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4 Claims. (01. 140-3) 
‘ This invention relates to a method oi‘ forming 
?llers for seat cushions, upholstery, mattresses, 
sofas or the like, in which rows of coiled springs 
are made of one continuous wire and the single . 
coils "are arranged in parallel position with re 
spect to each other by bending a predetermined 
number of windings. 
More particularly, the‘ present invention re 

lates to a process for producing a number of 
parallel and juixtapositioned rows of spirally 
coiled windings corresponding to the width of the 
?ller to be formed arranged in parallel position 
by bending a long wire spiral at points spaced 
to correspond to the desired height of the coiled 
springs, the long spiral being bent alternately in 
opposite directions to the extent of 180° and the 
coils being united with one another at their un 
connected windings by means of suitable clamp 
ir-v or connecting means. 7 ' 

In this respect, it is advantageous to spacedly 
arrange the spirally coiled windings used for 
producing the rows of coiled springs, thus facili 
tating the insertion of the clamping or bending 
tool, besides forming an even surface for the seat 
cushion or other devices. 
The adjacent or juxtapositioned rows of spiral 

coils may be intertwined with their respective 
windings after the wire winding mandrel is re 
moved and prior to the bending operation. On 
the other hand, it is also possible to connect with 
one another the rows of spiral coils, prior to the 
bending thereOfLeither with the aid of coils of 
relatively smaller diameter or with clamp like 
fastening means. 
With the foregoing and other objects in View, 

the invention consists in the details vof construc— 
tion, and in the arrangement and combination 
of parts to be hereinafter more fully set forth 
and claimed. 
In describing the invention in detail, reference 

will be had to the accompanying drawing form 
ing part of this application, wherein like char 
acters denote corresponding parts in the several 
views, and in which: 

'gure 1 illustrates a top plan view of the 
spring ?ller; 
Figure 2 illustrates a side elevation thereof; 
Figure 3 illustrates a diagrammatic view of 

some of the rows of coils used for the preparation 
of the ?ller; 

Figures 4 to 7 show the process in a plurality 
of steps in plan view and in side elevation in 
which, to make it clear, the side elevation of only 
one row of coils is shown; and 
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' Figure 8 illustrate-5a spring. filler shown in the 
form of an automobile seat cushion. ' ‘ 

The seat cushion set forth in Fig. 1‘ comprises 
six rows of coils'a, b‘, c, d, e, I, each row 'con 
sisting of a continuous wire, the single springs 
of the seat cushion being arranged in parallel 
relationship by bending‘ off from‘a long wire 
spiral a predetermined number of springs each 
formed of a desired number of spiral windings, 
the bending being first in one direction and then 
in the opposite direction. As disclosed in ‘Fig 
ures .1. and 3, the rows of coiled springs ‘have 
their adjacent windings intertwined, whereby, as 
clearly shown in Figures 1 and 3, the rows of 
springs are formed of alternate'right or left coils. 
The spring structure illustrated in Figs. '1‘ and 

2 is held under tension in known'manner, by 
means of lateral supporting frames 2', k.‘ 
The seat cushion may be prepared, for example, 

by advancing the interconnected'rows of coils‘ a, 
b. c. d. e, f far‘forward enough to permitsimul 
taneous grasping of the coiled wire by means 
of suitable bending and clamping tools on the 
dash-and-dot line 02-3: shown in Fig. 3, where 
upon a predetermined number of windings is bent 
oii by said tools from the original rows of coils 
a. b. c, d. e. f and brought into parallel relation 
ship. - 

In Figure 4. for example, the bending and 
clamping tools are applied between spiral wind 
ings 3 and 4. Since the tools are capable, as il 
lustrated in Fig. 3, of simultaneously grasping 
all other windings, the free windings l, 2, 3 of 
all rows of coils a, b, c, d, e, f are simultaneously 
bent off at the bending point x’ and brought into 
parallel relationship with respect to the corre 
sponding row of springs (see Fig. 5). 
In Figs. 4 to '7, to make it more clear, there 

are shown only single rows of coils a having at 
one of their ends the required number of bent 
off windings. It is clear, however, that the same 
operation is simultaneously performed with all 
other rows b, c, d, e, 1‘. 
As shown in Fig. 5a, the rows of coils a, b, c, d, 

' e, f, with the bent off windings l, 2 are all pushed 
so far forward as to permit grasping of the coiled 
wire at the new bending point ‘$2. In Fig. 5a 
this bending point lies between windings 6 and ‘I. 
At this point, the windings 4, 5 and '6 of all rows 
of coils a, b, c, d, e, f are again brought into paral 
lel relationship with respect to the original row. 
In this instance, however, the bending off is 
made in the opposite direction to that of the 
previous bending. Figure 6 illustrates the row 
of coils a after two bending off operations. 



2 
After again pushing the coils under the bend 

ing tools, renewed bending is carried out at 
bending point x3 lying between windings 9 and 
ID. This bending is made in the same direction 
as in the ?rst operation in order to form a row 
of coiled springs as shown in Fig. '7. This row 
of coils is then again bent off at bending point . 
$4 lying between windings l2 and I3 in the op 
posite direction to that of the previous opera 

' tion, and so forth, until ?nally there will result 
compact rows of coils extending over the entire 
length of the seat cushion, as illustrated in Figs. 
1 and 2. ' 
Since the process set forth in Figs. 4 to 7 is 

carried out simultaneously with all rows of coils, 
it is possible to produce the ?nished spring filler 
in an extremely short time. The springs may be 
attached to one another at those windings that 
are not connected to adjacent springs, by means _ 
of clamps, spiral coils or the like (Figs. 1 and 2). 
The new process, according to the present in 

vention, enables the preparation of seat cush 
ions having springs of any suitable height, by 
purely, mechanical means, i.- e. by adjustment of, 
the clamping and bending tools applied to the 
coils a, b, c, d, e, f. . 

It is possible, for example, to prepare the 
automobile seat cushion'shown in Fig. 8, by prop 
erly adjusting the feed of the row of coils to ?rst 
bend o?’ a single winding simultaneously .from 
all rows of coils corresponding to the width of 
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the cushion, whereupon‘ one after another, two ' 
springs with two windings, four springs with 
four windings, and ?nally, two springs having 
each ?ve windings are bent off in opposite direc 
tions by means of bending tools, from the origi 
nal rows of coils. 

Instead of pushing ‘or feeding single rows of 
coils under the clamping or bending tools, it is 
naturally possible to have these coils remain 
stationary and have the adjustable clamping or 
bending tools move to grasp the portions of 
'coiled wire to be bent. 

I claim: 
1. That process of forming spring ?llers for 

furniture and the like which consists in produc 
ing a series of long wire spirals of equal length, 
arranging the long spirals side by side with their 
ends aligned, connecting the convolutions of 
each spiral with the adjacent spiral, and simul 
taneously bending in one direction all of said 
connected long spirals at aligned points equidis 
tant from their several ends, then bending all 
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of said connected spirals at aligned points equi 
distant from their last bends in the opposite 
direction, and continuing bending successive 
lengths of the spirals in alternate directions, the 
bends being of suf?cient angular extent to form 
parallel spring coils. 

2. That process of forming spring ?llers for 
-furniture and the like which consists in produc 
ing a series of long wire spirals of equal length, 
arrangi-cng the long spirals side by side with their 
ends ".Iligned, interlacing the convolutions of the 
sever: l spirals,‘ and simultaneously bending in 
one direction all of said interlaced long spirals at 
aligned points equidistant from their several 
ends, then bending all of said interlaced spirals 
at aligned points equidistant from their last 
bends the opposite direction, and continuing 
bending successive lengths of the spirals in alter 
nate directions, the bends being of sufficient 
angular extent to form parallel spring coils. 

3. That process of forming spring ?llers for ' 
furniture and the like which consists in produc 
ing a series of long wire spirals of equal length, 
arranging the long'spirals side by side with their 
endsaligned, connecting the convolutions ofjeach 
spiral with the adjacent spiral, and simultane 
ously bending in one direction all of said con 
nected long spirals at aligned, points equidistant 
from their several ends, then bending all of said 
connected spirals at aligned points equidistant 
from their last bends in the opposite direction, 
continuing bending successive lengths of the 
spirals in alternate directions, the bends being 
of suf?cient angular extent to form parallel 
spring coils, and connecting the convolutions of 
the several springs formed from each spiral. 

4.. That process of forming spring ?llers for 
furniture and the like which consists in produc 
ing a series of long'wire spirals of equal length, 
arranging the long spirals side by side with their 
ends aligned, interlacing the convolutions of the 
several spirals, and simultaneously bending in 
one direction all of said interlaced long spirals 
at aligned points equidistant from their several 
ends, then bending all of'said interlaced spirals 
at aligned points equidistant from their last 
bends in the opposite direction, continuing bend 
ing successive lengths of the spirals in alternate 
directions, the bends being of sufficient angular 
extent to form parallel spring coils, and con 
necting the convolutions of the several springs 
formed from each spiral. " _ 

' HUGO BUTTNER. 


