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[57] ABSTRACT 
The speci?cation discloses a method of making an ap 
erture-de?ning frame member, particularly a window 
frame, comprising a rigid frame-shaped reinforcement 
made of e.g. a solid metal section embedded in syn 
thetic resinous material. The method comprises plac 
ing the reinforcement in a mould cavity having the 
shape of the required frame member and locating the 
reinforcement in the cavity solely by engaging comple 
mentary inter?tting formations on the reinforcement 
and on pin‘like projections which extend from the 
cavity walls, e.g., recesses on the reinforcement engag 
ing the ends of the projections. The longitudinal axes 
of all the projections are parallel to a predetermined 
plane and the engagement of the end of each projec 
tion with the complementary recess of the reinforce 
ment prevents movement of the latter at least in ?rst 
directions perpendicular to the plane. The projections 
are located around the reinforcement to prevent 
movement of the reinforcement in second directions 
parallel to the plane. The mould cavity is ?lled with 
synthetic resinous material to embed the reinforce 
ment therein while the reinforcement is located in the 
cavity by the projections, and the cavity is subse 
quently opened and the projections withdrawn from 
the completed frame member which is then removed 
from the cavity. 

3 Claims, 10 Drawing Figures 
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APPARATUS FOR MOULDING PLASTIC 
ARTICLES 

Matter enclosed in heavy brackets I: ] appears in the 
original patent but forms no part of this reissue specifi 
cation; matter printed in italics indicates the additions 
made by reissue. 

This is a division of appplication Ser. No‘. 139,376, 
?led May 3, 197i, now U.S. Pat. No. 3,787,549. 

BACKGROUND OF THE lNVENTlON 
1. Field of the lnvention 
This invention relates to methods of, and apparatus 

for, making aperture-de?ning frame members of the 
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kind comprising a rigid frame-shaped reinforcement ' 
embedded in synthetic resinous material. 
The invention has been developed in connection with 

the manufacture of window frames and in particular 
the type of window frame including an outer frame to 
be secured to a building and an inner frame pivotally or 
otherwise movably mounted on the outer frame. in 
such window frames the outer and inner frames will 
normally be rectangular. The invention is not limited to 
the production of such window frames and can be ap 
plied to the manufacture of aperture-de?ning frame 
members in general. Such frame members may be end 
less, e.g., rectangular or polygonal, or may be open 
frame members such as, for example, a door frame 
which comprises two parallel members with a third 
member which joins the one ends of the two members 
while the other ends of the two parallel members are 
unjoined. The term “aperture-de?ning frame mem 
bers” is used herein to include both open and closed 
frame members. 

2. Description of the Prior Art 
In making such frame members the synthetic resin~ 

ous material, i.e., plastics material may be injected into 
the mould cavity at a pressure in excess of 10,000 p.s.i. 
so that the pressure in the mould cavity is likely to be at 
least 5,000 p.s.i. The reinforcement must be held accu‘ 
rately in position in the cavity and must also be held 
against de?ection and distortion. 

lt has previously been proposed to hold the reinforce 
ment either by four sets of projections lying in two 
planes, or sets of planes, at right angles or by two sets 
of projections lying in one plane or a set of parallel 
planes with metal or plastics chaplets between the rein 
forcement and the walls of the mould cavity. For exam 
ple in the former arrangement, considering a reinforce~ 
ment of square section arranged with its sides vertical 
and horizontal there may be two sets of projections in 
vertical planes engaging horizontal surfaces of the rein 
forcement and two sets of projections in horizontal 
planes engaging vertical surfaces of the reinforcement. 
In the latter arrangement there may for example be two 
sets of projections in vertical planes engaging horizon 
tal surfaces of the reinforcement and the plastics or 
metal chaplets may be between vertical surfaces of the 
reinforcement and the sides of the mould'cavity. 

SUMMARY OF THE INVENTION 

It is an object of one aspect of the present invention 
to provide an improved method of making an aperture 
de?ning frame member. 
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2 
According to this aspect of the invention we provide 

a method of making an aperture-de?ning frame mem 
ber comprising a rigid frame-shaped reinforcement 
embedded in synthetic resinous material, the method 
comprising placing the reinforcement in a mould cavity 
having the shape of the required frame member, locat 
ing the reinforcement in the cavity solely by engaging 
complementary inter?tting formations on the rein 
forcement and on pin-like projections which extend 
from the cavity walls so that the longitudinal axes of all 
the projections are parallel to a predetermined plane 
and so that the engagement of said formation of each 
projection with the complementary formation of the 
reinforcement prevents movement of the latter at least 
in ?rst directions perpendicular to the plane, prevent 
ing movement of the reinforcement in second direc 
tions parallel to the plane by suitable location of the 
projections around the reinforcement, ?lling the mould 
cavity with synthetic resinous material to embed the 
reinforcement therein while the reinforcement is lo 
cated in the cavity by the projections, subsequently 
opening the cavity and withdrawing the projections 
from the completed frame member and then removing 
the latter from the cavity. 
This method has the advantage over the first prior 

methods referred to above in that at the most two sets 
of projections are required which wholly locate the 
reinforcement in the cavity as distinct from the four 
sets of projections previously required. This arrange 
ment makes tooling much simpler and less expensive. 
The method embodying the invention has the advan 

tage over the second of the prior methods referred to 
above in that it is unnecessary to insert chaplets into 
the mould cavity to locate the reinforcement thus very 
much simplifying and speeding up the moulding proce 
dure. 

It is preferred that the formation on the reinforce 
ment comprises recess means in which the free ends of 
the projections engage and the recess means can be 
grooves with diverging side walls and the projections 
can have conical free ends closely to engage said side 
walls. 
Movement of the reinforcement in the mould cavity 

in directions parallel to the plane may be prevented 
solely by the arrangement of the projections. Thus if 
one has a closed frame reinforcement it will be appar 
ent that by appropriate location of the projections 
movement of the reinforcement can be prevented. This 
is also true if one has an open type reinforcement but it 
is within the invention to prevent movement in at least 
some directions parallel to the plane by interengage 
ment of the complementary formations on the rein 
forcement and the projections, e.g., by providing holes 
in the reinforcement engaged by the projections. 
We have found that the reinforcement may conve 

niently be a solid metal section having on opposite sides 
thereof grooves with diverging side walls but it is within 
the scope of the invention to use tubular reinforce~ 
ments of metal or in fact rigid reinforcements of any 
suitable material such as, for example, reinforced plas 
tics mate rial. 

[t is an object of another aspect of the invention to 
provide improved apparatus for making an aperture 
de?ning frame member comprising a rigid frame 
shaped reinforcement embedded in synthetic resinous 
material. 
According to this aspect of the invention, apparatus 

for the above purpose comprises mould parts which 
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de?ne a mould cavity having the shape of the required 
frame member, the mould parts including a ?xed inner 
member. outer members movable towards and away 
from the inner member and a closing member; a plural 
ity of pin-like projections for locating the reinforce 
ment in the cavity and which extend from the cavity 
walls so that the longitudinal axes of all the projections 
are parallel to a predetermined plane. the projections 
being carried by the inner and outer members and 
being arranged around the cavity to prevent movement 
of the reinforcement in the cavity at least in directions 
parallel to the plane; and means for projecting into and 
withdrawing from the mould cavity those projections 
carried by the inner member. 
With this arrangement. the projections carried by the 

outer members may be ?xed in position relative thereto 
although if desired the projections may be movable on 
the outer members so as to enable all the projections to 
be withdrawn from the mould cavity before moulding is 
completed if this is desired. 

BRIEF DESCRIPTION OF THE DRAWING 

The invention will now be described in detail by way 
of example with reference to the manufacture of a 
window frame comprising inner and outer frame parts 
each comprising a rigid frame~shaped reinforcement 
embedded in synthetic resinous material. In the accom 
panying drawings: 
FIG. I is an elevation of an outer window frame 

member, the left hand part of FIG. I being an elevation 
in the direction of the arrow A in FIG. 5 and the right 
hand part of FIG. I being an elevation in the direction 
of the arrow B in FIG. 5. 
FIG. 2 is an elevation similar to FIG. I showing the 

inner frame of the window, the left hand pan of FIG. 2 
being an elevation in the direction of the Arrow A in 
FIG. 5 and the right hand part of FIG. 2 being an eleva 
tion in the direction of arrow B in FIG. 5; 
FIG. 3 is a side elevation of a hinge detail applicable 

to the frames of FIGS. 1 and 2; 
FIG. 4 is a section on the line 4—4 of FIG. 3; 
FIG. 5 is a vertical section through a complete win 

dow embodying the outer and inner frames of FIGS. I 
and 2; 
FIG. 6 is a partial plan view of apparatus embodying 

the invention for producing a frame member embody 
ing the invention; 
FIG. 7 is a section on the line 7——7 of FIG. 6; 
FIG. 8 is a detailed section on the line 8—8 of FIG. 6; 
FIG. 9 is a detailed section showing how the rein 

forcement is held in the mould cavity by the projec 
tions; and 
FIG. I0 is a detailed section similar to FIG. 9 showing 

an alternative arrangement for holding the reinforce 
ment in the mold cavity. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

Referring now to FIGS. 1 to 5, the window frames 
thereshown comprises an outer frame 20 and an inner 
frame 2], each frame being generally rectangular and 
comprising a rectangular metal reinforcement embed 
ded in a covering of synthetic resinous, i.e., plastics 
material. In FIG. 5 the reinforcement for the outer 
frame 20 is indicated at 22 and the covering at 23. The 
reinforcement for the inner frame 21 is indicated at 24 
and the covering at 25. Each reinforcement 22 and 24 
is in the form of a rectangular frame formed of solid 
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4 
metal sections which are mitred at their ends and are 
welded together. The shape of the section is similar for 
each frame and comprises, referring to the reinforce 
ment 22. parallel straight sides 26. and an inner side 27 
having a groove 28 therein with diverging side walls 29 
and an outer side 30 having a groove 31 therein with 
diverging side walls 32. The material of the reinforce 
ment frame is preferably mild steel and the frame mem 
bers can be cut off from a solid drawn section. their 
ends mitred and welded together. 
The coverings 23 and 25 are formed with ?anges as 

required. 
Thus referring to FIGS. 1 and 5, the outer frame 20 

is provided with a continuous, outwardly directed, pe 
ripheral ?ange 33 which is arranged to overlap the edge 
of an aperture 34 in a supporting wall 35. The lower 
half of the frame is provided with an inner ?ange 36 
which is inwardly directed as is clear from FIGS. I and 
5 and which has discontinuities 37 to receive stays or 
fastener for the window and which are not shown. 
The inner frame ZI, referring to FIGS. 2 and S, has a 

continuous. inwardly directed ?ange 38 on its outer 
surface as shown in FIG. 5 and over the upper part of 
a frame it has on its inner surface an inwardly directed 
?ange 39 provided with discontinuities 40 for window 
stays and fasteners, not shown. 
FIGS. 3 and 4 show a detail of a hinge means which 

are provided on the frames 20 and 2I whereby the 
frames may be hinged together. FIGS. 3 and 4 actually 
show part of the inner frame 2| and referring to these 
figures. at U‘shaped metal strap 4] has its free ends 42 
welded at 43 to one side 26 of the reinforcement 24 so 
that the limbs 44 of the strap are generally perpendicu 
lar to the side 26. The limbs 44 are provided with 
aligned apertures 45 and the strap is embedded in a 
part 46 of the covering 25. Received in the apertures 
45 is a metal bushing 47 which is held in position by the 
plastics material of the part 45. The location of the 
hinge arrangement is indicated by the circle 48 in FIG. 
2 and a similar hinge arrangement is provided on the 
outer frame 20 so that the pivot pins may be passed 
through the aligned bushes such as 47 in the hinge parts 
thus to hinge the frame members together. In FIG. 5. 
the frame members are hinged about a horizontal axis. 
The part 46 of the covering is produced simultaneously 
with the main part of the covering 25 as will be de 
scribed below. 

Referring to FIG. 5, the window is completed by a 
pane of glass 49 received in the inner frame 21 and held 
therein by a peripheral seal 50, peripheral beading S1 
and a peripheral extrusion 52 secured to the inner 
frame and which locate the seal 50 and the beading 5I. 
The outer periphery of the inner frame 20 also carries, 
in a groove 53 a seal 54 to seal with the inner periphery 
of the outer frame. 
The manufacture of the frames will now be described 

in relation to FIGS. 6 to 9. 
Referring ?rst to FIGS. 6 and 7 the apparatus there 

shown comprises a lower platen 55 and an upper platen 
56. The lower platen 55 carries a base member 57 
which in turn carries an inner. mould-cavity-forming 
member 58. The member 58 is rectangular and is made 
up of four elements, two of which are shown at 59 in 
FIG. 6, the elements meeting at a mitred corner 60. 
The mould cavity is further de?ned by an outer 

mould-cavity~forming assembly 61 which comprises 
four members two of which are indicated at 62 in FIG. 
6 and which are independently movable towards and 
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away from the elements 59. When the elements 62 are 
in their inner positions they are as shown in FIGS. 6 and 
7 and meet at a mitred corner 63. 
The mould cavity is completed by a closing member 

64 which is carried by the upper platen 56 through an 
upper support 65. The inner member 58, the outer 
assembly 61 and the closing member 64 together de 
fme, when the mould is closed, a mould cavity indi 
cated at 66. This mould cavity is in the present case in 
the form of an endless channel of rectangular shape in 
plan view but it will be appreciated that the shape of 
the cavity would depend on the shape of the frame 
member to be made. i 
The upper support 65 carries a number of pins, one 

of which is indicated at 67 which are inclined to the 
vertical and each of which is received in a bore 68 in an 
outer support 69 to which a member 62 is secured. 
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When the upper platen 56 is moved upwardly in FIG. 7 ‘ 
the engagement of the pins 67 in their bores 68 results 
in the outer support 69 moving outwardly as in the 
direction of the arrow C in FIG. 7 and thus moving 
outwardly the members 62 of the assembly 61. As will 
be described this opens the mould cavity and allows the 
frame member to be removed and the closing member 
64 is also moved upwardly with the upward movement 
of the upper platen 56. Each outer support has an in~ 
clined surface 70 which engages when the mould is 
closed with an inclined surface 71 on a wedging mem 
ber 72 carried by the upper support 65 so that when the 
mould is closed the outer supports 69 are held against 
outward movement by engagement of the inclined sur 
faces. 
To facilitate outward movement of the outer sup 

ports with their members 62' a spring arrangement is 
provided as shown in FIG. 8. Thus a plurality of springs, 
one of which is shown at 73 are located in bores such as 
74 in the base member 57. Each spring 73 acts on a 
?ange 75 of the outer support 69 tending to force the 
latter outwardly. 
The reinforcement such as 22 or 24 is held in the 

mould cavity 66 by pin like projections mounted on the 
inner elements 59 and the outer members 62. Referring 
first to the inner members 59, the projections are indi 
cated in FIGS. 6 and 7 at 76. Each projection is formed 
at its inner end with a toothed rack 77 which engages 
with a pinion 78. The pinion 78 is‘formed at the upper 
end of a shaft 79 shown in FIG. 7 mounted in a bearing 
sleeve 80 in the base member 57. The lower end of the 
shaft 79 is formed with a pinion 81 which is engaged by 
a toothed rack 82 formed at the end of a rod 83 oper 
ated by a pneumatic or hydraulic jack 84. As will be 
seen from FIG. 6, there are two rods 83 associated with 
each jack 84 and operated thereby, these two rods 
operating two sha?s 79 to operate two adjacent projec 
tions 76. All the projections 76 are operated in a similar 
manner as will be apparent from FIGS. 6 and 7, the free 
end of each projection being indicated at 85. 
The outer members 62 also carry projections indi 

cated at 86 and having conical ends 87. It will be seen 
from FIGS. 6 and 7 that each projection 86 is directly 
opposite to a projection 76 and the projections 76 and 
86 extend in opposite directions ‘from the walls of the 
mould cavity. Thus the projections are arranged in 
pairs, each pair comprising a projection 76 and a pro 
jection 86 and the projections 76‘belong to one set and 
the projections 86 to another set. 
The mould assembly is provided with conventional 

means for introducing synthetic resinous material into 
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the cavity, such means being indicated generally at 88 
and cooling water passages 89 are provided in the vari 
ous mould parts. ' 
The manufacture of a frame member will now be 

described in general terms. A reinforcement such as 22 
or 24 is ?rst manufactured by cutting to the desired 
length a solid drawn section of the shape referred to 
above and mitring and welding the ends of the length to 
form a reinforcing frame. The mould shown in FIGS. 6, 
7 and 8 is opened by raising the upper platen 56 which 
raises the closing member 64 and moves outwardly the 
outer members 61 by engagement of the pins 67 in the 
bores 68 and the action of the springs 74 as described 
above. The projections 76 are retracted wholly into the 
elements 59 by operation of the pneumatic or hydraulic 
jacks 84 acting through the rods 83, the rack and pin 
ions 82 and 81, the shafts 79, the pinions 78 and the 
racks 77. The reinforcing frame is then placed in the 
cavity and the pneumatic jacks 84 are operated to 
project the projections 76 into the cavity so that the 
conical ends 85 thereof engage in the groove 28 in the 
inner wall of the reinforcement and the conical end 
closely engages the diverging side wall 29. The mould is 
then closed by lowering the upper platen 56 which has 
the effect of moving inwardly the outer members 62 via 
the pins 67 and the bores 68 and against the action of 
the springs 74 and clamping said outer members in 
their inner positions through engagement of the in 
clined surfaces 70 and 71. Simultaneously, the closing 
member 64 of the cavity comes into engagement with 
the inner and outer members thus to close the cavity. 
As the outer members 62 move inwardly the projec 
tions 86 engage the reinforcement and the conical ends 
87 of the projections engage in the groove 3| in the 
outer walls of reinforcement, the conical surfaces at the 
ends of the projections closely engaging the diverging 
walls 32 of the groove 31. 
The reinforcement is thus located against movement 

in vertical directions in FIG. 7 by engagement of the 
conical ends 85 and 87 of the projections 76 and 86 in 
the grooves 28 and 31. The reinforcement is located 
against movement horizontally in FIG. 7 by the ar 
rangement of the projections around the reinforcement 
and in FIGS. 1 and 2 the centre lines of the projections 
are indicated to illustrate how the reinforcement is held 
against horizontal movement. 

Plastics material is now forced into the die cavity and 
completely embeds the reinforcement. It also embeds 
the hinge strap 41 referred to above. When the mould 
ing is completed and the plastic material is solid, the 
pneumatic jacks 84 are operated to retract the projec 
tions 76 and the cavity is opened by raising the upper 
platen 56 which moves the outer members 62 out 
wardly and thus disengages the projections 86 from the 
frame member and the latter can then be removed from 
the die cavity and a further moulding operation carried 
out with a fresh reinforcement. 
The essential feature of the present invention is the 

location of the reinforcement in the mould cavity. In 
this respect reference is made to FIG. 9 which shows on 
a larger scale the engagement of the conical end por 
tions 85 and 86 of the projections 76 and 86 with the 
diverging walls 32 and 29 of the grooves 31 and 28 
respectively. It will be seen that the conical end por 
tions closely engage the diverging walls thus positively 
preventing movement of the reinforcing core in vertical 
directions in FIG. 9. It is to be noted that the longitudi 
nal axes of all the projections 76 and 86 are parallel to 
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l horizontal plane in FIG. 7. By having all the projec 
ions with their longitudinal axes parallel to a plane and 
raving inter?tting formations which engage with inter 
itting formations on the reinforcement. i.e.. the coni 
:a| ends 85 and 86 in the grooves 3] and 29 it is possi 
ile wholly to locate the reinforcement in the die cavity 
nerely by the two sets of projections 76 and 86. it will 
1e appreciated that by arranging the projections 76 and 
I6 as shown by their centre lines in FIGS. 1 and 2 
novement of the reinforcement in horizontal planes in 
I10. 7 is prevented and the inter?tting formations pre 
'ents movement of the reinforcement in vertical planes 
n that ?gure. This arrangement very much simpli?es 
noulding since it is unnecessary to provide four sets of 
irojections. for example projections to engage the ver 
ieal sides of the reinforcements and further projections 
o engage the horizontal sides thereby to locate the 
'einforcement wholly within the mould cavity. 
As thus far described, movement of the reinforce 

nent in the mould cavity in horizontal planes in FIG. 7 
s prevented wholly by suitable arrangement of the 
)rojections 76 and 86 around the reinforcement. Such 
novcment would be prevented by having a single set of 
irojections 76 or 86 but while this may be possible in 
.ome cases our experience suggests that to avoid distor 
ion of the reinforcement during moulding it is neces 
ary to hold the reinforcement between two sets of 
Jrojections so as not only to locate the reinforcement 
igainst movement in horizontal planes in FIG. 7 but 
ilso to prevent local distortion of the reinforcemen 
luring the moulding operation. ' 
An alternative arrangement is shown in FIG. 10 in 

Ivhich there are shown two projections 90 and 91 which 
:ngage in a bore 92 in a reinforcement 93. in this ar 
angement. it will be appreciated that‘ since the projec 
ions 90 and 9| are a reasonably close ?t in the bore 92 
he engagement of the projections in‘ the bore will serve 
o prevent movement not only in vertical directions in 
:1G. 10, Le, in directions perpendicular to the plane 
:ont'aining the longitudinal axes of the projections but 
vill also prevent movement in some horizontal direc 
ions, i.e., in horizontal directions perpendicular to the 
ilane of FIG. 10. Movement of the reinforcement in 
iorizontal directions parallel to the plane of FIG. 10 
vould be prevented by a suitable arrangement of the 
irojections. The arrangement of FIG. 10 is not‘ pre 
erred because of the practical disadvantage of having 
my accurately to provide the bores 92 in the rein 
Orcement so that these bores align with the projections 
l0 and 91 when‘the reinforcement is in the mould. It is 
ireferred to use the groove arrangement of FIG. 9 
ince the conical ends of the projections can engage 
inywhere in the grooves 28 and 31 and it is not neces 
ary to provide accurately located bores in ‘the rein 
orcement. ' ‘ . 

Various modi?cations may be made to the method 
ind apparatus previously described. The method has 
teen described as including the step of leaving the 
iX'OjCCllO?S 76 and 86 in engagement with the rein 
orcement until the moulding has been completed so 
hat when the frame .member is withdrawn from the 
nould cavity bores are left in the covering of plastics 
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material. These bores may be ?lled with plugs and 
bushes as described in I: our co-pending application 
no. ] US. Pat. No. 3 ‘72599.5 which issued on Apr. 10, 
1973. 

if desired. however, the projections may be with 
drawn during the moulding step so that the voids left by 
the projections are ?lled by the plastics material. In 
such a method. the reinforcement would be held by the 
projections until the mould cavity was substantially full 
and the reinforcement therefore located by the plastics 
material and then the projections would be withdrawn 
so that the voids would be ?lled. In such an arrange 
ment it would be necessary to have means on the outer 
mould parts for withdrawing the projections 86 and 
such means would be similar to the means provided on 
the inner mould part. 

In a further modi?cation of the method. instead of 
using a reinforcement which is solid it may be tubular 
and if desired the tube may be ?lled with some rela 
tively cheap material to prevent the tube collapsing 
during injection of the plastics material. 

it will be seen that the invention provides an im 
proved method of; and apparatus for, manufacturing 
aperture-de?ning frame members. The invention has 
been described in particular in relation to the manufac 
ture of closed frame members and in particular to the 
manufacture of window frames. However, the inven 
tion can be applied to the manufacture of open, aper 
ture de?ning frame members as described at the begin 
ning of the speci?cation. 

I claim: a ‘ 

1. Apparatus for making an aperture-de?ning frame 
member I comprising ] including a rigid frame-shaped 
reinforcement embedded in synthetic resinous mate 
rial, the apparatus comprising inould parts which de 
?ne a mould c'avity having the‘shape of the required 
frame member, the mould parts including a ?xed inner 
member, outer members movable towards and away 
from the inner member in ?rst directions parallel to a 
?xed plane containing said inner member and a closing 
member movable towards and away from said inner 
and outer members in second directions perpendicular 
to said plane, a plurality of pin like projections for 
locating the reinforcement in the cavity, means for 
mounting respective pairs of ‘said projections on said 
inner and outer members around said cavity'to prevent 
movement of the reinforcement in the cavity at least in 
directions parallel to said plane and so that the longitu 
dinal axis of‘ each projection is parallel to said plane 
and‘to one of said ?rst directions; and positively opera 
ble 'means engaging respective projections mounted on 
said inner member for projecting into and'lwithdrawing 
from the mould cavity those respectiveprojections 
mounted on the inner ‘member. ' 

2. Apparatus according to claim 1 wherein the longi 
tudinal axes ofall the projections lie in said plane. 

3. Apparatus according to claim 1 wherein the re 
spectiveprojections mounted on‘the outer members 
are ?xed in position relative‘ thereto so as to be with 
drawri from the‘frame member as the outer members 
are moved away from the ‘inner member. 
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