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14 Claims. ((31. 29-419) 

This invention generally relates to a method of making 
woven metal articles and more particularly relates a 
method of making expanded woven metal articles of 
furniture and the like. 

This invention is concerned with making various types 
of decorative and functional woven metal articles such 
as metal table tops, chairs and various furniture acces 
sories. The furniture is manufactured such that it pro 
vides an open woven pattern wherein the woven strands 
of the pattern are swirled or arcuate and form a plurality 
of apertures therebetween that are of various sizes and 
which are formed by arcuate walls. 

Unlike rattan, wire and cables are relatively di?icult 
to weave into chairs, tables and other pieces of woven 
metal furniture. The present invention not only pro 
vides an effective method of manufacturing woven metal 
furniture but also provides a woven metal piece of furni 
ture having arcuate woven structure. 

Therefore, it is an object of the present invention to 
provide an improved method of manufacturing expanded 
woven metal articles. 

It is still further another object of the present in 
vention to provide a method of manufacturing expanded 
woven metal furniture from ?exible metal wire tubular 
braids. 

It is still further another object to provide a method 
of manufacturing expanded flexible metal open braided 
furniture by ?rst expanding one end of a ?exible metal 
tubular braid into a relatively open position and then 
fastening the junctions of adjacent braided strands at the 
tubular braid one end and then expanding said tubular 
braid one end to a desired diameter and then shaping 
the expanded metal tubular braid to the shape of the de 
sired piece of furniture. 

It is still another object of the present invention to 
provide a new and improved method of manufacturing 
expanded metal open braided articles by ?rst expanding 
one end of a ?exible metal tubular braid, welding ad 
jacent overlapping strands at said tubular braid one end, 
increasing the diameter of tubular braid one end, attach 
ing means to the tubular braid one end to maintain the 
increased diameter thereof, attaching means to the other 
end of the tubular braid to maintain the radius thereof, 
and then shaping the expanded metal tubular braid into 
a ?at annular table top or into any other desired furniture 
shape. 

Other objects, features, and advantages of the present 
invention will become apparent to those skilled in the 
art after a careful consideration of the following detailed 
description when taken in conjunction with the drawings 
wherein like reference numerals refer to like and corres 
ponding parts. 

In the drawings: 
FIGURE 1 is a partial elevational view of a ?exible 

metal tubular braid utilized to construct the articles of 
the present invention; 
FIGURE 2 is a partial longitudinal cross-sectional view 

with parts in elevation illustrating a step in the manu 
facture of an article in accordance with the principles of 
the present invention; 
FIGURE 3 is a longitudinal cross-sectional view with 

parts in elevation illustrating another step in the manu 
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facture of ?exible metal wire articles in accordance with 
the principles of the present invention; 
FIGURE 4 is a partial elevational view illustrating a 

pre?nished article constructed in accordance with the 
principles of the present invention; 
FIGURE 5 is a partial longitudinal cross-sectional 

View with parts in elevation illustrating another step in 
the manufacture of a woven metal article in accordance 
with the principles of the present invention; 
FIGURE 6 is a partial longitudinal cross-sectional view 

with parts in elevation illustrating another step in the 
manufacture of a Woven metal article in accordance with 
the principles of the present invention; 
FIGURE 7 is a top view illustrating a woven metal 

article constructed in accordance with the principles of 
the present invention; and 
FIGURE ‘8 is a perspective view of another woven 

metal article constructed in accordance with the princi 
ples of the present invention. 
As shown in the drawings: 
The present invention provides a method of manufac 

turing metal wire braided articles from a ?exible metal 
wire tubular braid made from a plurality of wire strands 
which are woven or braided around a suitable mandrel. 
The strands of wire are either tightly woven or loosely 
woven around the mandrel to provide either of closed 
tubular braid or an open tubular braid. The tubular 
braid must ?rst have at one end thereof, the overlapping 
end junctions of the woven wire strands attached or 
welded together to prevent the tubular braid from un 
weaving during the subsequent expanding process. When 
an open tubular braid is used the wire strand junction 
ends are preferably welded prior to subjecting the tubu 
lar braid to the expanding apparatus. However, in the 
case of a tight woven metal wire tubular braid, the diam 
eter of one end thereof is increased over a conical shap 
ing mandrel until the tight weave thereof is opened. 
Then, the overlapping end junctions of the tubular braid 
woven strands are welded or permanently attached to 
gether. Thus, the diameter of the tubular braid one end 
may be further increased without separating the over 
lapping Woven wire strands thereof. 
The tubular braid attached junction end diameter is 

further increased a predetermined amount by continu 
ously urging the tubular braid over the conical shaping 
mandrel. When the predetermined diameter of the tubu 
lar braid attached junction end is reached, a metal ring 
is attached or welded thereto to prevent further expansion 
thereof. The other end of the tubular braid has the diam 
eter thereof ?xed by suitable means to prevent the ex 
pansion thereof, such as twisting, a weld ring, or a clamp. 
The other end of the tubular braid may be formed by 
cutting an endless or long tubular braid into predeter 
mined lengths prior to the expanding operation or cut 
ting the endless or long tubular braid after the metal 
ring is attached to the predetermined expanded diameter 
attached strand junction tubular braid end. 
The weld ring and tubular braid other end are at a 

point spaced a predetermined axial distance from the 
tubular braid expanded one end and is preferably con 
centric therewith to provide-a concave frusto-conical 
woven wire article. The frust0~conical wire article has 
a small diameter frusto-apex formed by the tubular braid 
other end, a base formed by the tubular braid one end 
metal ring, and a plurality of concave arcuate open woven 
strands interconnecting the frusto-apex and base ends 
and de?ning a plurality of arcuate apertures of various 
sizes. Both ends of the concave tubular braid are ?n 
ished to provide a concave woven metal wire article, with 
an outer concaving surface that may be utilized as the 
base for various pieces of furniture such as a chair, a 
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table, or it may be subsequently contoured into a chair 
seat and the like or utilized as an intermediate for manu 
facturing various other pieces of woven metal wire fur 
niture. 
The frusto-conical concave tubular braid may be fur 

ther modi?ed by attaching a second metal ring or con 
tact surface means around the frusto-apex end thereof 
prior to or after permanently ?xing said other end by 
the weld rim or the like and then sliding the concave 
tubular braid over a cylindrical die shaft, perpendicularly 
projecting from a base support, with the expanded metal 
ring end thereof in contact with the base support. A 
cylindrical tubular plunger or piston contacts a second 
metal ring placed around the frusto-apex end of the con 
cave tubular braid and is activated to urge the tubular 
braid second ring end downwardly towards the tubular 
braid base support until it is in substantially the same 
plane as the base support. This action of the frusto 
conical tubular braid reorientates the woven wire strands 
such that, when the plunger is removed, a relatively ?at 
annular woven wire article is formed having arcuate open 
weave wire strands extending between the inner and outer 
metal rings. The annular woven wire article may be 
utilized as a table top or may be subsequently contoured 
into other furniture articles such as a contoured seat 
member. In this instance, the contoured seat member 
and the tubular concave base may be combined to form 
a complete contour woven wire chair. 

Referring to FIGURE 1, there is illustrated an elon 
gated ?exible metal wire tubular braid 10 having an open 
end 11. The tubular braid 10 which may be formed from 
any type of wire strands 12 and 12a which are woven into 
the tubular braid 10. The type of wire strands may be 
“beamed” or parallel wire in which a number of wires 
are contained in a single group; “Keystone” braid where 
in each end, corresponding to a group of parallel wires, 
consist of a single ?at wire; or “braided braid” wherein 
individual wires are ?rst braided into a ?at braid and the 
?at braid then woven into the tubular form; or any other 
type of suitable wire. The wire may be any suitable 
material such as steel, copper and its alloys, monel, alu 
minum, nickel, brass, and any other suitable wire material. 
The elongated metal wire tubular braid 10 is formed 

by weaving the various types of wire strands on a carrier 
bobbin preferably utilizing a plain weave, otherwise de 
noted as the two under two over weave, or a diamond 
weave, otherwise denoted as the one under one over 
weave and which is shown in FIGURE 1. Of course, 
if desired, other types of weaves may be used. 
The tubular wire braids may be either tightly woven 

or loosely woven with the wire strands 12 being directed 
clockwise towards the end 11 and the wire strands 12a 
being directed counterclockwise towards the end 11. 
The tubular wire braid 10 has woven wire strand end 

junctions 18 adjacent the end 11 which must be perma 
nently attached together by spot welding or other suit 
able means. The spot Welding of the end junctions al 
lows the diameter of the tubular braid to be increased 
without unweaving or separating the woven wire strands 
12 and 12a. In the case of an open weave tubular braid, 
the end junctions 18 may be spot welded prior to any 
shaping operation which will be described hereinafter in 
greater detail. ' 

Referring to FIGURES 2-3, there is provided a 45° 
shaping cone or conical mandrel 13 having its base 14 
attached to a table support 16. The shaping cone 13 
is used to shape the tubular braid 10 and also, to initially 
expand the end 11 of a tight woven tubular braid to per 
mit spot welding of the tubular braid end junctions 18. 
As illustrated in FIGURE 2, the tight diamond weave 
metal wire tubular braid 10 has one of its ends 11 urged 
downwardly over the 45° cone apex 16 towards the cone 
base 14 or the support means 16. The diameter of the 
end 11 is increased until the alternating woven-strands 
12 and 12a adjacent the end 11 are spread to open the 
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4 
tight diamond weave pattern thereof, as indicated gen 
erally by 15. Then the overlapping end junctions 18 of 
the alternating wire strands 12 and 12a are spot welded 
or suitably permanently attached adjacent their respec 
tive ends 17 and 17a. 
The tubular braid spot welded junction end 11 is then 

urged downwardly over the conical mandrel 13 towards 
the support 16. The diameter of the junction end 11 is 
continuously increased by the mandrel 13 and it contacts 
the support 16 and is further expanded and spread there 
along until it reaches a predetermined diameter, as indi 
cated by 19 in FIGURE 3, and the tubular braid wire 
strands 12 and 12a are reorientated respectively into con 
cave arcuate wire strands 2S and 25a. When the tubular 
braid expanded diameter end 19 is reached, a metal ring 
21 is welded to the periphery of the tubular braid outer 
surface interconnecting the spot welded end junctions 18 
of the concave arcuate wire strands 25 and 25a. The 
metal ring 21 prevents further expansion of the expanded 
diameter end 11. Then a predetermined length of the 
tubular braid is formed by attaching the strands 25 and 
25a adjacent the other end thereof to prevent them from 
unweaving. This may be accomplished by ?rst twisting 
the tubular braid a predetermined axial distance away 
from the expanded diameter end metal ring 21, and then 
cutting the tubular braid to form a twisted frusto-apex end 
22. Also, this may be accomplished by forming a weld 
ring around the outer periphery of the tubular braid ad 
jacent its desired other end and then cutting the tubular 
braid axially outwardly therefrom to form a concave 
frusto-conical open weave metal wire tubular braid 23. 

Referring to FIGURE 4, the concave frusto-conical 
metal wire tubular braid 23 has its large cylindrical base 
end formed by the metal ring 21 and its frusto-apex 
formed by the twisted end 22 which is spaced concen 
trically and axially away from the metal ring end 21. 
The outer surface of the concave tubular braid 23 is 
formed by wire strands 12 and 12a which were reorien 
tated such that they concave from the smal apex end 22 
to the metal ring end 21 and the strands 25 and 25a 
arcuately extend between the ends 21 and 22 such that 
their pitch progressively increases from the apex end 22 
to the enlarged diameter ring base 21. The strands 25 and 
25a are curved in the opposite directions such that the 
arcuate open diamond weave strands 25 and 25a form 
therebetween a plurality of various sized diamond aper 
tures 24 having arcuate side walls 26 and hereinafter being 
referred to as arcuate diamond apertures. 
The ends 21 and 22 of the concave tubular braid 23 are 

then ?nished to provide a cylindrical frusto-apex open end 
with suitable means, weld ring 27, around the outer cir 
cumference thereof to prevent the frusto-apex end from 
unweaving. The ?nished concave tubular braid 25 (FIG 
URE 5) then may be used as a furniture base for a table, 
a chair, or other similar articles or, if desired, the concave 
tubular braid 23 may be reshaped to form another piece 
of furniture. 

Referring to FIGURES 5-10, the ?nished concave 
tubular braid 23 may be further modi?ed to form other 
pieces of metal wire braid furniture. The ?nished concave 
tubular braid 23 has a cylindrical open apex end 28 con 
centric with the large diameter metal ring end 21. A 
frusto-apex metal ring 29 having a predetermined diam 
eter smaller than the large base metal ring 21 is placed 
around the weld ring 27 to suitably connect it to the un 
expanded frusto-apex end of the concave tubular braid 
23. Then the concave tubular braid 23 is slid over a 
cylindrical mandrel 30 extending perpendicularly from a 
suitable ?at table support 31 with its base metal ring end 
21 in contact with the table support 31 and the inner walls 
of its upper cylindrical portion in slidable contact with 
the mandrel 30. 
A press (not shown) is mounted above the table sup 

port 31 and has a tubular plunger or piston 32 having an 
annular end 34. The tubular plunger 32 has an inner 
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cylindrical diameter 33 slightly larger than the outer di 
ameter of the braid cylindrical frusto-apex end 22 to slid 
ably ?t thereover and smaller than the outer diameter of 
the frusto-apex ring 29. The piston 32 is slid over the 
mandrel 30 with its annular end 34 engaging the frusto 
apex metal ring 29. Then the plunger is urged down 
wardly along the mandrel 30 to continuously reorientate 
the concave tubular braid wire strands 25 and 25a until 
the ring 29 is adjacent the support 31 (FIGURE 6) and 
in substantially the same plane as the base metal ring 
21. The plunger is held in this position for a predeter 
mined amount of time and then removed from engage 
ment with the ring 29 and the excess cylindrical portion 
36 extending outwardly from the ring 29 is trimmed oif. 
Due to the positive force placed on the ring 29, the con 
cave tubular braid wire strands 25 and 25a are respectively 
reorientated to arcuate wire strands 35 and 35a to form a 
relatively ?at metal wire annular braid 37 . 
The ?at annular braid 37 has an outer diameter ring 

21 and an inner diameter ring 29 having a diameter 
smaller than the diameter of the outer metal ring 21 and 

‘being substantially concentrically on the same plane 
therewith. The outer metal ring 21 and the inner metal 
ring 29 are interconnected by the plurality of woven 
arcuate metal wire strands 35 and 35a. The arcuate wire 
strands 35 turn in a clockwise direction and the arcuate 
wire strands 35a turn in a counterclockwise direction 
from the outer metal ring 21 to the inner metal ring 

' 29. The weave of the annular braid 37 is an open dia 
mond weave with the arcuate walls 26 of the wire strands 
35 and 35a forming a plurality of various sized arcuate 
diamond apertures 40. The size and shape of arcuate 
diamond apertures 40 may be changed in accordance to 
when the inner metal ring 29 is a?ixed to the wire strands. 
For instance, the inner metal ring 29 may be af?xed to 
concave tubular braid adjacent the weld ring 27. Thus, 
when the concave tubular braid is compressed by the 
piston 32 smaller arcuate diamond apertures 40 will be 
formed ‘than when the inner metal ring 29 is slidably 

‘ attached to the concave tubular braid 23 and is not affixed 
to the wire strands until after the piston 32 slides it into 
substantially the same plane as the base metal ring 21 
because the former operation tends to compress the con 
cave tubular braid wire strands to form the annular braid 
37 while the latter operation tends to extend the concave 
tubular braid wire strands to form the annular braid 37. 
‘Of course, it is understood that the inner metal ring may 
be affixed to the concave tubular braid 23 any time prior 
to it being placed in substantially the same plane as the 
base metal ring 21. The metal annular braid 37 may be 
utilized as a table top or for other purposes wherein a 
relatively ?at piece is used, such as a back rest for a chair 
and the like. 

Further, if it is desired, the annular relatively ?at metal 
wire arcuate open diamond Weave 37 may be shaped such 
that it forms a contoured combination seat and back-rest 
38 for a chair 39 (FIGURE 8). The combination seat 
and back-rest 38 has an outer perimeter ring 41 formed 
‘from the annular braid ring 21 and an inner perimeter 
ring 29. The annular braid strands 35 and 35a are re 
orientated to form respective arcuate open woven wire 
strands 42 and 42a extending vbetween the outer perimeter 
ring 41 and the inner perimeter ring 20. The open 
weave arcuate strands 42 and 42a form therebetween a 
plurality of various sized arcuate diamond apertures 43. 
The combination chair seat and back-rest 38 is welded 
at its inner perimeter ring 29 to the apex 28 of a ?nished 
concave frusto-conical tubular braid 23 to form the chair 
39. 

Therefore, it is seen Where I have provided novel 
woven wire furniture and a novel method for manufac 
turing the same. 

It is of course understood that the above embodiments 
of my invention are for illustrative purposes only and 
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6 
further embodiments may be effected without departing 
.from the spirit and scope of my invention and it is to 
be understood that I intend that this invention be limited 
only by the scope of the hereunto appended claims. 

I claim as my invention: 
1. A method of manufacturing woven articles from a 

tubular braid having woven strands comprising, 
attaching together at one end of the tubular braid 

overlapping end junctions of the tubular braid woven 
strands, 

increasing the tubular braid at one end to a predeter 
mined increased diameter, 

forming a plurality of apertures of various sizes be~ 
tween said woven strands, 

attaching a ring to the tubular braid increased diam 
eter end to ?x the dimensions of said increased diam 
eter end, 

fixing the dimensions of the tubular braid at the other 
end, and 

forming a concave frusto-conical open tubular braid 
having large base formed by the tubular braid in 
creased diameter one end, a small diameter frusto 
apex formed by the tubular braid other end, 

and an apertured woven strand tubular concave sur 
face interconnecting the base and apex end. 

2. A method of manufacturing woven articles from 
a tubular braid having woven strands comprising, 

permanently attaching together at one end of the tu 
bular braid overlapping end junctions of the woven 
strands to prevent separation thereof, increasing the 
diameter of the tubular braid at one end to a pre 
determined increased diameter and forming an open 
arcuate weave with said strands, 

permanently ?xing the increased diameter of the tu 
bular braid one end, 

?xing the dimensions of the tubular braid at the other 
end, and 

forming a concave frusto-conical arcuate open tubular 
braid having a small diameter frusto-apex end, a 
large diameter base end, and a tubular concave sur 
face of open weave arcuate strands interconnecting 
the apex and base. 

3. A method of manufacturing woven articles from 
a tubular braid having woven strands comprising, 

attaching together at one end of the tubular braid over 
lapping end junctions of the woven strands to pre 
vent separation thereof, urging the attached junc 
tion at one end of the tubular braid over the end of 
a shaping member, continuously urging the tubular 
braid over the shaping member and increasing the 
internal diameter of the tubular braid and increas 
ing the diameter of the tubular braid attached junc 
tion at one end to a predetermined increased diam 
eter, reorientating the woven strand and forming an 
arcuate open weave therewith, 

a?‘ixing a ring to the tubular braid increased diameter 
end to ?x the dimensions thereof, ?xing the dimen 
sions of the tubular braid at the other end, and 

forming a concave frusto—conical arcuate open tubular 
braid having a small diameter frusto-apex end, a 
large diameter base end and a tubular concave sur 
face of open woven arcuate strands interconnecting 
the frusto-apex end and the base end. 

4. A method of manufacturing arcuate woven metal 
furniture from a tubular braid having woven metal 
strands comprising, 

attaching together at one end of the tubular braid over 
lapping end junctions of the woven metal strands to 
prevent separation thereof, 

increasing the diameter of the tubular braid at one end 
to a predetermined increased diameter, 

reorientating the woven metal strands and forming an 
arcuate open weave therewith, 

welding a metal ring to the tubular braid increased 
diameter end to ?x the dimensions thereof, 
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?xing the dimensions of the tubular braid at the other 
end, and 

forming a concave frusto-conical arcuate open tubular 
braid having a small diameter frusto-apex end, a 
large diameter base end, and a tubular concave sur 
face of open woven arcuate strands interconnecting 
the frusto-apex end and the base end. 

5. A method of manufacturing arcuate woven metal 
wire strand furniture from a cylindrical closed weave met 
al tubular braid comprising, 

urging one end of the cylindrical metal tubular braid 
over a conical shaping member, 

expanding the weave adjacent the one end of said metal 
tubular wire braid to open the adjacent woven wire 
strands, 

welding overlapping end junctions of the woven Wire 
strands at one end of the tubular braid to prevent 
separation thereof, 

continuously urging the metal tubular braid over the 
conical shaping member and increasing the diam 
eter of the tubular braid one end to a predeter 
mined increased diameter, 

reorientating the woven strands to form arcuate open 
diamond. weave therewith and forming a plurality 
of arcuate diamond shaped apertures of various 
sizes between said arcuate woven strands, 

welding a ring around the periphery of the tubular 
braid increased diameter end to ?x the dimensions 
thereof, 

?xing the dimensions of the tubular braid other end, 
and forming a concave frusto-conical arcuate open 
tubular braid furniture base having a small diameter 
frusto-apex end, a large diameter base end, and a 
tubular concave surface of open woven arcuate 
strands interconnecting the frusto-apex end and the 
base end. 

6. A method of manufacturing woven articles from a 
tubular braid having woven strands comprising, 

attaching together at one end of the tubular braid over 
lapping end junctions of the woven wire strands, in 
creasing the diameter of the tubular braid one end to 
a predetermined increased diameter, and forming a 
plurality of ?rst apertures of various sizes between 
said woven strands, 

permanently ?xing the increased diameter of the tubu 
lar braid one end, 

forming a concave frusto-conical open weave tubular 
braid having a small diameter frusto-apex end, a large 
diameter base end, and a tubular concave surface of 
open woven strands interconnecting the frusto-apex 
end and the base end, 

moving the concave braid frusto-apex and base ends 
towards each other, and 

reorientating the woven strands and forming an article 
having open arcuate woven strands de?ning a plu 
rality of arcuate apertures of various sizes therebe 
tween. 

7. A method of manufacturing woven articles from a 
tubular braid having woven strands comprising, 

attaching together at one end of the tubular braid over 
lapping end junctions of the woven strands to prevent 
separation thereof, 

urging the attached junction one end of the tubular braid 
over a shaping member, 

continuously urging the metal tubular braid over the 
conical shaping member and increasing the diameter 
of the tubular braid one end to a predetermined in 
creased diameter, 

reorientating the woven strands to form a ?rst arcuate 
open weave therewith, 

permanently a?ixing the increased diameter of the tu 
bular braid one end, 

forming a concave frusto-conical arcuate open weave 
tubular braid having a small diameter frusto apex 
end, a large diameter base end, and a tubular concave 
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8 
surface of open woven arcuate strands interconnect 
ing the frusto-apex end and the base end, 

removing the concave tubular braid from the shaping 
member, 

moving the concave tubular braid frusto-apex end and 
the base end towards each other until they are ap 
proximately in the same plane, and 

reorientating the ?rst arcuate woven strands of the con 
cave tubular braid to form a relatively ?at annular 
article having open arcuate woven strands de?ning 
therebetween a plurality of second arcuate diamond 
apertures of various sizes. 

8. A method of manufacturing Woven articles from a 
tubular braid having closed woven strands comprising, 

urging one end of the tubular braid over a conical 
shaping member, 

expanding the weave adjacent the one end of said tubu 
lar braid to open the adjacent woven wire strands, 

permanently attaching together at one end of the tubu 
lar braid overlapping end junctions of the woven 
strands to prevent separation thereof, continuously 
urging the tubular braid over the conical shaping 
member and increasing the diameter of the tubular 
braid one end to a predetermined increased diameter, 

reorientating the woven strands to form a ?rst arcuate 
open weave with said woven strands, 

permanently af?xing the increased diameter of the tu 
bular braid increase diameter end to ?x the dimen 
sions thereof, 

forming a concave frusto-conical arcuate open tubular 
braid having a small diameter frusto-apex end, a large 
diameter base end, and a tubular concave surface of 
open woven arcuate strands interconnecting the 
frusto-apex end and the base end, 

removing the concave tubular braid from the shaping 
member, 

moving the concave braid frusto-apex and base ends 
towards each other until the apex and base ends are 
substantially in the same plane, and 

reorientating the arcuate woven strands of the concave 
tubular braid and forming a relatively ?at annular 
braid having open arcuate woven strands de?ning 
therebetween a plurality of second arcuate apertures 
of various sizes. 

9. A method of manufacturing arcuate woven metal 
wire strand articles from a metal tubular braid having 
woven wire strands comprising, 

permanently attaching together at one end of the tubu 
lar braid overlapping end junctions of the woven wire 
strands to prevent separation thereof, 

increasing the diameter of the tubular braid one end to 
a predetermined increased diameter, 

reorientating the woven strands to form a ?rst arcuate 
open weave with said metal wire strands, 

Welding the periphery of the tubular braid increased 
diameter end to ?x the dimensions thereof of said 
increased diameter end, 

forming a concave frusto-conical arcuate open tubular 
braid having a small diameter frusto-apex end, a 
large diameter base end, and a tubular concave sur 
face of open woven arcuate strands interconnecting 
the frusto-apex end and the base end, 

moving the concave tubular braid frusto-apex and base 
ends towards each other until the apex and base ends 
thereof are approximately in the same plane, and 

reorientating the arcuate woven wire strands of the 
concave tubular braid and forming a relatively ?at 
annular braid having open arcuate woven metal wire 
strands de?ning therebetween a plurality of second 
arcuate apertures of various sizes. 

10. A method of manufacturing arcuate woven metal 
wire strand articles from a tubular braid having woven 
wire strands comprising, 

attaching together at one end of the tubular braid over 
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lapping end junctions of the woven wire strands to 
prevent separation thereof, 

urging the one end of the metal tubular braid over a 
conical shaping member, 

continuously urging the metal tubular braid over the 
conical shaping member towards the base thereof and 
increasing the diameter of the tubular braid one end 
to a predetermined increased diameter, 

reorientating the woven strands to form a ?rst arcuate 
open weave with said metal wire strands having a 
plurality of ?rst arcuate apertures of various sizes 
between said arcuate woven wire strands, 

Welding the periphery of the tubular braid increased 
diameter end to ?x the dimensions thereof, 

forming a concave frusto-conical arcuate open tubular 
braid having a small diameter frusto-apex end, a large 
diameter base end, and a tubular concave surface of 
open woven arcuate strands interconnecting the 
frusto-apex end and the base end, 

removing the concave tubular braid from the shaping 
member, 

moving the concave tubular braid frusto-apex and base 
ends towards each other until the apex and base ends 
are approximately in the same plane, and 

reorientating the concave tubular braid arcuate woven 
wire strands to form a relatively ?at annular braid 
having open arcuate woven metal wire strands de 
?ning therebetween a plurality of second arcuate 
apertures of various sizes. 

11. A method of manufacturing arcuate woven metal 
wire strand furniture from a cylindrical metal tubular 
braid having beamed closed diamond weave metal wire 
strands comprising, 

urging one end of the cylindrical metal tubular braid 
over the apex of a 45° conical shaping member, ex 
panding the closed diamond weave metal wire strands 
adjacent the one end of said metal tubular wire braid 
to open the adjacent woven wire strands, welding 
together at one end of the tubular braid overlapping 
end junctions of the woven wire strands to prevent 
separation thereof, 

continuously urging the metal tubular braid one end 
over the conical shaping member towards the base 
thereof and increasing the diameter of the tubular 
braid one end to a predetermined increased diameter, 

reorientating the woven strands to form a ?rst arcuate 
open diamond weave with said metal wire strands 
forming a plurality of ?rst arcuate diamond shaped 
apertures of various sizes therebetween, 

welding a metal ring around the periphery of the tubular 
braid increased diameter end to ?x the dimensions 
thereof, 

?xing the dimensions of the tubular braid other end, 
and forming a concave frusto-conical arcuate open 
tubular braid having a small diameter frusto-apex 
end, a large diameter base end, and a tubular concave 
surface of open woven arcuate strands interconnect 
ing the frusto-apex end and the base end, 

removing the concave tubular braid from the shaping 
member, 

placing the concave braid around a cylindrical man 
drel, urging the concave tubular braid frusto-apex 
end towards the concave tubular braid base end until 
the apex and base ends are in approximately the 
same plane, and 

reorientating the concave tubular braid arcuate woven 
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10 
wire strands and forming a relatively ?at annular 
braid having open arcuate diamond woven metal wire 
strands de?ning a plurality of second arcuate dia— 
mond apertures therebetween. 

12. A method of manufacturing an annular article 
from a frusto-conical open weave tubular braid having 
a small diameter frusto-apex end, a large diameter base 
end, and a side surface of open woven strands intercon 
necting the tubular braid frusto-apex and base ends, com 
prising, 
moving the frusto-conical tubular braid frusto-apex end 

towards the concave tubular braid base end until the 
apex and base ends are in approximately the same 
plane, and 

reorientating the woven strands and forming a rela 
tively ?at annular braid having open arcuate woven 
strands de?ning therebetween a plurality of arcuate 
apertures of various sizes. 

13. A method of manufacturing an annular woven 
metal article from a frusto-conical open weave metal tu 
bular braid having a ?xed small diameter frusto-apex end, 
a ?xed large diameter base end, and a concave side sur 
face of open woven metal Wire strands interconnecting 
the tubular braid frusto-apex and base ends, comprising: 
moving the concave tubular braid ?xed apex and base 

ends towards each other until the apex and base ends 
are in approximately the same plane, and 

reorientating the concave tubular braid woven wire 
strands to form a relatively ?at annular braid having 
open arcuate woven metal wire strands de?ning there 
between a plurality of arcuate apertures of various 
sizes. 

14. A method of manufacturing an annular arcuate 
metal wire strand woven article from a concave frusto 
conical open diamond weave tubular braid having a ?xed 
small diameter frusto-apex end, a ?xed large diameter 
base end, and a concave side surface of open diamond 
weave arcuate metal wire strands interconnecting the tu 
bular braid frusto-apex and base ends, comprising: 

pressing the concave tubular braid frusto-apex end 
towards the concave tubular braid base end until the 
apex and base ends are in approximately the same 
plane, and 

reorientating the concave tubular braid arcuate woven 
wire strands to form a relatively ?at annular article 
having open arcuate woven metal wire strands de?n 
ing therebetween a plurality of second arcuate dia 
mond apertures of various sizes. 
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