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MANUFACTURE OF ELECTRIC 

INCANDESCENT LAMPS 
Reginald J. Ayres, Cleveland, Paul Vargo, Lyndhurst, 

and Arthur P. Russell, South Euclid, Ohio, assignors to 
General Electric Company, a corporation of New York 

Filed Jan. 2, 1964, Ser. No. 335,018 
10 Claims. (Cl. 316—17) 

This invention relates to a method of making an electric 
incandescent lamp and a mount therefor. 
One type of incandescent lamp in common use at present 

for certain lighting applications such as, for example, 
instrument panel and vehicular interior or dome lighting, 
is in the form of a miniature double-ended tubular or 
so-called festoon lamp comprised of a tubular glass 
envelope or bulb in which is sealed a lamp mount consist 
ing of a ?lament connected across a pair of lead-in con 
ductors or wires which are respectively sealed through 
the opposite ends of the envelope. The envelope is 
customarily provided with an inert gas ?lling and with 
end terminals or contacts generally in the form of metal 
end caps or bases cemented or otherwise fastened to the 
opposite ends of the envelope. , 
The methods heretofore employed to fabricate such 

miniature type double-ended incandescent lamps ordinarily 
have been quite complicated and expensive. In addition 
to requiring a considerable amount of hand labor, such 
prior lamp making methods have involved the use of a 
number of different types of complicated and expensive 
lamp making machines such as, for example, a mount 
machine for fabricating the lamp mount, a tubulating 
and sealing machine for attaching an exhaust tubulation to 
one end of the envelope and sealing the lamp mount into 
the opposite ends of the envelope, an exhaust machine 
‘for evacuating the envelope and then ?lling it with an 
inert gas and tipping off the exhaust tubulation, and a 
basing machine for attaching the metal end caps or bases 
to the opposite ends of the envelope. Because of these 
considerations, the domestic manufacture of such minia 
ture type double-ended incandescent lamps by the previ 
ously known methods would be too costly to be economi— 
cally feasible. 

It is an object of the invention therefore to provide 
a novel and inexpensive method of making double~ended 
type incandescent lamps which lends itself to fully auto 
matic high speed production manufacture thereof and 
requires a minimum amount of lamp making equipment; 

Another object of the invention is to_ provide a novel 
method of fabricating a double-ended type incandescent 
lamp which permits the complete fabrication of the lamp 
on a single lamp making machine with a minimum of 
manufacturing operations. 

Briefly stated, in accordance with one aspect of the 
invention, -a lamp mount holder is inserted through a 
glass lamp envelope having openings in its opposite ends 
and a lamp mount then fabricated on the through-inserted 
end of the holder, after which the envelope and the 
mount holder with the formed mount held therein are 
then repositioned to locate the mount in sealing position 
within the envelope and the mount then sealed into the 
opposite ends of the envelope. The interior of the en 
velope may be provided with an inert gas ?lling which may 
be introduced thereinto, after the sealing of the mount 
into one end of the envelope, by ?ushing the interior of 
the envelope with an inert gas directed thereinto through 
the open other end of the envelope from a flushing nozzle 
inserted thereinto, and then sealing the mount into the 
said other end of the envelope immediately upon with 
drawal of the ?ushing nozzle therefrom. 

In accordance with another aspect of the invention, 
the mount is formed on the through-inserted end of the 
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mount holder by gripping a length of wire between the 
said holder and a second holder located exteriorly of the 
envelope, severing the wire length at a region between 
the said holders to form two separate lead-in wires, and 
then connecting a ?lament across the severed ends of the 
gripped lead-in wires. 

Further objects and advantages of the invention will 
appear from the following detailed description of species 
thereof and from the accompanying drawings. 

In the drawings, FIGS. 1 to 7 illustrate the successive 
process steps involved in the fabrication of an electric 
incandescent lamp in accordance with one form of the 
method comprising the invention; 

FIG. 8 is a perspective view of the ?nished ‘lamp pro~ 
duced by the method according to the invention, and 
FIGS. 9 and 10 are views illustrating the successive 

initial steps involved in fabricating an electric incandescent 
lamp according to a modi?ed form of the method com 
prising the invention. 

Referring to FIGS. 1 to 7 showing the preferred lamp 
making method according to the invention, a double 
ended glass lamp envelope or bulb 1, preferably of tubular 
shape as shown and provided at its opposite ends with 
openings 2 and 3 in reduced diameter neck end portions 
4 and 5, respectively, is ?rst placed over an upstanding 
lead-in wire holder or chuck 6 so as to elfect insertion of 
the holder completely through the envelope 1 through the 
openings 2, 3 in its opposite ends. In such position, the 
envelope 1 is disposed vertically with its opopsite end 
openings 2, 3 vertically aligned with one another, and it 
may be suitably supported in such position as by resting 
its lower end on an envelope support collar 7 surrounding 
the holder 6. 

With the holder 6 thus inserted through theenvelope 
1, the end of a straight length of wire 8, from which the 
lead-in wires 9, 10‘ (FIG. 2) of the lamp are formed, 
is then inserted in and ?rmly gripped by the holder 6. 
For such purpose, the holder 6 is provided with a verti 
cally extending wire receiving opening or passageway 11 
(FIG. 1) in its upper end within which passageway the 
wire 8 is received and gripped between suitable clamping 
jaws (not shown) located within the holder 6. The length 
8 of wire is preferably fed from a continuous supply reel 
12 thereof disposed directly above the upper end of the 
lead-in wire holder 6, and it is additionally gripped by 
an upper holder 13 suitably comprised of clamping jaws, 
such as a pair of clamping jaws 14, 15, so as to extend 
vertically in substantial coaxial alignment with the 
envelope 1 and the openings 2 and 3 thereof. While 
gripped in the holders 6, 13, the wire length 8 extending 
therebetween is severed from the remainder of the supply 
12 thereof at a point above the upper holder 13, as 
denoted ‘by the dash-dot line 16 in FIG. 1, 'by suitable 
wire cutting means (not shown). 
The severed length of wire 8 gripped in the holders 

6 and 13 is next cut in two at a point 'between the two 
holders, as denoted by the dash-dot line 17 in FIG. 1, 
to thereby form two separate lead-in Wires‘ 9 and 10 
(FIG. 2) of substantially equal length. The adjacent or 
facing severed inner end portions of the gripped lead-in 
wires 9 and 10 ‘are then suitably reshaped to provide 
?lament connection portions, as by forming the said wire 
ends with partial Z-bends 18 as shown in dotted lines 
in FIG. 1 and with ?lament clamping hooks 19, between 
which a coiled ?lament 20 such as a tungsten wire coil is 
then connected or clamped as shown in FIG. 2 to thereby 
complete the fabrication of a lamp mount 21 on the 
through-inserted lower holder 6 and upper holder 13. 
After formation of the ?lament clamping hooks 19 but 
before clamping of the ?lament coil 20 therein, the lead 
in wires 9, 10 may be axially repositioned relative to 
one another, as by movement of the lower holder 6 toward 
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or away from the upper holder 13, in order to thereby 
accurately space the ?lament connection portions or 
hooks 19 of the lead-in wires the necessary predetermined 
distance apart to effect clamping of the desired length of 
the ?lament coil 20 therebetween. 

Following the completion of the lamp mount 21, a 
conventional type getter material 22, such as a mixture 
of powdered aluminum and powdered zirconium for 
example, is applied onto the portions of the lead-in wires 
9, 10 immediately adjacent their hooked ends 19, such 
as on the angular Z-bend portions 18 thereof. The getter 
material 22 serves to prevent immediate blackening of 
the lamp envelope l'upon initial operation or light-up of 
the completed lamp. The getter material 22 may be 
applied onto the lead-in wires 9, 10 as coatings of a sus 
pension of the aluminum and zirconium powder admix 
ture in a suitable binder such as nitrocellulose dissolved 
in a suitable thinner such as amyl acetate. The binder 
is burned out of the getter coatings 22 by the heat attend 
ing the subsequentl sealing of the lamp mount 21 into the 
lamp envelope 1. 

While still maintaining the supporting grip of the 
holders 6, 13 on the lead-in wires 9, 10 of the lamp mount 
21, the glass envelope 1 and lamp mount 21 are next 
repositioned relative to one another, as by moving the 
envelope 1 upwardly around the mount 21, to thereby 
introduce the mount into the envelope and locate these 
parts in sealing position relative to one another as shown 
in FIG. 3, with the ?lament 20 of the lamp mount more 
or less centered lengthwise within the envelope 1. The 
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upward movement of the envelope 1 to, and the support- a 
ing thereof in its said sealing position may be eifected 
by an envelope holder 23 suitably comprised of a pair 
of clamping jaws 24, 25 and vertically movable relative 
to the mount carrying holders 6, 13‘. With the mount 
21 and envelope 1 thus held in sealing position, the upper 
neck end 4 of the envelope is then suitably heated, as vby 
means of gas ?res 26 directed thereagainst from burners 
27, to soften the glass and fuse it around the lead-in wire 
9 positioned therewithin. Simultaneously with the heating 
and softening of the upper neck end 4 of the glass 
envelope 1, the interior of the envelope is flushed with 
a suitable inert gas such as nitrogen which is directed 
upwardly through the envelope. The ?ushing gas may 
be directed into the envelope 1 by gas jets from a-?ushing 
nozzle positioned at the lower neck end -5 of the envelope 
and preferably inserted a slight distance into the lower 
neck end opening 3 of the envelope. The ?ushing nozzle 
may conveniently be constituted by the upper end of the 
lead-in wire holder 6 itself which, as shown in FIG. 1, 
may be provided for such purpose with one or more 
nozzle openings 28 (two in the particular case illustrated) 
in its top end face for directing jets 28a of the inert gas 
upwardly into the envelope. The openings 28 communi 
cate with an interior passageway 29 extending through 
the holder 6 and connected to a source of inert gas supply. 
The heating of the glass envelope by the gas ?res 26 to 
effect the fushion of the upper end 4 of the envelope 1 
also serves to burn out the organic binder in the getter 
coatings 22 on the lead-in wires 9, 10 of the lamp mount, 
the resulting volatile decomposition products thus formed 
being carried out of the envelope by the inert gas ?owing 
therethrough. The removal of the binder and its decom 
position products from the envelope is essential because 
of the detrimental effect they have on lamp operation even 
if small traces thereof remain in the ?nished lamp. 
When, during the continuance of the heating and fusion 

of the upper neck and 4 of the envelope 1 and the simul 
taneous ?ushing of inert gas upwardly therethrough, the 
glass of the neck end 4 has become sufficiently softened 
to collapse down onto and embed the enclosed lead-in 
wire 9, the softened neck end 4 is then compressed ?rmly 
around the lead-in wire 9, as between a pair of opposed 
pressing jaws 30 as shown in FIG. 4, to thereby form 
a more or less ?attened external stem press or seal portion 
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A. 
31 on the envelope within and through which the lead-in 
wire 9 is then hermetically sealed so as to extend endwise 
therefrom. As shown more particularly in FIG. 8, one 
or both of the ?at sides of the stem press 31 are formed 
with a shallow V or U-shaped groove 32 extending longi 
tudinally of the envelope more or less axially thereof, 
which groove or grooves are formed by a suit-ably shaped 
ridge or ridges in the opposed press or work faces of the 
pressing jaws 30. . 

Following the sealing of the lead-in wire 9 of the lamp 
mount 21 into the upper neck end 4 of the glass lamp 
envelope 1, the envelope is again flushed with an inert gas 
which may be directed upwardly into the envelope by gas 
jets 28b from the nozzle openings 28 in holder 6. The 
inert ?ushing gas employed at this stage of the lamp 
making process, however, is of the composition which 
is desired for the ?nal ?lling gas in the ?nished lamp, 
argon being the preferred gas for such purpose. The 
flushing of the envelope 1 with the argon or other inert 
?lling gas must be carried out in such a way as to insure 
the removal and replacement of all the gaseous atmos 
phere within the envelope by the argon or other inert 
?lling gas, inasmuch as the presence in the ?nal sealed 
lamp of any residual atmospheric air, or of any decom 
position products of the organic binder employed for the 
getter coatings 22, would be highly detrimental to the 
operation of the completed lamp. To this end, therefore, 
it is essential that the ?ushing nozzle or holder 6, in 
this phase of the lamp making operation, be inserted at 
least part way, e.g., at least one millimeter or 8021s in the 
particular case illustrated, into the open lower neck end 
5 of the envelope in order to thereby avoid the aspiration 
of atmospheric air into the envelope by the jets 28b of 
?lling gas which are directed into the envelope from the 
nozzle openings 28 in the ?ushing nozzle 6. Simul 
taneously with the ?ushing of the envelope 1 with the 
?nal inert ?lling gas, the lower neck end 5 of the envelope 
is suitably heated, as by means of gas ?res 33 directed 
thereagainst from burners 34, to soften the glass and fuse 
it around the lead-in wire 10 positioned therewithin. The 
heating of the lower neck end 5 of the envelope by the 
gas ?res 33 also serves to further ensure the complete 
burning out of the organic binder in the getter coatings 
22 on the lead-in wires 9, 10 and the removal of the 
volatile decomposition products thereof from the en 
velope by the ?lling gas directed into the envelope from 
the ?ushing nozzle 6. 
When, during the continuance of the heating and fusion 

of the lower neck end 5 of the envelope 1 and the simul 
taneous ?ushing of the argon or other inert gas ?lling 
upwardly thereinto, the glass of the neck end 5 has be 
come su?‘iciently softened to be readily compressible, the 
inert gas ?ushing of the envelope is interrupted by shut 
ting off the gas supply to the ?ushing nozzle 6. The com 
bination ?ushing nozzle and holder 6 is then immediately 
moved downwardly to withdraw it from within the lower 
neck end 5 of the envelope and stretch out the coiled ?la 
ment 20 to the desired ?nal length, and the softened glass 
of the neck end 5 then immediately compressed ?rmly 
around the lead-in wire 10, between a pair of opposed 
pressing jaws 35, to thereby form a more or less ?attened 
external stem press or seal portion 36 substantially iden 
tical to the upper stem press 31 and through which the 
lead-in wire 10 is hermetically sealed so as to extend end 
wise therefrom. The stem press 36 thus formed, like the 
other stem press 31 at the other end of the envelope, 
is pressed with a similar shallow V or U-shaped groove 
37 in one or both of its ?attened sides, which groove or 
grooves are formed by a suitably shaped ridge or ridges 
in the opposed press or work faces of the pressing jaws 35. 
The formation of the lower stern press 36 completes 

the hermetic sealing of the lamp mount 21 into the en 
velope 1 so that the latter then constitutes a completely 
hermetically sealed enclosure containing the desired inert 
?lling gas. All that then remains to complete the fabrica 
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tion of the lamp according to the invention .is to bend the 
outwardly projecting portions 9', 10’ of the lead-in wires 
9, 10 back around the ends and down against the ?attened 
sides of the respective stem press seals 31, 36, in the 
manner shown in FIG. 7, so as to lie ?at thereagainst 
within the grooves 32 and 37 to thereby form the contact 
terminals for the lamp. This wire bending operation may 
be performed either on the same machine employed to 
seal the lamp mount 21 into the envelope 1, or on a 
separate machine. The completed lamp 38 as thus formed 
(FIG. 8) is particularly suitable for use in conventional 
push-pull clip type lamp sockets, the ?attened stem press 
ends 31, 36 of the lamp being adapted to be inserted or 
wedged between the spring clip socket contacts which are 
shaped to snap into the grooves 32, 37 in the stem press 
ends 31, 36 so as to engage and make electrical contact 
with the bent-over or contact terminal portions 9', 10' 
of the lead-in wires 9, 10 lying therewithin. 
The modi?ed lamp making process according to the 

invention as shown in FIGS. 9 and 10 differs from that 
described previously only in the manner of fabricating 
the lamp mount 39 on the through-inserted end of the 
holder 6. Thus, referring to FIG. 9, after the envelope 
1 has been placed over the upstanding lead-in wire holder 
6 to effect the insertion of the latter completely through 
the envelope 1, a pair of precut lead-in wires 9 and 10 
of the proper length are positioned in spaced vertically 
extending side-by-side relation with each other with the 
wire 10 upstanding from and gripped by the combination 
holder and ?ushing nozzle 6 and the other wire 9 up 
standing from and gripped by a pivoted holder 40 which 
is mounted for pivotal movement in a vertical plane 
through an arc of approximately 180°, as indicated by 
the dash-dot line in FIG. 9. A ?lament 20 is then con 
nected across the upper ends of the lead-in wires 9, 10 
to thereby complete the fabrication of the lamp mount 39. 
As before, the ?lament connection ends of the lead-in 
wires 9, 10 may be formed with hooks 19 for clamping 
the ?lament 20 to the lead-in wires. After application of 
getter coatings 22 to the lead-in wires 9, 10, the lead-in 
wire 9 is then swung upwardly in an are, as by pivotal 
movement of the holder 40, into an upside down position 
as shown in dash-dot lines in FIG. 9, so as to be in vertical 
alignment with but spaced the proper distance endwise 
from the other lead-in wire 10 for sealing into the upper 
neck end 4 of the glass lamp envelope 1. The mount 
39 as thus reformed is then in readiness for the sealing 
thereof into the envelope 1 which, for such purpose, is 
raised into sealing position around the mount 39, as shown 
in FIG. 10. From this point on, the remainder of the 
lamp making process is then exactly the same as that 
described hereinbefore in connection with FIGS. 1 to 6. 
From the above description, it will be apparent that 

we have provided a greatly simpli?ed and economical 
method of making a double-ended incandescent lamp as 
compared to the methods heretofore employed for such 
purpose. In addition to con?ning the number of lamp 
making operations to a minimum, the method according 
to the invention lends itself to fully automatic lamp man 
ufacture on a single unitary-type lamp-making machine 
of simpli?ed construction and without any wastage of 
the materials employed in the fabrication of the lamp, 
such as the glass parts therefor. Because of all the 
many attendant advantages, the use of the lamp-making 
method comprising the invention therefore renders the 
manufacture of double-ended incandescent lamps an eco 
nomically feasible and entirely practical undertaking. 

Although preferred embodiments of our invention have 
been disclosed, it will be understood that the invention 
is not to be limited to the speci?c process steps and pro 
cedures described but that they may be widely modi?ed 
within the spirit and scope of our invention as de?ned 
by the appended claims. 
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What we claim as new and desire to secure by Letters 
Patent of the United States is: 

1. The method of making a mount structure for an 
electric incandescent lamp comprising the steps of feed 
ing a length of wire from a continuous supply thereof 
and temporarily ‘gripping it at spaced points therealong, 
severing the said length of wire from the remainder there 
of and cutting it in two between the gripped regions 
thereof to form two separate lead-in wires, reshaping 
the adjacent severed ends of the gripped lead-in ‘wires to 
form spaced ?lament connection portions, and then con 
necting a ?lament across the said ?lament connection 
portions of the gripped lead-in wires. 

2. The method of making an electric incandescent 
lamp comprising the steps of temporarily gripping and 
supporting a straight length of wire at spaced points there 
along, severing the said wire length between the gripped 
regions thereof into two separate lead-in wires and spac 
ing their severed ends a predetermined distance apart, 
connecting a ?lament across the severed ends of the grip 
ped lead-in wires to form a lamp mount, positioning the 
lamp mount in sealing relation within a glass lamp en 
velope while maintaining the supporting \grip on each 
of said lead-in wires, and then sealing the lamp mount 
into the said envelope. 

3. The method of making an electric incandescent lamp 
comprising the steps of temporarily gripping and sup 
porting a straight length of wire at spaced points there 
along, severing the said wire length between the gripped 
‘regions thereof into two separate lead-in wires and spac 
ing their severed ends a predetermined distance apart, 
connecting a ?lament across the severed ends of the 
gripped lead-in wires to form a lamp mount, positioning 
the lamp mount, while maintaining the supporting grip 
on each of its said lead-in wires, in sealing relation with 
in a glass lamp envelope with the lead-in wires of the 
mount disposed within respective openings in opposite 
ends of the envelope, fusing ‘and sealing one of the open 
ends of said envelope around the respective mount lead-in 
wire positioned therewithin, ‘flushing the interior of said 
envelope with a stream of inert gas directed thereinto 
from its other open end, and then fusing and sealing 
the said other end of the envelope around the respective 
mount lead-in wire positioned therewithin. 

4. The method of making an electric incandescent 
lamp comprising the steps of ‘inserting a lead-in wire 
holder through a glass lamp envelope through openings 
in opposite ends thereof, forming a lamp mount on the 
through-inserted end of said holder, repositioning the en 
velope and said holder relative to one another to locate 
the lamp mount in sealing position within the envelope, 
and then sealing the said lamp mount into the opposite 
ends of the envelope. . 

5. The method of making an electric incandescent 
lamp comprising the steps of inserting a lead-in vw're 
holder through a glass lamp envelope through openings 
in opposite ends thereof, forming on the through-inserted 
end of said holder a lamp mount comprised of a pair of 
lead-in wires and a ?lament connected therebetween, re 
positioning the envelope and said holder relative to one 
another to locate the lamp mount in sealing position with 
in the envelope with the ?lament thereof disposed with 
in the envelope and the lead-in wires located within re 
spective open ends of the envelope, fusing and sealing 
one of the open ends of said envelope around the re 
spective mount lead~in 'wire positioned therewithin, ?ush 
ing the interior of said envelope with a stream of inert 
gas directed thereinto from its other open end, and then 
fusing and sealing the said other end of the envelope 
around the respective mount lead-in wire positioned there 
within. 

6. The method of making .an electric incandescent lamp 
comprising the steps of inserting a lead-in wire holder 
through a glass lamp envelope through openings in op 
posite ends thereof, forming a lamp mount on the through 
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inserted end of said holder, applying on said lamp mount 
a getter material suspended in an organic binder, reposi 
tioning the envelope and said Iholder relative to one an 
other to locate the lamp mount in sealing position within 
the envelope, heating the lamp envelope to lburn out the 
said organic binder while simultaneously ?ushing the in 
terior of said envelope with a stream of inert gas directed 
thereinto from one of its open ends and passing out 
through its other open end fusing and sealing the said 
other end of the envelope, again ?ushing the interior of i 
said envelope with an inert gas directed thereinto from a 
?ushing nozzle positioned within its said one open end, 
and then fusing and sealing the said one end of the 
envelope. 

7. The method of making an electric incandescent lamp 
comprising the steps of inserting a lead-in wire holder 
through a glass lamp envelope through openings in the 
opposite ends thereof, clamping a length of wire between 
the through-inserted end of said holder and a second 
holder located exteriorly of said envelope, severing the 
said length of Wire at a region between the said holders 
to form two separate lead-in wires held in the respective 
holders, reshaping the adjacent severed ends of said 
lead-in ‘wires to form spaced ?lament connection portions, 
mounting a ?lament on the said ?lament connection por 
tions of said lead-in wires to form a lamp mount, reposi 
tioning the envelope and said holders relative to one an 
other to locate the said lamp mount in sealing position 

' within the envelope, and then sealing the said lamp mount 
into the opposite ends of the envelope. 

8. The method of making an electric incandescent lamp 
comprising the steps of inserting a lead-in wire holder 
through a glass lamp envelope through openings in the 
opposite ends thereof, clamping a length of wire between 
the through-inserted end of said holder and a second 
holder located exteriorly of said envelope, severing the 
said length of wire at a region between the said holders 
to form two separate lead-in Wires held in the respective 
holders, reshaping the adjacent severed ends of said 
lead-in wires to ‘form spaced ?lament connection portions, 
mounting a ?lament on the said ?lament connection por 
tions of said lead-in wires to form a lamp mount, reposi 
tioning the envelope and said holders relative to one an 
other to locate the said lamp mount in sealing position 
within the envelope, fusing and sealing one of the open 
ends of the said envelope around the respective lead-in 
wire positioned therewith, ?ushing the interior of said en 
velope with a stream of inert gas directed thereinto from ' 
within its open other end, and then fusing and sealing the 
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said, other end of the envelopearound the respective 
lead-in wire positioned therewithin. 

9. The method of making an electric incandescent lamp 
comprising the steps of inserting a lead-in wire holder 
through a glass lamp envelope through openings in op 
posite ends thereof, feeding a length of 'wire from a con 
tinuous supply thereof and clamping it between the 
through-insertedend of said holder and a second holder 
located exteriorly of said envelope, severing the said 
length of Wire from the remainder of the said supply 
thereof and cutting it in two at a region between the 
said holders to form two separate lead-in wires held in 
the respective holders, reshaping the adjacent severed 
ends of said lead-in wires to form spaced ?lament clamp 
ing hooks thereon, clamping a ?lament in the said hooks 
on the lead-in wires to form a lamp mount, repositioning 
the envelope and said holders relative to one another to 
locate the said lamp mount in sealing position within the 
envelope, and then sealing the said lamp mount into the 
opposite ends of the envelope. 

10. The method of making an electric incandescent 
‘lamp comprising the steps of inserting a lead-in wire 
holder through a glass lamp envelope through openings 
in opposite ends thereof, feeding a length of wire from 
a continuous supply thereof and clamping it between the 
through-inserted end of said holder and a second holder 
located exteriorly of said envelope, severing the said 
length of wire from the remainder of the said supply 
thereof and cutting it in two at a region between the said 
holders to form two separate lead-in Wires held in the 
respective holders, reshaping the adjacent severed ends 
of said lead-in Wires to ‘form spaced ?lament clamping 
hooks thereon, clamping a ?lament in the said hooks on 
the lead-in wires to form a lamp mount, repositioning the 
envelope and said holders relative to one another to lo 
cate the said lamp mount in sealing position within the 
envelope, fusing and sealing one of the open ends of said 
envelope around the respective lead-in wire positioned 
therewithin, ?ushing the interior of said envelope with 
a stream of inert gas directed thereinto from within its 
open other end, and then fusing and sealing the said other 
end of the envelope around the respective lead-in wire 
positioned therewithin. 
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