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The present invention, relating as indicated to 
a method of making the same, is particularly di 
rected to a new and improved screen designed to 
have an increased tensile strength, a greater re-. 

5 sistance to abrasion and substantially greater ac 
curacy in action than screens heretofore manu 
_factured. The principal object of the invention 
is the provision of a simple and economical 
method of manufacturing a new screen having 

10 the characteristics referred to above. , 
To the accomplishment of the foregoing and 

related ends, said invention, then, consists of 
the means and steps hereinafter fully described 
and particularly pointed out in the claims; the 

5 annexed drawing and the following description 
setting forth in detail certain means and one 
mode of carrying out the invention, such. dis 
closed means and mode illustrating, however, but 
one of various ways in which the principle of the 

0. invention may be used. I 
In said annexed drawingz- ‘ 
Fig. 1 is a plan view of one form of our im 

proved screen; Fig. 2 is an end elevation of the 
same looking at‘the screen of Fig. 1 from the 

5 right side; Fig. 3 is a side elevation of the same; 
Fig. 3a is a view similar to Fig. 3 showing an 
alterative form of the warp wires; Fig. 4 is a side 
elevation showing a bundle of precrimped wires 
ready for heat treatment. 
Our improved screen consists of a series of 

, wires 1 extending lengthwise of the screen and 
a second series of wires 2 extending transversely 
of the wires 1 and interwoven therewith. In the 
manufacture of screens it has been customary in 
the past to employ harder wires for the length 
wise or warp wires than those employed as cross 
wise wires. This was necessary because of the 
greater crimping or bending necessarily given to. 
the crosswise wires in thelweaving of the screen, 
which necessitated the use of a soft pliable wire 
at this point, while the lengthwise wires, par 
ticularly in screens of oblong mesh were bent less 
sharply, and hence could be made of 'harder 
material. The advantage of employing a harder 
wirefor one series was not, however, very great 

~ as‘ the life of the screen was determined by the 
softest wire employed. . 
To obviate the di?iculties referred to above and 

to make a screen having a materially longer life, 
and one capable of more accurate separation of 
the material, we employ soft wire for both the 
lengthwise ‘and transverse wires.‘ The wire em 

45 

50 

ployed should be of the proper physical charac-~ 
1 teristics and chemical analysis to. permit it to 
5 be readily crimped, and yet to respond to heat 

long in shape, nevertheless, the principles com 
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treatment for the purpose of toughening and~ 
hardening the wires after crimping. After se 
lection of a suitable wire for the lengthwise series 
the wire is crimped by anysuitable means to pro 
vide the bends or knuckles 3 (see Fig. 3), after 60 
which it is cut into suitable lengths for the piece 
of screen to be' woven, and the lengths are assem 
bled into a bundle 4 (see Fig. 4) and heat treated 
to harden and toughen the wire and to set the 
wire in the precrimped condition. 
The same procedure is then followed in prepar 

ing the transverse wires 2. A suitable wire is se 
lected, is subjected to a crimping operation to 
produce the knuckles or bends 5, the wire is then 
cut into suitable lengths, assembled and heat 70 
treated to toughen and temper the wire and-set 
the wire in the precrimped condition. _ 
The preliminarily formed or precrimped wires 

are then woven in the usual manner and produce 
a screen of relatively uniform hardness, tough 
ness'and resistance to wear, and one in which the 
meshes are maintained throughout the life of the 
screen, giving an extremely accurate screening 
action on the material. 
As illustrated in Fig. 3 the warp wires in cer‘ 

tain types of screens need not necessarily ‘be 
crimped as illustrated in Fig. 3a but with the 
weft wires pre-crimped in the manner above de 
scribed, the warp wires of suitably hard and dur 
able material may be interwoven with the pre 
crimped weft wires to produce a screen having 
the above enumerated characteristics. ‘ 

It will be noted that while in the form ofscreen 
construction illustrated'in Fig. 1, the mesh is ob- 90 
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prising our invention may be applied to the con 
struction and manufacture of a screen of square 
mesh. In fact, the particular size or shape of the 
mesh, since the same forms no part of this inven 
tion, has no particular bearing on the fundamen 
tal principles of the method comprising our in 
vention. ‘ 

As stated in the foregoing description and as 
illustrated in Fig. 4, one method which may be 
employed for the purpose of treating warp and/or 100 
weft wires before fabrication consists in pre 
crimping suitable lengths of such wire and then “ 
tying the same in bundles and placing them in a 
suitable furnace for heat treating. Nevertheless,’ 
there are numerous other methods which may be 105 
employed for heat treating the wire before weav 
ing and it is within the contemplation of our in 
vention to carry on either or both of the pre 
crimping and treating steps as a continuous op 
eration. This treatment in a continuous manner “0 
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of the wires without cutting the same into suit 
able ~lengths as is illustrated in Fig. 4 may be 
accomplished by passing the same through a suit 
able furnace or the like in order-to effect the 
proper treatment of the wire. 
Our improved screen not only possesses longer 

life than those heretofore employed, but is also 
materially more accurate in separation. 
Other forms may be employed instead of the 

one here explained embodying the features of 
our invention, change being made in the form or 
construction, provided the elementsstated by any 
of the following claims or the equivalent of such 
stated elements be employed, whether produced 
by our preferred method or by others embodying 
steps equivalent to those stated in the folowing 
claims. I 

We therefore particularly point out and dis 
tinctly claim as our invention: 

1. In a method of making a woven wire screen, 
the steps which consist in pre-crimping a series 
of warp wires, subjecting the same to heat treat 
ment and then weaving the same with a series of 
weft wires into a screen. ' 

2. In a method of making a woven wire screen, 
the steps which consist in pre-crimping a series" 
of weft wires, subjecting the same to heat treat 
ment and then weaving the same with a series of 
warp wires into a screen. 
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3. In a method of making a woven wire screen, 

the steps which consist in pre-crimping a series 
of weft wires, subjecting the same to heat treat 
ment, and then weaving the same into a screen. 

4. In a method of making a woven wire screen, 
the steps which consist in pre-crimping a series 
of weft wires, subjecting the same to heat treat 
ment to fix and harden the said wires in such 
crimped condition, and then weaving the same 
into a screen. 

5. In a method of making woven wire screen, 
the steps which consist in pre-crimping a series 
of weft wires, heat treating the warp and weft 
wires, and then weaving the same into a screen. 

6. In a method of making woven wire screen, 
the steps which consists in pre-crimping a series 
of warp and weft wires, heat treating the same, 
and then weaving the same into a screen. 

7. In a method of making woven wire screen, 
the steps which consist in pre-crimping a series 
of wires, subjecting such wires to a heat treat 
ment as the same are moved. continuously 
through a furnace, and then weaving such wires 
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with a set arranged transversely thereto to form ‘ 
a screen. 

HUGH E. BROWN. 
JOHN BOEHM. 
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