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This vinvention relates to a method of 
forming reticulated metal receptacles of ta 
pered form, and it has for its object to pro- _ 
vide a' simple and practical method of pro 

5 ducing tapered bodies for waste baskets, 
waste paper burners and like receptacles. 
In describing the >invention in detail, ref 

erence is herein had to the accompanylng 
drawings, in which- c  ' 

Figure 1 is a side elevation of a plain hol 
low cylinder formed by uniting the ends 
of a rectangular sheet of expanded sheet 

` metal; ' 

Figure 2 

10 

is _a side elevation of a tapered 
15 

fabric taken on~ line 3-3,'Fig. 1. 
Heretofore, in the formation of tapered 

receptacles from expanded metal sheets, it 
has been the practice to preliminary stretch 
the rectangular sheet in such manner that it 
is elongated at one lateral edge to a suiii 
ciently greater extent'than at its opposite 

' edge, and then to unite the ends of the sheet. 
While such method is effective for produc 
ing the required tapered form of body, it is 
objectionable forl certain reasons, among 
which may be mentioned that in the sheet 
stretching opera-tion, some of the meshes are 
liable to'beco‘me distorted to al greater or 
lesser extent than others.. - 
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In carrying ̀ out the. method'of the present- i 
invention, a rectangular sheet of expanded 
reticulated metal` is first bent into cylindri 
cal form, as shown in Fig. 1, and the meet 
ing ends thereof 

` by spot welding. The diameter 'of the cyl 
inder 1 issubstantially that desired at.' the 
bottom end of the basket body. The cylin 
der is then seated on end within the ein-_ 
brace’of a .shallow die 2, following which a 
tapered mandrel 3 of the size and‘form re 
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basket body formed from said cylinder; andA 
Figure 3 is a detail section of the metal> 

are permanently joined, as ' 

quired is lowered vertically within _the cyl 
lnder 1 to aseated, or substantially seated, 

" position upon the bottom of said die. As 45 
said mandrel descends within the cylinder, 
the latter is .gradually expanded to the 
shape and size of the mandrel, as shown in 
Fig. 2, effecting substantially uniform 
spreading or opening of the meshes through- 50 
out the circumference of the basket'body 4. 

1. The method of producing tapered bas 
ket bodies, which consists in joining the ends 
of a rectangular expanded-metal sheet t'o 55 i 
form a cylinder, disposing said cylinder on 
eíid, and then lowering within said cylinder 
a tapered mandrel to effect gradual stretch 
ing of the 'sheet to conform to the size and 
shape of said mandrel. 

2'. The method of producing tapered 
basket bodies, which consists in joining the 
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ends of a rectangular expanded-metal sheet 
to form a cylinder, disposing said cylinder 
on end within the embrace of a die, and then o5. 
lowering a tapered mandrel within said cyl 
inder to a.y seated position with respect to 
said die, such mandrel having the form and 
size required for the interior of the basket 
body. 70 

3. The method of forming tapered basket , 
bodies, which consists in producing an ex 
panded metal> sheet of rectangular form in 
which all parts thereof are expanded uni 
formly, then joining the ends of the sheet 7-5 
to form a cylinder, and finally introducing 
within- the cylinder a. tapered mandrel yto 
subject the metal to additionalstretching 
which progressively decreases in extent to 
ward the end opposite that at which the gn 
mandrel enters. 
vIn testimony whereof, I afiix my signa' 

ture. y .„ 

HENRY KIELBERG. 


