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-~ To all whom 2t may concern:

Be it known that I, Frep 1. Gerry, 2 citi-
en of the United States of America, residing

- at Jennings, in the parish of Caleasieu and

State of Louisiana, have invented certam

- new and useful Improvements m Methods
~ for Manufacturing Strammers for Wells, of

10

which the following is a specilication.
My invention relates to a certam new and
improved method for manufacturing stram-

ers for wells, and its-object is to provide a

method for such manufacture which shall
“have certain advantages which will appear

15

20

‘more fully and at large in the course of this

specification.

~ The apparatus which I prefer to use m

practicing my improved method is that Hlus-
trated, described in detail and claimed in my

application on machines [or manufacturmye

screcning for well tubes, filed on even date

Therewith and allotted Serial Number 253,189,
and this preferred form of apparatus is tius-

“trated in the accompanying drawings, in

25

which |
Figure 1 1s an elevation of the apparatus;

~ Fig. 2 is an elevation of the wi o-forming

30
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Horations, o, s {ivst provided,

rolls: Figz. 3 is a section in the line 3—-3 of
Tie. 2; I

.4 1s & sectton in the tme 4 -4 of
Fig. 1; Fie. 5 is a top plan of the apparatus,
and Fig. 6 is a perspective view ol a short
length of the wire after being passed through

13 J3

the wire-formmg rolls,

Tt will be obvious that as far as the snethod
of operation s concerned, any one ol u large
number of devices can be used and by illus-
trating in detail the preferred Torm ol appa-
ratus, I do not intond to hinnt mysell to the

In fornunge filters or stramers according to
my - improved method, a pipe, A, having per-
f | "This pipe s
centered in u Jathe, B, or other devicg by

Cwhichit ean he votated, and upomn it & mount.-

45

“upon the pipe to,eenter the frame.
' extends backward from the frame and

od a frame, C) carrying rolls, ¢, ¢! nind shoes,
¢, 8, These shoes and rolls are adjustable

o it pipe of any dinmetgr and they bear
An arm,

“hears upon a staticnary portion ol the tathe

00

to prevent the rotation of the frame with the !

P, |
~The wire which 1 nrefer to nse m constriet-

~ine filters 1s T-shapoed in eross section, and s

"_Lft,l;;"ES of Lhe heawd of the T,

Ted i almost it completed form to the appa-

l'-?_l.[llr-l; [.h{: deviee f:lwl‘:lf-ill_;: t}ll_l_ﬁ,’ on 1 he two
Thix wure, Indi-

L]

[ R

Specification of Letters Patent.

Patented July 7, 1908.

‘ Application filed March 31, 1905. Serial No. 253,190,

cated by, D, in the drawings, is m the first

- vl

i

ingtance passed between two forming rolls,
[, I, which have grooves, ¢, f, to receive the
head of the T.  The groove, £, has nolehesor
depressions, f1, into which the material ol
the T-head 1s crowded, so as to form later-
ally-projecting lugs, <. The depth ol the
depression, f1) determines the size or height,
of the tugs, and as will subsequently appear,
the mesh of the sereen and the formimg rolls
are therefore made readily removable from
place as shown and deseribed i my applica-
tion above referred to, so that the apparatus
can be readily adapted to the manulacture
ol screenine of various meshes.

CAfter the wire leaves the forming rolls

from which it emerces with one smooth edece
ol b’

and one lueged edee, it 1s wound upon the
{)i'j.)ej A, as lustrated, the lugs on one turn
ying against the (lat or smooth edge on the
next iurn, thereby spacing the turns apart
and formine meshes between the turns ot
wire throuch which liguid can pass. 1t
will be obvious that the size of the mesh s
determined by the beichi of the Jugs, o,
formed on the wire.

The wire is drawn through the tormny
rolls solely by means of the pipe and the en-

tire feame and forming mechaisim s shifted

along the pipe by engagement of the shoe,
¢* with the lasi turn of the wive.

The method heremn set forth s partieu-
barly advantageons for the reason that a
wire is produaced having lues of absolutely
aniforny heteht, so that o perfect screen can
he obtamed,  IMurthermore, with the method
herein pointed out, rolls having depressions

of various size can be used, wid inferchanged

with comparative case, so tha! screens ol

various esh can be produced with the same
apparntus.  Heretolore,  1he exten s

:-41‘»-'{‘1‘\." Tl tl S i |H‘{*Il TR A AT NN N L I
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posed of ordinary wire gatize, and, a8 n

sglt, the users of such seveenig have

to 1dentify the fineness of sereen whiteh they
desire, by the namber of the mesh ol wire
sauze having correspondingly line apenings,

In order to =ell Aifters of ihe type herein
shown on a practical cormercial seade, 1t
necessary, or ab least extremely desirable, 1o
he able to-fuenish them with meshes wihieh
correspond accurately to the standard wire
cauze meshes, and by the nse ol varions
interchanceable rollers, this enn be dove
with the ereatest ease with my deviee,

I realize thal considerable varation s

il
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2

possible in the details of the procedurs herein
described, and I do not intend to limii my-

- self thereto except as set forth in the ciaims.

10

I claim as new and desire’to secure by Let-

ters Patent:— _ |
1. The method of making a

form tugs thereon by compression, then
winding that portion of the wire ipon which
the lugs have been formed around a céentral

-core and keeping a.tension upon thé wire

16

20

25

30

on which. the lu .
2 central core, the pull of the wire which is

during the entire lug forming and winding
operation. | _

2. The method of making a wire wrapped
strainer, which consists in drawing a wire
through a lug-forming device having a rol
pmviﬁed with a depression mto which the
metal is forced to form the lugs by compres-
sion, then winding that portion of the wire
on which the lugs have been formed around a
central core and keeping .the wire during
the entire operation under tension. |

3. The method of meking a wire wrapped
strainer, which comnsists in drawing a wire
through a lug forming device having & roll
provided wit

ion, then winding that portion of the wire
gs-have been formed aroumnd
necessary to draw it through the lug-formn-
ing device being imparted to the wire by
winding that portion of the wire upon whick
the lugs have been formed around the core.

Z, The method of making & wire wrapped

strainer. which consists in drowing s wire

wire wrapped
~-stramer,” which consists in forcing & wire |
through a lug-forming device, adapted to

& depression into which the
metal 1s forced to forin the lugs by compres-

above application for Letters Patent at Jen
3

362,860

through 2 lug-forming device embodying &
pair of rolls, one of which is provided with
depressions into which the metal of the wire

18 compressed to form lugs, then winding
portion of the wire on which the lugs
have peen formed around a central core, the

that

pull of the wire which is necessary to draw
1t through the lu g-—forming' rolls being im-
parted to the wire by winding that portion

of the wire upon which the lugs have been’

formed arouna the core.
5. The method of making & wire wrapped

strainer, which consigts in drawing a wire

through o lug-forming device and which re-

duces the widith of the wire, then winding

that portion of the wire which has been re-
duced in width and on which the lugs have
been formed around a central core with the
transverse elements of the reduced width
portion extending parallel to the axis of the
core, the pull of the wire which is necessary

to draw it through the lug-forming device

=

| being imparted to the wire by winding that

portion of the wire so reduced and upon

which the lugs have been formed around the
core and keeping & tension upon the wire

during the entire lug-{orming and winding
operation. .

in witness whereot 1 have signed the
nings, in the parich of Caleasiou and State of
Louisiena, this 2ist day of March, A. I

1905,
Vitnesses: | - |
S b Jormson,

?- 1 (1 e e Bk L. T
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