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ration of Connecticut 
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3 Claims. (Cl. 242—83) 

This invention is an improved process of packaging 
wire in coil form. 
The general object of the invention is to provide an 

improved process of packaging wire coil form from a 
supply coil which has a mean diameter different from 
that desired in the ?nished package. 

In the ?nal drawing operation of wire, it usually comes 
off the drawing block in coil form where the size of the 
coil is limited to about 200—300 pounds in a case where 
the mean diameter would be about 24" and with the in 
dividual coils each being of about the same diameter 
and laid at random positions in the supply coil. 
The user of such wire often desires much greater con 

tinuous lengths than can be supplied directly from the 
drawing block, and it is the purpose of this invention to 
convert the original smaller coils into a continuous 
length in one single coil package weighing approximately 
4000 pounds. In such cases, it is obviously desirable to 
have the coil package of larger mean diameter than that 
of the supply coil. 
More particularly, the primary object of the invention 

is to devise a process of packaging wire in the manner 
above stated which will require only a very simple and 
economical apparatus. 

In the accompanying drawing, I have shown for pur 
pose of illustration, one embodiment which my invention 
may assume in practice. While the speci?c embodiment 
shown in the drawing deals with a coil package of larger 
mean diameter than the supply coil, the invention, in 
some of its aspects, is also applicable to making a coil 
package of smaller diameter than the supply coil. In the 
drawing: 
FIG. 1 is a central vertical section through the supply 

coil and package, indicating one simple form ‘of appara 
tus useful in the process; 
FIG. 2 is a horizontal section on line 2~2 of FIG. 1; 

and, 
FIG. 3 is a cross-section on line 3--3 of FIG. 1. 
The supply coil C is shown suspend-ed on its vertical 

axis by means of a conventional form of collapsible spider 
having four legs 6, hinged to a top head 7 at points 8 and 
connected by links 9 to a lower head 10. When the hook 
11 is released from pin 12, the top head 7 can be moved 
to the ‘bottom head 10 to collapse the spider so that the 
hook ends 13 on the links will be disengaged from the 
coil C. Of course, the reverse operation will be to engage 
the book ends under the coil. The pin 12 is on an up 
wardly extending eye member 14, and the spider, with its 
load, can be easily handled from a cable 15 having on 
its end a hook 16. 

In my invention, there is interposed between the hook 
16 and the cable 15, a ball thrust bearing 17 so that the 
coil is mounted in such a way that it can rotate rather 
freely. In addition, however, to the small amount of fric 
tion in the bearing 17, I may provide a brake to increase 
or control the frictional resistance to rotation of the coil 
C. For this purpose, I have indicated a simple form of 
brake having a brake shoe 18 hearing against a disc 19 
on the hook 16-the brake shoe being controlled by a 
lever 20 which can be adjusted by a thumb screw 21. 
By this simple spider apparatus which is conventional 

except for the thrust bearing and the braking device, the 
supply coil as it comes from the ?nal drawing block can 
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be suspended for rotation under a predetermined or con 
trolled friction about a vertical axis. 
The receiving spool 23 can be also of conventional 

esign having a platform 22 and four vertical bars or 
pipes 23a connected together at their upper ends at 24. 
Now assuming that a supply coil is in the position as 

indicated, the leading end of wire from the top of coil 
may be directed against the platform 22 around the spool 
23, then the coil can be started to rotate by applying suit 
able force by hand. In the illustration, the direction of 
such initial rotation is in the clockwise direction as viewed 
from the top. The weight of that portion of the wire 
between the supply coil and package, which is here indi 
cated at W, will have a horizontal component acting to 
continue rotation of the coil C and its associated spider. 
The speed of rotation will be more or less automatically 
governed by the rate at which the Wire falls away from 
the coil C. It can also be regulated by means of a 
simple brake if desired. The rotation of the supply coil 
is in the direction opposite that of the coil winding of the 
?nished package or of the supply coil. In a typical ex 
ample where the mean diameter of the coil package is 
30", and that of the supply package 24", there would be 
needed ?ve convolutions of the supply coil for each four 
convolutions of the coil package. Thus, one complete 
rotation of the supply coil in the illustration is needed 
for every four turns of wire around the receiving spool. 

If it is desired to make a coil package of smaller diam 
eter than the supply coil, the rotation of the supply coil 
will be in the same direction as the coil winding, in which 
case, motive power may be applied from a suitable source, 
as by a belt operating a pulley on the shank of the hook 
16 at about the location of the brake drum 18, and the 
brake will not be necessary. 

It will be understood that the individual convolutions 
of the ?nished coil package will fall at random with an 
inner surface bearing against one of the uprights 23 as 
indicated at 25 in FIG. 3. In which case, the opposite 
portion of the coil will lie toward the outer part of the 
package. Other turns of the coil will contact one or 
another of the uprights 23 of the receiving spool while 
still others will lie in between these extremes as depicted 
roughly in FIG. 3. Incidentally, this will be the same 
manner in which the turns of the supply coil will be 
viewed. Thus, in the case of either the supply coil or 
the ?nished package, the diameter of each individual coil 
convolution will be substantially the same as the mean 
diameter of its coil. 
The process preferably involves the con?ning of the 

outward play of the coil in a concentric space around the 
receiving spool so as to produce a neat cylindrical pack 
age. This can be accomplished by a sheet metal housing 
preferably consisting of two halves 26 and 27 attached 
to standards 28 and 29, respectively, supported on suit 
able plates 30. Thus, if desired, the ?nished coil pack 
age can be lifted by a fork truck after the housing parts 
26 and 27 are moved away. Preferably, there is an open 
ing as shown at 31 in FIG. 2, between the two parts of the 
housing so that an operator can manipulate the ?nal end 
of one supply coil to weld it to the leading end of a fol 
lowing supply coil until the desired weight of wire is 
provided in the ?inshed package. 
What I claim is: 
l. The process of packaging wire by converting a wire 

supply coil of relatively small mean diameter into a coil 
package of substantially larger mean diameter consist 
ing of 

(a) suspending the supply coil with its axis vertical 
so that it can rotate about its vertical axis under pre 
determined friction; 
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(b) initially directing the leading end of the supply 
coil around a receiving spool on which the package 
is to be formed, said receiving spool being located 
below ‘and in vertical alignment with the supply 
coil; 7 Q ~ 

(0) causing initial rotation of said supply coil about 
its vertical axis in the direction opposite to that of 
the coil winding; _ 

whereby that portion of the wire between the supply 
' coil and the receiving spool will assume an’ angle to 

the vertical so that the weight of said portion of wire 
exerts a continuing rotating force on'the supply coil 
in the same direction as its initial rotation to cause 

1 said wire to fall ‘automatically around'said receiving 
spool into continuous convolutions of the desired 
diameter larger than the mean diameter of the supply 
coil. 7 

2. The process of packaging wire from a wire supply 
coil of relatively small mean diameter'in which‘each con 
volution of the coil is substantially the same as said mean 
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diameter into a coil package of substantially larger mean _ 
diameter in which each convolution of the packaged coil 
is substantially the same diameter as said larger mean 
diameter, which process consists of 

(a) suspending the supplycoil with its axis vertical 
so that it can rotate about its vertical axis while 
applying .a controlled frictional resistance to such 
rotation; 

(b) initially directing the leading end of the supply 
coil around a receiving spoon on which the package 
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is to be formed, said receiving spool being located 
below and in vertical alignment with the supply coil; 

(c) causing initial rotation of said supply coil about 
its vertical axis in the direction opposite to that of 
the coil winding whereby that portion of the wire 
between the supply coil and the receiving spool will 
assume an angle to the vertical so that the weight of 
said portion of wire exerts a continuing rotating 
force on the supply coil in the same direction as its 
initial rotation to cause said wire to fall automati 
cally around said ‘receiving spool into continuous 
convolutions of the desired diameter larger-than the 
mean diameter of the supply coil. 

3. The process of ‘packaging wire as de?ned in claim 2 
while con?ning the outer play of the coil as it drops 
around the receiving spool in a concentric space around 
said spool to produce a cylindrical package with the in 
dividual convolutions of the-coil package laying at random 
in such concentric space. 
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