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Method for manufacturing metal wire netting.

@ This invention relates to a method for manufacturing
metal wire netting whereby intersecting wires are welded
together at the crossing points while forming meshes and the
thus formed wire netting is subjected to a mechanical oper-
ation resulting in a2 deformation of at ieast a part of the
meshes; whereby the deformation is carried out with the help
of deformation means engaging into the meshes to be di-
rectly deformed and whereby in each of the meshes to be
directly deformed, all intersecting wires are deformed with
respect to the condition prior to the deformation operation.
The invention also relates to the so-manufactured metal wire
nettings.
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METHOD FOR MANUFACTURING METAL WIRE NETTING

The invention relates to a method for manufacturing metal
wire netting whereby 1ntersectiﬁg wires are welded together
at the crossing points while forming meshes and the thus
obtained wire netting is subjected to a mechanical operation
resulting in a deformation of at least a part of the meshes.

Such metal wire netting the meshes of which have been
deformed with respect to the original condition by a mecha-
nical operation, is known and is mainly applied as ornamental
wire netting in e.g. garden fences. Such known wire netting
is manufactured departing from intersecting wires, whether
or not shaped, whether or not straight, which are welded
together at the crossing points. The thus formed wire netting
is thereupon fixed and mechanically treated in such a way
that the wires running in one and the same direction of part
of or all the meshes of the thus formed wire netting are
always deformed with respect to the original condition. The
deformation of wires that run in one and the same direction
;olely, makes high demands upon the fixation of the wire
netting during this deformation treatment ; whereby fixation
faults easily cause excessive, total deformation of or damage
to the wire netting.

Another disadvantage of the deformation of only the wires
running in one and the same direction of part of or all the
meshes of the thus formed wire netting, consists in that it
only allaws to obtain a limited number of shapes or patterns
of the deformed meshes.

The purpose of the present invention is to provide suchlike
method overcoming the aforementioned disadvantages.
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To that end, the method according to the invention is charac-
terized in that the deformation is carried out with the help
of deformation means engaging into the meshes to be directly
deformed and that in each of the meshes to be directly
deformed, all the intersecting wires are deformed with res-
pect to the condition prior to the deformation operation.

In the method according to the invention a distinction fis
made between meshes to be directly deformed and meshes that
are to be indirectly deformed. Meshes to be directly deformed
are meshes that are directly engaged by a means of deforma-
tion resulting in deformation of said meshes ; meshes to be
indirectly deformed are meshes that are deformed as a result
of a means of deformation engaging one or more adjacent
meshes resulting in an indirect deformation of said meshes,
which meshes are not treated by a means of deformation.

Due to the fact that by said method according to the inven-
tion all intersecting wires of a mesh to be directly deformed
are deformed with respect to the original condition, the risk
of damage to the welded wire netting in case of deficient
fixation is strongly reduced. If the symmetry of the mesh is
maintained during the deformation operation, no damage to
the welded wire netting will be possible even if the wire
netting has not been fixed at all, as in that case the wire
netting will not tend to shift as a result of the deformation
operation.

By the maintenance of the symmetry during the deformation
operation is understood, that a welded wire netting is formed
the meshes of which have prior to the deformation operation
a shape, which is symmetrical with respect to at least one
axis, and that after the deformation operation, the meshes
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to be directly deformed have also a shape, which is symme-
trical with respect to at least one axis. Preferably, a wel-
ded wire netting is formed the mesh of which have prior to
the deformation operation a shape, which is symmetrical with
respect to at least two axes perpendicular to each other,

and whereby after the deformation operation, the meshes to
be directly deformed have also a shape, which is symmetrical
with respect to at least two axes perpendicular to each
other.

The deformation operation can be carried out in such a way
that the welded crossing points of the intersecting wires
remain substantially in the same place with respect to each
other or 4n other words, the wires constituting the meshes
of the wire netting will be allowed to deform, but the angu-
lar points of the meshes will] remain substantially in their
place with respect to each other. It is also possible, that
the meshes of the welded wire netting will be allowed to
deform, but that the total length of the wires or sides of
the meshes will be substantially equal to the length thereof
before the deformation operation.

In particular, in the method according to the invention, a
welded wire netting is formed the meshes of which have a
quadrangular shape prior to the deformation operation, such
as a rectangular and a square shape. In this case, it is
possible that at 1least the meshes to be directly deformed
obtain an n-angular shape, whereby n is greater than 4. By
such method a wire netting is obtained wherein each of the
wires of the meshes to pe directly deformed contains one or
more bends and wherein the wire lengths between the different
bends and angular points have remained substantially
straight. In an attractive embodiment this is the way 1in
which a quadrangular mesh is converted into an octagonal
mesh.
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In an advantageous embodiment of the method according to the
invention all the intersecting wires of each of the meshes
to be directly deformed obtain an at least partly bent shape
through the deformation operation. Preferably, all the inter-
secting wires of each of the meshes to be directly deformed
are deformed over substantially the whole length thereof.

With particularly great advantage, by the method according
to the invention the deformation operation is applied to a
maximum of 50 % of the total number of the meshes. Through
the all-sided deformation of the meshes to be directly
deformed it 1is attained that also the meshes that are not
engaged by a means of deformation, are deformed with respect
to the original condition. Taking this aspect inte account,
only a maximum of 50 % of all the meshes will finally need
to be deformed to attain a deformation of all the meshes as
a result of the deformation operation ; 50 % of all the
meshes are in that case directly deformed and 50 % of all
the meshes are 1in that case indirectly deformed. Conse-
quently, this condition results in a strong decrease of the
required number of deformation operations, or, alternatively,
the required number of means of deformation per surface of
wire netting.

With very great advantage, by the method according to the
invention a welded wire netting is formed wherein the meshes
adjacent to the edges have a smaller surface than the other
meshes, the dimensions of the means of deformation engaging
the marginal meshes being adapted accordingly. Due to the
fact that the surface of the so-called marginal meshes is
smaller than the surface of the meshes in the rest of the
wire netting, a reinforcing effect is attained at the edges
of the wire netting, e.g. facilitating the fixation of such
wire netting to posts or other fixation places and improving
the maintenance of such wire netting during use.
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The invention will hereinafter be 1llustrated with the help

of the
fig. 1

fig. 2

fig. 3

fig. 4

fig. 5

fig. 6
fig. 7
fig. 8
fig. 9

fig.10

drawing, wherein :

represents a welded wire netting with square meshes,
with a schematic indication of minimum and maximum
size of deformation means.

represents a wire netting as in figure 1 during a
deformation treatment with the highest frequency.
represents a wire netting as in figure 1 and 2 with a
schematic indication of differently shaped deformation
means.

represents a welded wire netting with rectangular
meshes and a schematic indication of minimum and
maximum size of adapted deformation means.

represents a welded wire netting with triangular
meshes and a schematic indication of minimum and
maximum size of adapted deformation means.

represents a form of wire netting attained by carrying
out the deformation operation schematically represen-
ted in figure 1.

represents a form of wire netting after application
of the deformation operation with the highest fre-
quency schematically indicated {h figure 2.

represents a form of wire netting with a deformation
operation applied thereto as schematically indicated
in figure 3.

represents a form of wire netting after application
of the deformation operation applied thereto as sche-
matically indicated in figure 4.

represents a form of wire netting with a deformation
operation applied thereto as schematically indicated
in figure 5.

In figure 1 reference number 1 indicates a mesh to be direct-

ly deformed, while reference number 10 indicates a mesh to be
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indirectly, partly deformed and reference number 20 a mesh
not to be deformed. The wires 2 and 3 intersect and are
welded to each other at crossing points 4. In the meshes 1
to be directly deformed, dotted l1ines indicate the size at
introduction and the maximum size of a deformation instrument
whereby an at 1least partly bent final shape of each of the
wires 2 and 3 bounding the mesh to be directly deformed is
brought about. In this case, the maximum deformation to be
attained is such that the square mesh obtains a substantially
circular shape, whereby the original welded points 4 lying
on this circle. In the direct area of the welded points 4,
the bent wires 2 and 3 show a bend.

In fiqure 2, the meshes to be directly deformed are again
indicated by 1 and the central mesh to be deformed indirectly
yet a'l1-sided1§ ¥s indicated by 11. In this case, a direct
deformation of 50 % of the total number of meshes is required
to deform all meshes of the original welded wire netting.
Here again, in the direct area of the welded points 4, the
bent wires 2 and 3 show a bend in the wire, because the
meshes 1 to be directly deformed are deformed over substan-

- tially the whole length of the sides 2, 3 of the meshes 1.

In figure 3, yet another shape is indicated, the inside
dotted 1ine again representing a possible size and shape of
the means of deformation at introduction intoc the mesh 1,
and the outside dotted 1ine representing a maximum final
shape that can be realized of the mesh 1. The meshes to be
indirectly deformed are again indicated by 10, while the
meshes that are not to be deformed are indicated by 20.

Figure 4 represents a welded wire netting with rectangular
meshes. The meshes to be directly deformed are again indi-
cated by 1 and the central mesh to be deformed indirectly
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yet all-sidedly is indicated by 11. The inside dotted 1line
again representing a possible size and shape of the means of
deformation at introduction into the mesh 1, and the outside
dotted 1line representing a maximum final shape that can be
realized of the mesh 1. These rectangular meshes have prior
to the deformation operation a shape, which is symmetrical
with respect to two axes 5 and 6, which are perpendicular to
each other.

Figure 5 represents a welded wire netting with triangular
meshes. The meshes to be directly deformed are again indi-
cated by 1. The triangular meshes are symmetrical with res-
pect to one axis 5.

Figures 6, 7, 8, 9 and 10 represent possible shapes resulting
from the deformation methods according to the invention
schematically indicated in figures 1, 2, 3, 4 and 5 and which
have been applied to welded wire netting with square, rectan-
gular and triangular meshes.

The used wires 2 and 3 are preferably made of steel wire with
a Tow carbon content, e.g. lower than 0,1 % carbon (weight
percentage). These wires 2 and 3 are preferably annealed to
obtain good deformation characteristics.

The invention is not limited to the represented mesh shapes,
e.g. hexagonal mesh types can be treated in the same way and
meshes the wires of which have no straight original shape
can also be treated in the same way. A lot of attention is
paid to quadrangular mesh types because such mesh types are
very frequently applied in practice.
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1. Method for manufacturing metal wire netting whereby
intersecting wires are welded together at the crossing points
while forming meshes and the thus formed wire netting is
subjected to a mechanical operation resulting in a deforma-
tion of at least a part of the meshes, characterized in, that
the deformation is carried out with the help of deformation
means engaging finto the meshes (1) to be directly deformed
and that in each of the meshes (1) to be directly deformed,
all 1intersecting wires (2, 3) are deformed with respect to
the condition prior to the deformation operation.

2. Method according to claim 1, characterized in, that
a welded wire netting is formed the meshes- of which have
prior to the deformation operation a shape, which is symme-
trical with respect to at least one axis, and that after the
deformation operation, the meshes (1) to be directly deformed
have ailso a shape, which is symmetrical with respect to at
least one axis.

3. Method according to claim 2, characterized in, that
a welded wire netting is formed the meshes of which have
prior to the deformation operation a shape, which is symme-
trical with respect to at least two axes perpendicular to
each other, and that after the deformation operation, the
meshes (1) to be directly deformed have also a shape, which
s symmetrical with respect to at least two axes perpendi-
cular to each other.

. 4. Method according to claim 3, characterized in, that
the meshes of the welded wire netting prior to the deforma-
tion operation are quadrangular.
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5. Method according to claim 4, characterized in, that
the meshes of the welded wire netting prior to the deforma-

tion operation are rectangular.

6. Method according to one or more of the claims 1 -
5, characterized in that through the deformation operation
at least the meshes (1) to be directly deformed obtain an
n-angular shape, whereby n is > 4.

7. Method according to one or more of the claims 1 -
5, characterized 1in that through the deformation operation
all the intersecting wires (2, 3) of each of the meshes (1)
to be directly deformed obtain an at least partly bent shape.

8. Method according to claim 7, characterized in that
all the intersecting wires (2, 3) of each of the meshes (1)
to be directly deformed are deformed over substantially the
whole length thereof.

9. Method according to one or more of the claims 1 -
8, characterized in that the deformation operation is applied
to a maximum of 50 % of the total number of the meshes (1).

10. Method according to one or more of the claims 1 -
9, characterized in that a welded wire netting is formed of
which the meshes adjacent to the edges have a smaller surface
than the other meshes and that the dimensions of the defor-
mation means engaging the marginal meshes have been adapted
accordingly.
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