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(57) This method of making packets for transformer-core manufacture comprises: (1) providing a composite strip
comprising many thin layers of amorphous steel strip, (1) advancing the leading end of the composite strip forward,
(111) cutting the composite strip at a location spaced rearwardly of the leading edge of the strip, thereby detaching a first
section of multi-layer strip and creating a new leading end just behind the cutting location, and (1v) then clamping the
detached section to a supporting surface. Then the following steps (a) and (b) are carried out. (a) The new leading end
of the composite strip 1s advanced forward, and the strip 1s cut at a location spaced rearwardly of the new leading edge,
thus detaching an additional section of multi-layer strip and creating another new leading end just behind the latter
cutting location. (b) Then, the additional section 1s advanced over the top of the immediately-preceding detached
section, the immediately-preceding detached section 1s unclamped, and the additional detached section 1s clamped to
the supporting surface atop the immediately-preceding section. Thereafter, steps corresponding to (a) and (b) are
repeated with respect to each suceeding new leading end or section until a predetermined number of sections of multi-
layer strip have been detached and stacked upon said supporting surface to from a packet.
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ABSTRACT
This method of making packets for transformer-core

manufacture comprises : (i) providing a composite strip

location, and (iv) then Clamping the detached section to

a supporting surface. Then the following steps (a) and

(b) are carried out. (a) The new leading end of the
composite strip is advanced forward, and the strip is
cut at a location spaced rearwardly of the new leading
edge, thus detaching an additional section of multi-

layer strip and creating another new leading end just

behind the latter cutting location. (b) Then, the

immediately-preceding detached section, the immediately-
preceding detached section is unclamped, and the
additional detached section is clamped to the supporting
surface atop  the  immediately-preceding section.
Thereafter, steps corresponding to (a) and (b) are
repeated with respect to each suceeding new leading end
or section until a predetermined number of sections of

multi-layer strip have been detached and stacked upon

said supporting surface to from a packet.
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Technical Field

This invention relates to a method of making packets

of amorphous metal strip that are adapted to be wrapped

about the arbor of a transformer-core-making machine.

Background
In Canadian Patent Application 2,030,086 (issued

April 4, 2000) Klappert et al, there is disclosed and
claimed a method of making amorphous metal cores for
transformers that involves making up packets of amorphous
metal strip and then wrapping these packets about an
arbor to build up a core form. When the core form 1is
removed from the arbor, it has a window where the arbor
was located, and the packets surround this window. Each
packet comprises a plurality of groups of amorphous metal
strip, and each group comprises many thin layers of
strip.

In the aforesaid Canadian Application S.N.
2,030,086, the groups from which the packets are
agssembled are derived from a composite strip
comprising many thin layers of amorphous metal

strip stacked in superposed relationship. The
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composite strip is cut into sections, and these sections
are stacked one upon the other to form a packet.

The method disclosed in the aforesaid Canadian

'Application S.N. 2,030,086 for stacking the groups ¢to

form the packets is relatively slow because each section
of strip within a group, after being cut to the proper
length, is first advanced to a predetermined position and
is then transported laterally to a stacking position on a
carrier. Laterally transporting the sections or groups
to their stacking positions is a time-consuming operation

and, moreover, requires relatively complicated apparatus

for its implementation.

Objects

An object of our invention is to provide, for making
packets of amorphous metal strip which are adapted to Dbe
wrapped about the arbor of a transformer-core-making
machine, a method that can be practiced relatively
quickly and with relatively simple apparatus.

Another object is to provide such a method of making
packets that requires no lateral movement of the groups,
or the components of the groups, after they are cut from
a composite strip and before they are stacked into a
packet.

In one form of our invention, the groups of amorphous
metal strip from which the packets are made are derived by
cutting the above-described composite strip into sections

using shear blades for such cutting. The life of the
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shear blades drops sharply if the number of amorphous
metal strips, or layers, cut in any single shear-cutting
operation exceeds a predetermined value.
Another object of our invention is to provide groups
of amorphous metal strip, each group comprising a greater

number of strips, or layers, than said predetermined

number and, more specifically, to derive said groups by a

shear-cutting action that does not subject the shear -

blades to excessive wear, 1i.e., the type of wear that

sharply reduces their life.

sSummar Y

In carrying out our invention in one form, we provide

a method of making packets that comprises: (1) providing a

metal strip stacked in superposed relationship, (ii)
advancing the leading end of the composite strip forwarqd,
(1ii) then cutting the composite strip at a location
Sspaced rearwardly of the leading edge of the composite
strip, thereby detaching from said leading end a first
section of multi-layer amorphous metal strip and also
Creating a new leading end Just behind said cutting
location, and (iv) then clamping the detached section to a
supporting surface. Next, the following steps (a) and (b)

are carried out. (a) The new leading end of the composite

strip is advanced forward, and the composite strip is cut

at a location spaced rearwardly of the new leading edge of
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the composite strip, thereby detaching from said new
leading end an additional section of multi-layer strip and

creating another new leading end just behind the latter
cutting 1location. (b) Then the additional section is
advanced over the top of the immediately-preceding
detached section, the immediately-preceding detached
section 1is unclamped, and then the additional detached
section 1is clamped to the supporting surface atop the
immediately-preceding section. Thereafter, steps
substantially as specified in (a) and (b) are repeated
with respect to each succeeding new leading end or section
until a predetermined number of sections of multi-layer
strip have .been detached from the composite strip and
stacked upon said supporting surface to form a packet.

The method is further characterized by: (i) each
group being formed from one or more of said sections, with
the layers of each group stacked in substantially aligned
relationship and (ii) by the 1leading edges of the
additional sections of composite strip being advanced
during the aforesaid additional-section-advancing steps
into positions that locate the adjacent leading edges of

adjacent groups in staggered relationship with respect to

each other.
Brief Description of Drawings
For a Dbetter understanding of the invention,

reference may be had to the following detailed description



2048751 110704841

5

taken 1in connection with the accompanying drawings,

wherein:

Fig. 1 1is a schematic side elevational view of

the leading edge of the parent composite strip has been

advanced beyond the shear blades, but before the composite

strip has been advanced to a position where the first

section of strip is cut therefrom by the shear blades.

Fig. 1la is a sectional view taken along the line 1la-

la of Fig. 1.
Fig. 2 is a top plan view of the apparatus of Fig. 1.

Fig. 3 1is another side-elevational view of the

apparatus depicted in Fig. 1. 1In this figure the parent

composite strip has been advanced to a position where it

is ready to be cut by the shear blades to detach a section

thereof.

Fig. 4 is still another side-elevational view of the
apparatus depicted in Fig. 1. In this figure a first
section of the composite strip, detached from the parent
strip by a shear-cutting operation, has been advanced to a
stacking position.

Fig. 5 is still another side-elevational view of the
apparatus of Fig. 1. 1In this fiqgure several groups have
been stacked to form a portion of a packet, and the

apparatus is in readiness to advance the parent composite

e
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strip so that another section of the parent composite

strip may be detached therefrom and stacked upon the

already-stacked groups.

Fig. 6 is a side view of a packet of amorphous stee]l
strip that is made by the method of our invention.

Fig. 7 is a top plan view of the packet of Fig. 6

Detailed Description of Embodiment

The Packet of Figs. 6 and 7

Referring first to Figs. 6 and 7, there is shown 3
packet 5 of amorphous steel strip which is manufactured by
the method of our invention. This packet comprises‘ a
plurality of groups 6 of amorphous steel strip, each group
comprising many thin layers of elongated strip. In each
group, the layers of strip have longitudinally-extending
edges 7 at opposite sides thereof and transversely-
extending edges 8 at opposite ends thereof. In each group
the longitudinally-extending edges 7 of the strips at each
side of the group are aligned, and the transversely-
extending edges 8 of the strips at each end of the group
are aligned.

In the packet of Figs. 6 and 7, the groups 6 are made
progressively longer beginning at the bottom (or inside)
of the packet and proceeding toward the top (or outside)
of the packet. This increased length enables the groups
to completely encircle the increasing}y greater

cilrcumference of the core form as the core form is built
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up when the packets are wrapped about an arbor, as is
shown, for example, in the aforesaid Klappert et al
Canadian application S.N. 2,030,086. The packets are
wrapped about the arbor with their inside, or shortest,
group nearest the arbor.

Referring still to Figs. 6 and 7, adjacent groups in
each packet have their transversely-extending ends
staggered so that at one end of the packet the adjacent
groups underlap, and at the other end of the packet the
adjacent groups overlap. This staggering results in
distributed type joints in the final core after the

above-described wrapping about an arbor.

Positioning and then Cutting the Composite

1D 1: » Detach a PFires o E LOD

Referring now to Fig. 1, the composite amorphous
metal strip from which the above-described groups and
packets are derived is shown at 1l2. This strip 12 is
advanced into its position of Fig. 1 by feeding means
schematically shown at 14, which has a normal position to
the right of that depicted in Fig. 1. When the feeding
means is in its normal position, it grips the composite
strip between jaws l4a, 14b and then moves to the left,

advancing the composite strip into its position of Fig.

1.

" In its position of Fig. 1, the composite strip 12 is

positioned between two shear blades 16 and 18, which are

relatively movable in a wvertical direction to cut the
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composite strip by a shearing operation. A preferred form
Of these shear blades is shown and claimed in U.S. Patent
4,942, 798-Taub et al.
The cutting location is along the plane 17 of Fig. 1.

The leading edge 20 of the composite strip 12 is
shown in Fig. 1 in a position where it can be grasped by a
car clamp 22, which after such grasping moves to the left

to further advance the composite strip, as will soon be
described in more detail. The leading edge 20 is raised
into a position where it can be easlly grasped by the car
Clamp by means of a raise bar 24. This raise bar 24,
which is operated by an air cylinder 26, is lifted by the
air cylinder when the leading edge 20 is near its position
of Fig. 1. After the car clamp 22 has grasped the leading
portion of i:he composite strip 12, the air cylinder 26
lowers the raise bar 24 to a non-interfering position with
respect to the composite strip.

The car clamp 22 comprises a C-frame 30 forming a
first jaw 32 at one end of the C-frame and an arm 34
pivotally mounted at 36 and forming another jaw 37 at one
end of the arm. An air cylinder 39 is carried by the C-
frame and comprises a movable piston 40 and a piston rod
42 coupled to the piston and pivotally connected at its
lower end to the arm 34. When the piston 40 is operated
in a downward direction, it pivots the arm 34

counterclockwise about pivot 3s, causing Jjaw 37 to

R Lol
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approach jaw 32, thereby gripping the leading end of the

composite strip between the jaws.
The car clamp 22 is positioned a small distance above
a supporting table 45 and is movable along the length of

the table by indexing means 47 schematically shown in Fig.
2. This indexing means 47, in the illustrated embodiment,
comprises a chain and sprocket drive 50 that is capable of
advancing its chain 51 (as indicated by arrow 49) along

the desired path of movement of the composite strip. The
car clamp 22 is mechanically coupled to the chain 51, as
shown schematically at 53, so that when the chain is
driven by its sprockets 52 in the direction of arrow 49,
the car clamp, then grasping the leading portion of the
composite strip, advances the composite strip into the
position depicted in Fig. 3. During such advancing
motion, the jaws 14a and 14b of the upstream feeding means
are separated and do not grip the composite strip.

When the 1leading end of the composite strip 12
arrives in its position of Fig. 3, the jaws of the
upstream feeding means 14 are operated toward each other
to again grip the composite strip so that the strip is
held taut between the car clamp 22 and the upstream
feeding means, following which a shear-cutting operation
is effected by the blades 16 and 18. This cutting
operation detaches the leading portion of the composite

strip 12 from the remainder of the composite strip,
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thereby producing a detached section 54 and forming a new
leadlng edge at the cutting location 17 on the remainder

of the composite strip.

Advancing the First Detached Section

54 to a Stacking Position on Table 45

When the above shear-cutting operation has been
completed, the car clamp 22, which is then grasping the
leading end of the detached section 54, is advanced
forward to its position of Fig 4, carrying the detached
section 1into its stacking position of Fig. 4. This
advancing motion of the car clamp 22 is effected by the
indexing means 47 driving chain 51 further along the table
45. When the detached section 54 enters its position of
Fig. 4, it 1is clamped to the supporting table 45 by
clamping means 60, soon to be described. When the
clamping means 60 has thus clamped section 54 to table 45,
the car clamp 22 releases the section 54 and 1is returned
to its home position of Fig. 1 by the indexing means 47.
Such return motion of the indexing means 47 is carried out
by driving the indexing chain 51 in a reverse direction

(opposite to arrow 49).

Clamping Means 60

The above-referred-to clamping means 60, in its
illustrated form best shown in Fig. 1a, comprises an I,-
shaped clamping member 62 attached to a carriage 64 that
is movable in two planes. Up and down movement of the

carriage 64 1s effected by a first air cylinder 66 having
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a piston 67 and a piston rod 68 coupled to the carriage 64
through a connection that allows lateral movement of the
carriage with respect to the piston rod. Side~to-side
movement of the carriage 64 is effected by a second air
cylinder 70 having a piston 71, a piston rod 72, and an
annular coupling member 75 slidably receiving the
carriage in such a manner that the carriage can move

vertically with respect to the annular coupling member but °

is tied to the coupling member for horizontal motion.

When the L-shaped clamping member 62 is to be used
for clamping one or more sections of amorphous strip to
the supporting table 45, the L-shaped member is lifted to
its position of Fig. la by air cylinder 66, the section
(or sections) 54 are placed on the table 45, the carriage
64 is driven to the left by air cylinder 70 +o position
the upper leg 62a of the L-shaped member over the lateral
edge of section(s) 54, and the air cylinder 66 is then
operated to drive the L-shaped member 62 downward so that
its upper leg 62a engages the top of section(s) 54, thus
clamping section(s) 54 to the table 45.

Advancing the Composite Strip 12 While the car
Clamp 22 Is Stacking a Detached Section and Is Being Reset

Prior to the return of the car clamp 22 to its
position of Fig. 1, the new leading edge of the remaining
composite strip 12 is advanced into its dotted 1line
position 77 shown in Fig. 4. Accordingly, when the car

clamp 22 returns to its Fig. 1 position, the new leading
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portion of the composite strip 12 is ready to again bhe
grasped by the car clamp. The car clamp accordingly
grasps this new leading portion, moves to the left into ;
position similar to that of Fig. 3, thus 'advancing the
composite strip into a position where it is again cut by
the blades 16, 18 to detach another section 54 from the
composite strip. This detached section 54 1is then
advanced by leftward motion of the car clamp 22 to a°
position similar to that of Fig. 4. Such advancing motion
carries the second section along the length of the first,
then-clamped, section. When the second section enters its
final, or stacking, position, the clamp 60 is temporarily
released from the first section and is immediately
thereafter applied to the edge of the second section, thus
clamping the second section to the supporting table 45

atop the first section.

Stacking the Sections 54 To Form Groups and Packets

In our apparatus, we form each group by cutting two

aligned. That 1s, the transversely-extending edges 8
(Fig. 7) at each end of the two sections are substantially
aligned, and the longitudinally—extending edges 7 at each
side of the two sections are substantially aligned.

After the second section has been stacked atop the
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second section was cut and stacked. The third section,
however, is made longer than the first two sections by an
amount 27T T, where T is the thickness of the first group.

In addition, the third section is placed upon the second

section in such a position (shown in Figs. 5-7) that its:
leading edge is offset, or staggered, from the leading

edge of the second section by an underlap amount of 0.25
to 1.0 inch. A fourth section of the same length as the
third section is then cut and stacked atop the third
section in alignment therewith, thus completing a second
group atop the first group.

Additional groups are made up in the same manner,
each being stacked atop the immediately-preceding group
and being clamped to the immediately-preceding group and
the supporting table 4S5 immediately .after such stacking.
Each succeeding group is made longer than the immediately-
preceding group by an amount 24T T, and the leading edge
of each group is offset from the leading edge of the
immediately-preceding group by an amount of 0.25 to 1.0
inch. Fig. 5 shows four groups 6 stacked and clamped in
this manner upon the supporting table 45, with the car
clamp 22 in readiness to again advance the composite strip

in preparation for forming the first section of a fifth
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group to be stacked atop the already-assembled four
groups.

To facllitate locating each newly detached section
upon the already deposited sections with  their
longitudinally~extending edges at each side in alignment,
a palr of vertically-extending guide pins 80 and 82 (Fig.

2) are positioned at opposite edges of the supporting

table. These pins 80 and 82 guide the lateral edges of

each newly-detached section as it is being laid down upon
those already deposited, thus maintaining the edges at
each side in substantial alignment.
Forming Each Group (6) from a Plurality of Sections (54
As pointed out hereinabove, each group 1is made by
cutting two sections (54) from the composite strip 12 and
stacking the second section atop the first one in aligned
relationship therewith. The reason for using two‘separate
cutting operations for making a single group is that
amorphous steel is extremely hard, and the shear-cutting
blades 16, 18 can be used for cutting only a predetermined
maximum number of amorphous steel strips in a single
operation without causing the 1life of the blades *to
sharply drop. This maximum number is less than the number
of strips that we include in each group. For example, the
maximum number is typically 15 to 20, and we include 30

strips in each group. Accordingly, by cutting the 30

strips in two separate shearing operations, we 1limit the

W mmber® - -~ -
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number of strips cut in a single operation to less than

the predetermined maximum that produces excessive blade-

wear, i.e., blade-wear that sharply reduces the life of

the blades.

There are a number of factors which contribute to
the high speed with which our method can produce an
amorphous metal packet suitable for wrapping around the
arbor of a transformer-core-making machine. One of these
is that it is not necessary to laterally transport each
section or group to another location for assembling the
packet, as is the case in the apparatus of the aforesaid
Canadian Application S.N. 2,030,086. Our packets are
assembled in essentially the same location as where the
sections or groups are formed. Or stated another way,
the detached sections are positioned during stacking in
stacking locations that (as viewed in Fig. 2) are in
alignment with the composite strip 12 when the composite
strip is positioned for cutting. While our sections do
need to be advanced after a cutting operation 1into
appropriate positions for effecting the desired aligned
or staggered relationships of the sections within a
packet, such advancing is not an extra step since it has
also been necessary in the method of Canadian Application

S.N. 2,030,086 to include this advancing step.
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Another factor that contributes to a reduction in the
time required to make a packet is that, as the sections of
the packet are stacked, the packet builds in a direction
toward the shear blades (16, 18). Thus, the car clamp 22
is called upon to travel a progressively shorter distance,
both forward and reverse, in order to deposit each section
of the packet as the packet builds up. Reducing this
distance reduces the time required to deposit each packet
and to reset the car clamp to its home position, and this

shortens the total time for making a packet.

Still another factor that contributes to reducing the
time required for making a packet is that while the car
clamp 22 1s moving through its above-described forward
travel to deposit a section of strip and then through its
return travel to reset, the upstream feeding means 14 can
be operated through its normal cycle. More specifically,
the upstream feeding means 14 is able during this interval
to release the composite strip, to return to the right to
its normal position, and then grip the composite strip and
advance it into its position of Fig. 1; where the leading
edge 20 can again be grasped by the car clamp 22 when the
car clamp 1is returned to its home position. A suitable
interlock (not shown) assures that the composite strip is
correctly positioned as shown in Fig. 1 before the jaws of

the car clamp 22 are operated to attempt grasping of the

leading edge.
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General

It is to be understood that the above-described
packet-making operations are repeated over and over again
to form many packets. After each packet 1is formed as
above described, it is unclamped from the supporting
table 45, lifted off the table, and then wrapped about
the arbor of the core-making machine. Core-making
machines suitable for such use are shown and claimed in
the aforesaid Canadian Application S.N. 2,030,086. After
each packet is wrapped about the arbor, the joint formed
at the mating ends of each packet can be examined either
visually or by suitable sensing means and if the mating
ends are not optimally positioned with respect to each
other, the lengths of the sections making up the next
packet can be appropriately adjusted to compensate for
such variations.

As pointed out herein, each group is normally made

longer than its immediately-preceding group by an amount 2

nT, and this enables each group to encircle the arbor to
the desired extent as the core form builds up. If the
joints being formed are lap joints, the amount of overlap
is monitored as the packets are wrapped about the arbor to
build up the core form, and the length of the groups in

subsequently-formed packets 1is8 adjusted to maintain this
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overlap within desired limits.

It is to be understood that our invention in its
broader aspects comprehends the making of packets for a
butt-joint type core as well for a lap~-joint type core.

While we have shown and described a particular
enmbodiment of our invention, it will be obvious to those
skilled in the art that various changes and modifications
may be made without departing from our invention in its
broader aspects; and we, therefore, intend herein to cover
all such changes and modifications as fall within the true

spirit and scope of our invention.
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CLAIMS

1. A method of making packets of amorphous metal

strip adapted to be wrapped about the arbor of a
transformer-core-making machine, each packet comprising a
plurality of groups of strip, each group comprilising many
thin layers of strip, each léyer having two longitudinally-
extending edges at opposite sides of the layer and two-
transversely extending edges at opposite ends of the layer,

the longitudinally-extending edges at each side of the

b

layers of each group being substantially aligned and the

transversely-extending edges at each end of the layers 1in

each group being substantially aligned, said method
comprising:

(a) providing a composite strip comprising many
thin layers of amorphous metal strip stacked in superposed
relationship,

(b) advancing the leading end of said multi-layer
composite strip forward,

(c) after the step of (b), cutting said multi-
layer composite strip at a location spaced rearwardly of the
leading edge of said composite strip, thereby detaching from
sald leading end a first section of multi-layer amorphous
metal strip and also creating a new leading end just behind
said cutting location, (c) axially advancing said detached
section to a position axially spaced from and adjacent said
cutting location,

(d) clamping said detached section to a supporting
surface in said advanced position,

(e) advancing the new leading end of said
composite strip forward,

(f) after the step of (e), cutting said composite

strip at a location spaced rearwardly of the new leading

edge of said multi-layer composite strip, thereby detaching
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from said new leading end an additional section o©of multi-
layer amorphous metal strip and creating another new leading
end just behind said latter cutting location,

(g) axially advancing said additional section over the
top of the immediately-preceding detached section,

(h) unclamping the immediately-preceding detached
section and then clamping the additional detached section to
said supporting surface atop and in stacked relationship to
the immediately-preceding detached section,

(i) repeating steps substantially as defined in (e),
(f), (g) and (h) with respect to each succeeding new leading
end or section until a predetermined number of sections of
multi-layer strip have been detached from said composite
strip and stacked upon said supporting surface to form a
packet for wrapping about said arbor, and 1in which the
method is further characterized by:

(j) each group being formed from one or more of said
sections with the layers of each group stacked in
substantially aligned relationship, and

(k) the leading edge of the additional sections of
composite strip being advanced during the aforesaid
additional-section advancing steps into positions that
locate the adjacent transversely-extending edges of adjacent

groups8 in staggered relationship with respect to each other.

2. The method of claim 1 in which individual groups in

salid packet are each formed by:
(a) cutting said composite strip a first time to form a
first multi-layer section of predetermined length,

(b) cutting said composite strip a second time to form

a second multi-lavyer section of said predetermined length,

and

(c) advancing said second multi-layer section into a

position such that said second multi-layer section
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substantially aligns with said first multi-layer section.

3. The method of claim 1 in which:

(a) after the step of (c¢), claim 1, has been

carried out, sald first section 1s advanced to a stacking

position of said first section, where said clamping of (d),

claim 1, occurs, and

(b) the step of (g), claim advances said
additional section to a stacking position of said additional

section, where said additional-section clamping of (h),

claim 1, occurs.

4. The method of claim 1 in which:

(a) cutting of said composite strip occurs at a

predetermined cutting location and

(b) the leading edge of each group that 1s
deposited atop an immediately-preceding group is offset from
the leading edge of said immediately-preceding group 1in a

direction extending toward said cutting location.

5. The method of claim 1 1n which:

(a) cutting of said composite strip occurs at a

predetermined cutting location, and

(b) said sections are deposited on said supporting
surface in predetermined stacking locations that are so
located that the amount of advancing motion requlred for
moving the sections of succeeding groups between said

cutting location and their stacking locatilions decreases as

said groups are stacked up to form a packet.

6. The method of claim 1 in which:

(a) feeding means is provided for advancing the
composite strip after each cutting operation and prior to a
new cutting operation to a partially-advanced position,

(b) advancing means is provided for advancing the

composite strip from said partially-advanced position prior
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to a new cutting operation and for advancing the section
resulting from said new cutting operation to a stacking

position on said supporting surface,

(c) restoring means 1is provided for returning said

advancing means to an initial position where it is capable

of starting to repeat the operations set forth in (b)

hereof, and

(d) said feeding means is reset and caused to

perform as set forth in (a) hereof during the time that said

advancing means 1s performing the operations set forth in

1)

(b) hereof and is being returned to said 1nitial position o:

(c) hereof.

7. The method of claim 1 in which said detached
sections are positioned during stacking i1n predetermined
stacking locations that are in substantial alignment with

sald composite strip when the composite strip 1s positioned

for cutting.

8. The method of claim 2 in which said detached
sections are positioned during stacking 1n predetermined
stacking locations that are in substantial alignment with

sald composite strip when the composite strip is positioned

for cutting.

9. The method of claim 3 in which said detached
sections are positioned during stacking in predetermined
stacking locations that are in substantial alignment with

said composite strip when the composite strip i1is positioned

for cutting.

10. The method of claim 4 in which said detached
sections are positioned during stacking in predetermined
stacking locations that are in substantial alignment with

salid composite strip when the composite strip is positioned

for cutting.
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11. A method of making packets of amorphous metal

strip adapted to be wrapped about the arbor of a

transformer-core-making machine, each packet comprising a

plurality of groups of strip, each group comprising many
thin layers of strip, each layer having two longitudinally-
extending edges at opposite sides of the layer and two-
transversely extending edges at opposite ends of the layer,
the longitudinally-extending edges at each side of the
layers of each group being substantially aligned and the
Lransversely-extending edges at each end of the layers in
each group being substantially aligned, said method
comprising:

(&) providing composite strip comprising many thin
layers of amorphous metal strip stacked in superposed
relationship,

(b) cutting said composite strip a first time to
form a first multi-layer section of predetermined length,

(C) cutting said composite strip a second time to
form a second multi-layer section of predetermined length,

(d) substantially aligning said multi-layer
sections to form from said substantially aligned multi-layer
sections one of said groups, and

(e) carrying out the cutting steps of (b) and (c)
hereinabove with blades capable of cutting only a
predetermined maximum number of said layers of amorphous
metal strip without causing the life of the blades to
sharply drop, sad maximum number being less than the number

of layers 1n each group but greater than the number of

layers cut 1in each of steps (b) and (c).

12. A method as defined in claim 11 in which said
aligning of said multi-layer sections is effected by moving

one of said sections 1into a position such that said one
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section substantially aligns with the other of said multi-

layer sections.

13. A method as defined 1n claim 11 in which the
cutting steps of paragraphs (b) and (c¢) are preformed on a

5 single composite strip at locations longitudinally spaced

along the length of said strip.

14. A method as defined in claim 11 in which a
plurality of groups are made as speclfied in claim 11 and in
which said plurality of groups are stacked together 1n

10 positions that locate the adjacent transversely-extending

edges of adjacent groups 1n staggered relationship with

respect to each other.

15. A method as defined in c¢claim 11 in which said

predetermined maximum number 1s between 15 and 20.
15 16. A method as defined in claim 11 1in which:

(a) salid predetermined maximum number 1s between
15 and 20, and

(b) the number of layers cut 1n each of steps (b)

and (c), claim 11, 1s about 15.

20 17. A method as defined in c¢laim 15 in which each

of said layers of strip is about 1 mil in thickness.

18. A method as defined in claim 16 1n which each

of said layers of strip is about 1 mil i1n thickness.
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