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(57) ABSTRACT 

A system and method for Supplying electric welding 
machines producing meshes (5), wherein the longitudinal 
wires (1) come from material wound on at least one spool (4) 
that is unwound with assistance of a reel (15). The longitudi 
nal wires are fed (29), subjected to advancement (20) and 
straightening (17), followed by a measurement of length (7) 
and cutting (4) to desired length. Thus, the wires (1) are 
Supplied to positions of sheaths 19 on an appropriate Supplier 
arrangement (2) for longitudinal wires (1), which positions 
(19) correspond to locations of the longitudinal wires (1) in 
the mesh (5) to be produced; furthermore the longitudinal 
wires (1) are transferred from the Supplier arrangement (2) 
and introduced into a suitable welding line (6) where produc 
tion of mesh (5) is effected. During the production of mesh (5) 
the supplier (2) for longitudinal wires (1) may return to its 
filling position to be Supplied anew with longitudinal wires 
(1) for the next-to-be-produced mesh (5). 
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SYSTEMAND METHOD FOR FEEDING 
ELECTRIC WELDING MACHINES WITH 
LONGITUDINAL WIRES FOR PRODUCING 

MESH 

0001. This application claims the benefit of priority of 
prior Greek national application no. GR-20090100411 filed 
on Jul. 22, 2009, the entire contents of which are hereby 
incorporated by reference. 

TECHNICAL FIELD 

0002 The invention relates to a system and method for 
feeding electric welding machines for producing mesh from 
wire, rods, or other suitable material of diverse cross-section. 
Such meshes have longitudinal members of the above-indi 
cated type. The longitudinal wires typically originate from 
one or more spools and are straightened, cut to an appropriate 
length, and fed automatically to a feeder for longitudinal 
wires which transfers them and delivers the to a welding line 
where follows the process of welding to the transverse wires 
of the mesh so as to produce the desired mesh. 

BACKGROUND ART 

0003 Electrically welded meshes are characterized by the 
numbers of and the diameters of the longitudinal and trans 
verse wires as well as by the respective distances between 
them. There currently exist different categories and types of 
welding machines with different technical characteristics and 
different manners of supplying the longitudinal wires for the 
production of the meshes. Such welding machines are typi 
cally controlled by electronic computers. 
0004. In a first category belong machines in which the 
longitudinal members originate from wires wound on a num 
ber of spools equivalent to the number of longitudinal mem 
bers, as depicted in FIG. 6. The longitudinal wires are 
uncoiled and Supplied through guides, spreading or separa 
tion mechanisms, straightening mechanisms and advance 
ment mechanisms, to an intermediary buffer loop. The lon 
gitudinal wires are pulled from the intermediary buffer loop 
by a feeding mechanism and through a new straightening are 
advanced towards the welding machine. The production takes 
place step-wise with feeding of longitudinal and transverse 
members, Subsequent welding, mesh 5 advancement 12, and 
so on. The Supply of the transverse members may be made 
from a decoiling reel 30 and feeding-straightening mecha 
nism, or from a feeder of straightened, precut wires. When the 
desired length mesh 5 is produced, cutting of the longitudinal 
wires follows. Prior published application WO-03/106070A2 
generally discloses a prior system of this type. 
0005. In a second category, as depicted in FIGS. 7A-7B, 
belong machines in which the longitudinal wires originate 
from straightened and precut wires with length corresponding 
to the dimensions of the mesh 5 to be produced, and in which 
the transverse wires may be fed from a decoiling reel 30, as in 
FIG. 7A, or may originate as straightened and precut wires, as 
depicted in FIG. 7B. The straightened longitudinal wires are 
produced in another location by Straightening machines, are 
transferred next to the welding machine, and in continuation 
are positioned manually in the appropriate locations in a 
specialized carrier which Subsequently Supplies the welding 
machine, where with the combination offeeding of the trans 
verse members and welding, the mesh 5 is produced. In this 
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second category of welding machines all the introducing 
machinery for introducing wires from spools to the welder is 
absent. 
0006. A third type of machine was disclosed in prior pub 
lished application WO-2007110400A1. This reference dis 
closed an automatic machine for welding transverse wires to 
longitudinal wires in which precut wires were produced and 
accumulated in shearing assemblies and then conveyed by a 
complex vertical rack system functioning as a dynamic accu 
mulation and feed store, from where they were deposited onto 
So as to be conveyed as a set to the welding line by a complex 
series of chains with blades. 

SUMMARY OF INVENTION 

Technical Problem 

0007 Machines of the above-described first category have 
several notable disadvantages. They occupy much space, as a 
result of the systems for reeling, guiding, advancing, straight 
ening, loop-buffering, as may be seen in FIG. 6. They are very 
expensive as a consequence of having the above-referred to 
systems. As a result of the several and complex systems the 
maintenance and the repair of possible malfunctions require 
much time and have high cost. One more problem that 
appears in this type of machines originates from the fact that 
the spools of wire never terminate all simultaneously, result 
ing in frequent stoppages of the machine to load some reel 
with new spool. Finally, the most significant disadvantage is 
that they are not flexible, because changing the type of mesh 
with other-diameter longitudinal members requires a large 
amount of time, considering, for example, that a common 
construction mesh may have 30 longitudinal members and 
that it is necessary to pull from all systems the old wires and 
to remove the spools from the reels and replace them with new 
ones having wires of other diameter, which wires must also be 
passed through all of the above-referred-to systems. It is 
evident that the above reasons mandate that the machine 
produce for a relatively long time interval only one type of 
mesh in large quantities that then must be stored, necessitat 
ing a large storage space, tying up overhead, etc. 
0008. The machines of the above-described second cat 
egory also have notable disadvantages. They require addi 
tional working locations and mechanical equipment for the 
production of precut longitudinal members. They also require 
organization and space for the handling and movement of the 
precut straightened members from their location of produc 
tion and storage to the welding machine. The longitudinal 
members are introduced directly into the machine or into a 
pre-feeder mechanism manually. They have low productivity. 
Furthermore, they require more personnel for the production 
of mesh. 
0009. The third type of machine exemplified in 
WO-2007110400A1 involved a complex system containing a 
large number of specialized, mechanically complex and 
expensive mechanical parts, thus increasing cost and poten 
tial for malfunctions. Furthermore, the chains with blades did 
not securely retain the longitudinal wires. 

Solution to the Problem 

0010. It is now an object of the invention to provide an 
advantageous system for feeding longitudinal wires 1 in 
machines for producing welded meshes 5 from wire material, 
rod, or other material of diverse cross-section, in which the 
longitudinal wires 1, rods or other material of diverse cross 
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section (which may be referred to as longitudinal members 
hereafter) of mesh 5 are introduced into welding heads where 
they are welded with the transverse wires coming from one or 
more spools or from precut wires through a suitable feeder. 
The under-production mesh 5 is advanced by a suitable 
advancement mechanism that undertakes its advancement 
until completion of mesh production. Advantageously the 
longitudinal members of the mesh 5 originate from at least 
one spool on a reel, which is unwound and the wire 1 is fed by 
a feeder unit and guided via an advancement system, Suitable 
straightening system, systems for measuring and cutting to 
desirable length, towards a Supplier for longitudinal mem 
bers, which Supplier includes sheaths on a carrier seated on 
appropriate guides, said sheaths being fed with longitudinal 
wires 1 of the next-to-be-produced mesh while the prior mesh 
is being produced, said carrier of the Supplier for longitudinal 
members, when the Supplying of longitudinal wires is com 
pleted advantageously moving to the region of welding where 
it introduces the longitudinal members directly to the welding 
heads and returns to the starting position for being Supplied 
with longitudinal members anew, where it may be supplied 
with new longitudinal members 1 of the next mesh 5 during 
the duration of welding of the previous mesh. 
0011. It is also an object of the invention to set forth an 
advantageous method for feeding longitudinal wires 1 to 
machines producing welded meshes 5 from wires, rods or 
other weldable material of diverse cross-section, in which the 
meshes 5 are produced by welding longitudinal wires with 
transverse wires in a suitable arrangement for welding, with 
continuous step-wise advancements of longitudinal mem 
bers, depositing of transverse wires on the welding line, weld 
ing of the transverse elements with the longitudinal elements 
in the welding line, and so on. Advantageously, the longitu 
dinal wires come from material coiled on at least one spool, 
which spool is unwound with the aid of a suitable means. The 
longitudinal members fed are subjected to advancement and 
straightening, followed by measuring of length and cutting to 
desired lengths, and they are fed to an arrangement of posi 
tions in an appropriate Supplier for longitudinal members, 
which positions correspond to positions of the longitudinal 
members in the to-be-produced mesh. In following, the lon 
gitudinal wires are transferred from the Supplier arrangement 
for longitudinal members and are introduced to the welding 
arrangement where is realized the production of the mesh 5. 
Advantageously, during the duration of mesh 5 production 
the Supplier for longitudinal members may return to a filling 
position and be supplied anew with the new longitudinal 
wires 1 of a next-to-be-produced mesh. 
0012. According to the invention, this object is achieved 
by a system having the features of patent claim 1, and by a 
method having the features of patent claim 8. 
0013 At this point, it is pointed out that, in the context of 

this disclosure, the term "wire' can equivalently be under 
stood as meaning or indicating, in the context of the present 
disclosure claims and appended drawings, a wire, rod, or 
other Suitable elongate material of diverse cross-section; as in 
implementations of the invention the material employed, as 
well as the dimension of the individual elements, may be 
commensurate with the requirements of particular applica 
tions. 
0014 Advantageous configurations and further develop 
ments of the invention are evident from the dependent claims 
and from the description in combination with the figures of 
the drawing. 
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0015. In possible advantageous versions of systems 
according to the invention, each of the plurality of sheaths 
may include a respective tube and a respective gripper for 
retaining longitudinal wires, and a respective motor may be 
connected to respectively energize each of said respective 
grippers. 
001.6 Advantageous versions of systems according to the 
invention may have a second carrier receiving longitudinal 
wires from the longitudinals carrier. It may be advantageous 
in some versions to provide a plurality of spools for Supplying 
longitudinal wire to the sheaths of the longitudinals carrier. It 
may also be advantageous to provide a plurality of spools, 
equal to the number of different diameters of longitudinal 
wires in a production mesh, to supply the feeding unit. Fur 
thermore, it may also be advantageous in some versions of 
systems according to the invention to provide a plurality of 
Suppliers for feeding longitudinal wires of the same diameter, 
So as to facilitate faster spool changing. 
0017. Some versions of the invention may advantageously 
follow the method according to the invention with the longi 
tudinal wires 1, by which is fed the supply arrangement for 
longitudinal members 2, originating from the uncoiling of 
more than one spool. It may be advantageous in some ver 
sions of the invention to originate the longitudinal wires 1 
with which is fed the Supply arrangement for longitudinal 
members 2 from the uncoiling of as many spools as the 
number of diameters of longitudinal members in the to-pro 
duction mesh. Additionally, versions of the invention may 
advantageously have the starting position of filling of the 
means 2 for Supplying longitudinal wires to be located in a 
suitable location above the welding plane. Or, versions of the 
invention may advantageously have the starting position of 
filling of the means 2 for Supplying longitudinal wires to be 
located in a suitable location below the welding plane. 
0018. It may be advantageous if the coordination and con 
trol of all of the functions of the process of Supplying longi 
tudinal members to the welding line may be made by an 
appropriate electric computer in which are entered the nec 
essary characteristics of the to-be-produced product, and 
which computer controls the remaining functions of the weld 
ing machine. 
0019. Accordingly it should be understood that the above 
configurations and further developments of the invention can 
be combined in any desired manner. 

Advantageous Effects of Invention 
0020. The present method as well as systems implement 
ing it, combines the advantages of the prior systems without 
their disadvantages. The present invention affords great pro 
duction flexibility in the changing of the type of mesh, the 
diameters of the longitudinal members, etc.; it requires and it 
occupies much less space; it has lower cost; it facilitates easy 
and inexpensive maintenance and repair; it has enhanced 
reliability; and, simultaneously it has high productivity and 
requires less personnel to function. 

BRIEF DESCRIPTION OF THE DRAWINGS 

0021 Aspects of the system and method according to the 
present invention may be understood from the following 
description and from the attached drawings, wherein: 
0022 FIG. 1A depicts in idealized form a version of the 
system and the initiation of the method with indication of 
Some of its movements. 
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0023 FIG. 1B depicts in idealized form variants of the 
system and of the method. 
0024 FIG.2 schematically depicts a top view of one of the 
systems that implement the method of production according 
to the present invention, with the introduction of the longitu 
dinal members to the welding line directly from the supplier 
of longitudinal members. 
0025 FIG. 3 schematically depicts a top view of another 
of the systems that implement the method of production 
according to the present invention with a carrier that receives 
the longitudinal members from the feeder of longitudinal 
members and introduces them to the welding heads. 
0026 FIG. 4 schematically depicts in side view the supply 
of the longitudinal wire supplier with wire. 
0027 FIG.5 depicts the supply of the longitudinal wires to 
the longitudinal member Supplier carrier sheaths, in top view. 
0028 FIG. 6 schematically depicts a top view with supply 
of longitudinal members from as many spools as the greatest 
number of longitudinal members, according to the state of the 
art. 
0029 FIG. 7A schematically depicts a top view of a sys 
tem with the longitudinal members coming from Straightened 
and precut wires, according to the state of the art. 
0030 FIG. 7B schematically depicts a top view of a sys 
tem with the longitudinal members coming from Straightened 
and precut wires, according to the state of the art. 

DESCRIPTION OF EMBODIMENTS 

0031) System: the method may be implemented in various 
manners, one of which is presented in an exemplary system 
described in following. 
0032. With reference to FIG. 4, the longitudinal wires 1 
are produced from a spool 14 on decoiling reel 15. The wire 
is pulled from reel 15 with the help of the advancement 
mechanism 20, it is guided towards straightening 17 after 
which it passes from measuring mechanism 7 through a Suit 
able cutter 18 towards a sheath 19 of the supplier 2 for lon 
gitudinal members, which sheath 19 is situated in the appro 
priate location across from the straightener 17 so as to 
introduce the wire coming from there. After advancement of 
the appropriate length of longitudinal member, the wire is cut 
by cutting system 18, the Supplier 2 for longitudinal members 
is shifted linearly sideways to a new position in the direction 
schematically indicated by the arrow in FIG. 1A, whereby a 
selected new sheath 19 comes to an appropriate position 
relative to the feeding unit 29 for longitudinal members, 
which feeding unit 29 in turn selects to fill it with wire. 
0033. With reference to FIGS. 2-5, the supplier 2 for lon 
gitudinal members comprises a number of sheaths 19 equal to 
the maximum number of locations of longitudinal wires 1 in 
the meshes 5 to be produced. The distances among the sheaths 
19 correspond to the minimum distances among the longitu 
dinal wires 1 of a mesh 5. The sheaths 19 are situated on a 
carrier 8 that is seated on guides 21. The carrier 8 with the 
sheaths 19 is repositioned laterally, in regard to the location of 
feeding for the longitudinal members, with the aid of a suit 
able motor 23 and a Suitable actuating system. As shown in 
FIG. 4, the sheaths 19 each comprise a respective tube and a 
gripper 25 energized by a pneumatic cylinder motor 26, for 
retaining the longitudinal members 1. The grippers 25 hold 
the respective longitudinal wires 1 during their cutting and 
during the displacement of the carrier8. 
0034. As indicated in FIGS. 1-3, after the filling of a sheath 
19 with a longitudinal member 1 the carrier8 for longitudinal 
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members 1 is shifted, with the aid of motor 23, for a suitable 
step, so that a new sheath 19 of supplier 2 arrives at the 
location of filling. After the filling of all the selected sheaths 
19 corresponding to longitudinal wires 1 of the next-to-be 
produced mesh 5 the carrier 8 of the supplier 2 for longitudi 
nal members travels to a suitable location where it awaits until 
the completion of the previous mesh 5. Subsequently, it trav 
els towards the welding heads 10 and delivers the longitudinal 
wires 1. 
0035. As depicted in FIG. 3, the longitudinal wires 1 may 
be introduced to the welding heads 10 with the assistance of 
a Suitable carrier 13 which accepts with grippers the longitu 
dinal wires 1 from supplier 2 and drives them towards the 
welding heads 10. With the removal of the longitudinal wires 
1 from sheaths 19, the carrier 8 of the supplier 2 for longitu 
dinal members returns to the filling location where feeding of 
selected sheaths 19 with longitudinal wires 1 of the next mesh 
5 occurs simultaneously during the duration of welding of the 
previous mesh. 
0036) As depicted in FIGS. 2-3, the transverse wire 3 is 
pulled from a decoiling reel 30, is supplied by feeding 31 and 
straightening 32 mechanisms towards the intermediate stor 
age 33 for transverse members 3, and from there is pulled by 
the feeding unit 34 and advanced through the straightener 35 
to the welding heads 10 in passing through a cutter for trans 
verse members 3. In every step of welding, the appropriate 
length of transverse member 3 is advanced, cut at the cutter 
for transverse members 3, and in following is deposited onto 
the longitudinal members 1 by an appropriate mechanism. 
0037 Method: With reference to FIGS. 1A-1B, the mesh 5 

is produced from transverse wires 3 which are welded onto 
longitudinal wires 1, in welding line 6. The longitudinal wires 
of the next-to-be produced mesh 5 are produced straightened 
and cut to the appropriate length coming from one or more 
spools 14 and are Supplied to specific positions in a Suitable 
Supplier 2 arrangement for longitudinal wires as follows. 
They are pulled from spool 14 and with the assistance of a 
feeding unit 29 are advanced, straightened, with Subsequently 
following measurement 7 and cutting 4 to a desired length, 
and are fed to the Supplier 2 arrangement of longitudinal 
wires. The Supplier 2 arrangement of longitudinal wires is 
situated with one of its positions for longitudinal wire 1 inline 
to the feeding line of the longitudinal wires coming from 
feeding unit 29. The feeding unit 29 supplies wire 1 to a first 
position of the Supplier 2 arrangement for longitudinal wires. 
In following, the Supplier 2 arrangement is shifted one posi 
tion, and the feeding means 29 fills with wire 1 the next 
position for longitudinal wire 1. The process of automatic 
filling repeats until all the predefined, positions of the Supply 
arrangement for longitudinal wires 2 are filled with wire 1, 
which selected positions correspond to the positions of lon 
gitudinal members 1 of the next-to-be-produced mesh 5. 
0038. After the filling of its necessary positions, the Sup 
plier 2 arrangement of longitudinal wires is shifted to an 
appropriate position in regards to the welding line 6 to wait 
until the completion of production of the previous mesh 5. 
Immediately after, the longitudinal wires 1 are advanced and 
entered into the welding line 6, where they are welded with 
the lateral members 3. 
0039. With the entry of the longitudinal members 1 into 
the welding line 6 and while one mesh 5 is being produced, 
the Supplier 2 arrangement for longitudinal members returns 
to the starting position for loading with the longitudinal mem 
bers 1 of the next mesh 5. The speed of supplying new lon 
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gitudinal wires 1 to the Supplier 2 arrangement is such that it 
preferably fills in less time than required for the production of 
the previous mesh 5. 
0040. For example, in meshes 5 with square mesh grids, 
the total length of the transverse 3 and the longitudinal wires 
1 is about the same. Therefore, the speeds of feeding longi 
tudinal 1 and transverse 3 members is about the same for a 
square grid mesh 5. By choosing the speed offeeding longi 
tudinal members 1 to the Supplier arrangement as a little faster 
than the speed offeeding lateral wires 3 to the welding line 6, 
dead time between meshes 5 is avoided during production. 
0041 Advantageously, the production of mesh 5 with lon 
gitudinal wires 1 in different locations is effected instantly 
from mesh to mesh with the selection of the appropriate 
locations of the longitudinal members in the Supplier arrange 
ment 2. The production of different meshes 5 in series one 
after the other, without intermediate delay or adjustment of 
the machine, is possible. It is sufficient to program the 
selected Suitable positions in the Supplier arrangement 2, 
which positions shall be filled with wire, and to program the 
locations that shall be fed with transverse members 3 in the 
welding line 6. Within the same mesh 5, there may exist 
differentiation in spacings as well as in diameters of the 
longitudinal members 1, wherein in the latter case, as 
depicted in FIG. 1B, the longitudinals may be supplied from 
as many spools 14, 24, 27 equal in number to the different 
diameters of longitudinal members 1 in the mesh 5 produced. 
0042. The supplier 2 arrangement for longitudinal mem 
bers may convey the longitudinal members 1 to the welding 
line 6 with linear transport and return to its starting position or 
may fill with longitudinal members at a level either higher or 
lower than the welding line 6, or may convey them in a 
revolving path continuously transferring new feedable loca 
tions to the feeding line for the longitudinal members. The 
starting location of the Supplier 2 for longitudinal members 1 
may be located anywhere, in relation to the welding line 6. 
0043. As further depicted in FIG. 1B the supply of longi 
tudinal members 1 may be made simultaneously with more 
than one, meaning a plurality, offeeding lines 28, 29 So that 
more locations, corresponding, may be fed simultaneously 
for further increase of speed. The feeding of longitudinal 
members 1 may be made in simultaneity with more than one 
line 28, 29, so that a corresponding number of more locations 
sheaths 19 are Supplied simultaneously for increasing the 
speed. The supply of longitudinal members 1 to the sheaths 
19 may be made from two feeding lines 28, 29, with one used 
for producing the longitudinal members 1 while the other is 
loadable with a spool 16 so that there is no halt to production 
of longitudinal members 1 when one reel empties. 
0044 As depicted in FIG. 1B, the supply of longitudinal 
members 1 may be made from plural feeding lines 14, 24, 27. 
each feeding line having different diameter wire. One of the 
plural feeding lines 14, 24, 27 is employed while the others 
are ready for the next production. Thus, the feeding of longi 
tudinal members 1 may be made by a plurality offeeding lines 
14, 24, 27 to the sheaths 19 of the supplier 2 for longitudinal 
members 1, with one being used for production of longitudi 
nal members 1 and the others being equipped with wires of 
different diameters for the production of different meshes 5 or 
the production of meshes 5 containing longitudinal members 
1 of more than one diameter. In this manner time for changing 
longitudinal wires 1 in the welding machine is minimized. 
0045. The present invention is not limited in any way by 
the exemplary implementation described and depicted in the 
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accompanying drawings, but may be implemented in many 
forms and dimensions without departing from the scope of 
protection claimed for this invention. Furthermore, in imple 
mentations of the invention the material employed as well as 
the dimension of the individual elements may be commensu 
rate with the requirements of particular applications. 
0046. In each appended claim where technical character 
istics are referred to and followed by reference numerals, they 
are included only to increase comprehension of the claim and 
in this manner these reference numerals do not limit the 
interpretation of clamed elements which are identified in 
exemplary form by them. 

REFERENCE SIGNS LIST 

0047 1 longitudinal wires 
0.048 2 supplier of longitudinal wires 
0049) 3 transverse wires 
0050 4 cutter 
0051) 5 mesh 
0.052 6 welding line 
0.053 7 measuring system 
0054) 8 carrier for longitudinal wires 
0.055 10 welding heads 
0056 12 advancement mechanism 
0057 13 carrier of welding line 
0.058 14 spool 
0059 15 decoiling reel 
0060) 16 another spool indicating plurality 
0061 17 straightener 
0062 18 cutting system 
0063. 19 sheath 
0064. 20 advancement system 
0065 21 guides 
0066 23 motor 
0067 24 spool, additional 
0068 25 gripper 
0069. 26 motor for gripper 
0070) 27 spool, additional 
(0071 28 additional feeding unit 
0.072 29 feeding unit for longitudinal wires 
0.073 30 decoiling reel for transverse wire 
0.074 31 feeding mechanism for transverse wire 
0075 32 straightening mechanism 
0.076 33 intermediate storage for transverse wires 
0.077 34 feeding unit, feeder for transverse wire 
0078 35 straightener 

1-12. (canceled) 
13. A system for feeding longitudinal wires in a welded 

mesh producing machine, comprising, 
a feeder configured to Supply transverse wires originating 

either as precut wires or from one or more spools; 
welding heads configured to receive the transverse wires 

and weld them to longitudinal wires in an under-produc 
tion mesh; 

an advancement mechanism for advancing the mesh under 
production; 

a Supplier for longitudinal wires; 
said Supplier includes a longitudinals carrier, 
said longitudinals carrier including a plurality of sheaths 

configured to receive longitudinal wires; 
said longitudinals carrier is seated on guides; 
at least one spool for longitudinal wire; 
a decoiling reel for said at least one spool; 
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a feeding unit configured to feed longitudinal wire decoiled 
from said reel to said longitudinals carrier and said 
sheaths, said feeding unit including an advancement 
mechanism for longitudinal wire, said feeding unit 
including a straightener for longitudinal wire, said feed 
ing unit including a measuring mechanism for longitu 
dinal wire, said feeding unit including a cutter for lon 
gitudinal wire; and, 

a motor configured to drive said carrier and reposition it 
laterally to selectively align selected ones of said plural 
ity of sheaths to said cutter for selectively filling said 
sheaths with longitudinal wires exiting said cutter. 

14. A system for feeding longitudinal wires in a welded 
mesh producing machine as claimed in claim 13, further 
comprising: 

each of said plurality of sheaths includes a respective tube 
and a respective gripper for retaining longitudinal wires; 
and, 

a respective motor connected to respectively energize each 
of said respective grippers. 

15. A system for feeding longitudinal wires in a welded 
mesh producing machine as claimed in claim 13, further 
comprising: 

a second carrier receiving longitudinal wires from said 
longitudinals carrier. 

16. A system for feeding longitudinal wires in a welded 
mesh producing machine as claimed in claim 13, further 
comprising: 

a plurality of spools for supplying longitudinal wire to said 
sheaths of said longitudinals carrier. 

17. A system for feeding longitudinal wires in a welded 
mesh producing machine as claimed in claim 13, further 
comprising: 

a plurality of spools, equal to the number of different diam 
eters of longitudinal wires in a production mesh, Supply 
said feeding unit. 

18. A system for feeding longitudinal wires in a welded 
mesh producing machine as claimed in claim 13, further 
comprising: 

a plurality offeeding lines for feeding longitudinal wires of 
the same diameter so as to facilitate faster spool chang 
1ng. 

19. A system for feeding longitudinal wires in a welded 
mesh producing machine as claimed in claim 13, further 
comprising: 

an electronic computer, in which are entered the necessary 
characteristics of the under-production mesh, is opera 
tionally connected to effect the Supervision, the coordi 
nation and the control of all the functions of the process 
offeeding the longitudinal wires and said computer also 
controls the other functions of the welded-mesh produc 
ing machine. 

20. A method of feeding longitudinal wires to a welded 
mesh producing machine to produce meshes, comprising, 
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feeding transverse wires originating either from a spool or 
as precut wires, to a welding line; 

welding the transverse wires to longitudinal wires in the 
welding line to produce mesh; 

advancing the mesh with continuous step-wise advance 
ments of longitudinal wires in the welding line; 

positioning a Supplier for longitudinal wires at a filling 
position; 

selectively aligning sheath positions of the Supplier, that 
correspond to positions of the longitudinal wires in the 
to-production mesh, to a feeding unit; 

unwinding longitudinal wire material from a spool with the 
aid of a means for unwinding: 

feeding the unwound longitudinal wire material with the 
feeding unit; 

advancing the longitudinal wire material in the feeding 
unit; 

straightening the longitudinal wire material; 
measuring the longitudinal wire material; 
cutting the longitudinal wire material; 
feeding an aligned sheath position with cut longitudinal 

wire material; 
shifting the Supplier for longitudinal wires linearly side 
ways to a new position; 

transferring longitudinal wires from sheath positions of the 
Supplier for longitudinal wires to the welding line; 

returning the Supplier for longitudinal wires to the filling 
position; 

resupplying the Supplier with new longitudinal wires of the 
next-to-be-produced mesh. 

21. A method offeeding longitudinal wires to a welded 
mesh producing machine to produce meshes as claimed in 
claim 20, further comprising the step of: 

feeding longitudinal wires originating from more than one 
spool to sheath positions of the Supplier for longitudinal 
wires. 

22. A method offeeding longitudinal wires to a welded 
mesh producing machine to produce meshes as claimed in 
claim 20, further comprising the step of: 

feeding longitudinal wires originating from the uncoiling 
of as many spools as the number of diameters of longi 
tudinal wires in the to-production mesh. 

23. A method offeeding longitudinal wires to a welded 
mesh producing machine to produce meshes as claimed in 
claim 20, further comprising the step of: 

locating a starting filling position of the Supplier either 
above the plane of welding line or below the plane of 
welding line. 

24. A method offeeding longitudinal wires to a welded 
mesh producing machine to produce meshes as claimed in 
any claim 20, further comprising the step of 

retaining longitudinal wires by energizing respective grip 
pers via respective motors at sheaths of the Supplier for 
longitudinal wires. 


