-
dung (15, 65) an das Extrusionsprofil (12,
62), so dass die nahtlose Umrandung um
einen Umfangsrand der Platte (13, 63) und
direktandie Vorderflache (17,67) der Platte
an einem aufleren Umfangsbereich (18, 68)
der Vorderflache benachbart zu dem Um-
fangsrand der Platte (13, 63) angeordnet
ist, so dass wenigstens ein Teil der Vorder-
flache (17, 67) von der nahtlosen Umran-
dung (15, 65) bedeckt ist, wobei die nahtlo-
se Umrandung aus einem Kunststoffmate-
rial besteht;

- Anbringen der Dichtung (16, 66) zum Ab-
dichten des Zugangselements bezogen auf
den Rahmen der Kiihllagerungsvorrichtung
an dem Extrusionsprofil (12, 62).

Verfahren gemall Anspruch 8, wobei das Extrusi-
onsprofil (12, 62) eine Reihe von Teilen (21-25;
71-75) umfasst, die miteinander verbunden sind, wo-
bei jeder der Teile der Reihe von Teilen mit einem
anderen Teil eines Umfangsrands der Platte (13, 63)
in Eingriff steht.

Verfahren geman Anspruch 9, wobei die Reihe von
Teilen (21-25; 71-75) des Extrusionsprofils (12, 62)
um den Umfangsrand der Platte (13, 63) gefaltet
wird, wobei abgeschnittene Teile (31, 81) des Extru-
sionsprofils an entsprechenden Ecken der Platte
(11, 61) angeordnet werden.

Verfahren gemafl einem der Anspriiche 8 bis 10,
wobei

Teile (21, 25) des Extrusionsprofils (12), die benach-
bart zueinander angeordnet sind, wenn sie in Eingriff
mit der Platte (11) stehen, und die nicht direkt mit-
einander verbunden sind, von der nahtlosen Umran-
dung (15) bedeckt werden, wenn die nahtlose Um-
randung wenigstens teilweise um die Platte ange-
ordnet wird.

Revendications

1.

Dispositif de stockage réfrigérant (1) comprenant un
bati et un élément d’accés (10, 60), ledit élément
d’accés (10, 60) comprenant

- un panneau (11, 61) congu pour former une
partie de surface de I'élément d’acces (10, 60),
- un profilé extrudé (12, 62) disposé autour du
panneau (11, 61) et s’accouplant avec le pan-
neau au moins sur une partie circonférentielle
(13, 63) de celui-ci,
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- un bord continu distinct (15, 65) disposé sur le
profilé extrudé (12, 62), ledit bord continu étant
constitué de matiere plastique, et

- un joint d’étanchéité (16, 66) approprié pour
former un joint étanche entre I'élément d’acces
et le bati du dispositif de stockage réfrigérant ;

caractérisé en ce que le joint d’étanchéité (16, 66)
est attaché au profilé extrudé (12, 62) et le bord con-
tinu (15, 65) est moulé directement sur le profilé ex-
trudé (12, 62), de telle sorte que le bord continu (15,
65) soit moulé autour d’'un bord de panneau circon-
férentiel (13, 63) et directement sur une surface
avant (17, 67) du panneau dans une région circon-
férentielle extérieure (18, 68) de la surface avant ad-
jacente au bord de panneau circonférentiel (13, 63),
afin qu’au moins une partie de la surface avant (17,
67) soit recouverte par le bord continu (15, 65).

Dispositif de stockage réfrigérant selon la revendi-
cation 1, dans lequel le bord continu (15, 65) est
constitué de matiere plastique comprenant un ma-
tériau a base de polyuréthane.

Dispositif de stockage réfrigérant selon la revendi-
cation 1 ou 2, dans lequel le bord continu (15, 65)
présente une forme arrondie dans au moins une par-
tie du bord continu adjacente au bord de panneau
circonférentiel (13, 63).

Dispositif de stockage réfrigérant selon 'une quel-
conque des revendications 1 a 3, dans lequel le bord
continu (15, 65) ne recouvre pas une partie d’'une
surface arriére (19, 69) du panneau (11, 61) qui, lors
de l'utilisation, fait face a une partie du bati (3) du
dispositif de stockage (1) lorsque I'élément d’acces
(10, 60) se trouve dans une position fermée.

Dispositif de stockage réfrigérant selon 'une quel-
conque desrevendications 1 a4, dans lequel le bord
continu (15, 65) comprend un profil en section trans-
versale présentant essentiellement la forme d'un L
arrondi.

Dispositif de stockage réfrigérant selon la revendi-
cation 5, dans lequel une branche (15-1, 65-1) du
profil en forme de L recouvre au moins une partie du
profilé extrudé (12, 62) etI'autre branche (15-2, 65-2)
du profil en forme de L recouvre au moins une partie
d’une surface avant (17, 67) du panneau.

Dispositif de stockage réfrigérant selon I'une des re-
vendications 1 a 6, dans lequel I'élément d’accés
(10, 60) est une porte donnant acces a un espace
de stockage (2) du dispositif de stockage (1), ou un
tiroir destiné a étre disposé dans un espace de stoc-
kage (2) du dispositif de stockage (1).
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Procédé de fabrication d’'un élémentd’acces (10, 60)
pour un dispositif de stockage réfrigérant (1) tel que
défini dans I'une quelconque des revendications 1 a
7, comprenant les étapes suivantes :

- prévoir le panneau (11, 61) congu pour former
une partie de surface de I'élément d’acces,

- disposer le profilé extrudé (12, 62) autour du
panneau (11, 61) et accoupler le panneau avec
le profilé extrudé au moins sur une partie circon-
férentielle (13, 63) de celui-ci,

et caractérisé par les étapes suivantes :

- mouler directement le bord continu (15, 65) sur
le profil extrudé (12, 62), de telle sorte que le
bord continu se trouve autour d’'un bord de pan-
neau circonférentiel (13, 63), et directement sur
la surface avant (17, 67) du panneau dans une
région circonférentielle extérieure (18, 68) de la
surface avant adjacente au bord de panneau
circonférentiel (13, 63), afin qu’au moins une
partie de la surface avant (17, 67) soit recouver-
te par le bord continu (15, 65), ledit bord continu
étant constitué de matiére plastique ;

- attacher au profilé extrudé (12, 62) le joint
d’étanchéité (16, 66) destiné a former un joint
étanche entre I'élément d’acces et le bati du dis-
positif de stockage réfrigérant.

Procédé selon larevendication 8, dans lequel le pro-
filé extrudé (12, 62) comprend une ligne de parties
(21 a25; 71 a 75) qui sont raccordées les unes aux
autres, dans lequel chacune des parties de la ligne
de parties est accouplée avec une partie différente
d’un bord de panneau circonférentiel (13, 63).

Procédé selon larevendication 9, dans lequel laligne
de parties (21 a 25 ; 71 a 75) du profilé extrudé (12,
62) est pliée autour du bord de panneau circonfé-
rentiel (13, 63), des parties échancrées (31, 81) du
profilé extrudé étant placées au niveau de coins res-
pectifs du panneau (11, 61).

Procédé selon I'une des revendications 8 a 10, dans
lequel des parties (21, 25) du profilé extrudé (12) qui
sont placées de maniére adjacente 'une vis-a-vis de
'autre lorsqu’elles sont accouplées avec le panneau
(11) et qui ne sont pas directement raccordées I'une
a l'autre sont recouvertes par le bord continu (15)
lorsque le bord continu est disposé au moins partiel-
lement autour du panneau.
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