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This invention relates to a method for snak 
ing fortins for Windings and the like and more 
particularly to the forning of uniformly swaged 
ends on the core of a bobbin or form. 

In the making of bobbins or forms for Wind 
ings the outwardly extending end flanges of the 
form may be placed on the core and the ends 
of the core outwardly swaged to lock the flanges 
in position. To provide a uniform space between 
the fanges, Spacing nembers may be inserted beas 
tWeen the larges. These members prevent, the 
in ovement of the flages toward each other and 
prevent the varying of the distance between the 
flarges during the Swaging operation. 

Despite the 8plication of a spacing member 
which prevents the movement of the fanges to 
ward each other, the Swaging of the ends of the 
core inay cause the failges and the spacing men 
ber between then to be shifted in position on the 
core and thus produce swaged ends on the core 
which may be of different depths. When the 
idanges are applied to the ends of the core, eae. 
flange is spaced a predetermined distance froga 
the extreme end of the core and the end portion 
of the core beyoid the flange is turned outs 
Wardly to loci... the Range in position. If the 
fange is shifted along the core the size of the 
end portion of the core which is swaged may be 
varied. The SWaged ends of the resulting prode 
uct are not unifornia and if too large an end por 
tion is Swaged at one end of the core the end 
portion which remains to be swaged at the other 
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end of the core is too small and will not prop 
erly lock the adjacent fange in position. 
An object of the invention is to provide a for 

for windings and the like wherein the fanges 
forting the ends of the for are locked on the 
core by OutWardly swaging the ends of the core 
and wherein the core is provided with aniforny 
Styaged ends. Another object is to provide in a 
is ethod of taking forms for windings and he 
like, the swaging of a predetermined end por 
tion of the core without permitting the swaging 
to exteidi eyof this predetermined portion, 
Still azother object is to provide a method of 
Swaging or outwardly turning the end portions 
of a core in a coin or form wherein the pore 
tions at the opposite ends of the core which are 
SWaged are of eactly the same ength. 
Another object of the invention is to provide 

a method of making a form for windings and 
the tke, whereira the ends of a core are out 
Wardly Swaged and the Swaged end portions at 
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tive in locking the outwardly extending flanges 
of the form in position. 
Other features and advantages will appear 

from the following specification and drawing, in 
which- f 

Figure is a perspective view of a, boobin or 
form for windings; Fig. 2 is an exploded yiew in 
vertical section; Fig. 3 is a vertical sectional view 
of the bobbin in which the end portions of the 
core are being SWaged; Fig. 4 is a perspective view 
of a modification of the invention; Fig. 5 is an 
exploded longitudinal sectional view of the struc 
ture shown in Fig. 4; and Fig. 6 is a longitudi 
a sectional view of the structure SOW in Figs. 

4 and 5 with the swaging mandrels applied to the 
ends of the core. 

in e erodinen, of the invention described 
herei and illustrated in Figs, to 3, the form 
or bobbin includes a tubular core is outwardly 
extending end fianges and S2 and a tubular 
spacing member 3 received about the core 8. 

he core is preferably a hollow ariate 
papex tube formed by helically Winding Strips of 
paper or gunned tape about a suitabie Irandel. 
he spacing member 8 ray be of the Sane Cons 

struction and formed in the same Yanraer. The 
spacing member 83 is preferably of an interial 
diameter only slightly greater than the exterial 
dareiter of the coire So that the Spacing 
member when applied to the core & fits Snugly. 
tereo. 

e flagsges and 2 aay be in tie fort of 
circular discs as showia and may be provided 
With central apert res 85 and 85. The apertures 
g3 and 5 are preferably sufficiently large to re 
ceive the end portions of the core and suffs 
cently sell to greyeni, the insertion of the 
tubular spacing aerbe 3 in the aperture. 
his Whe the fiages are applied to the ends of 

the core , the core is snugly received within the 
apertures S8 and S5. The flanges may be of any 
Sitable material, for example, of cardboard or 
page3. 
The core is inserted within the spacing 

Siember 3 to the position siaoyi in Sig. 2. The 
spacing nenber 3 is prefeiaioly slightly shorter. 
than the core SC that the end portions of the 
COre extend eyond the spacing meber. The 
Spacing Anester should be so placed as to pro 
vide exposed extending end portions of the core 
which are of substantially equal length. The 
ends of the core may then be inserted in the aper 
tures 6 and in the langes G and 2 respec 

the opposize ends of the core are equally effec- 8 tively. The flanges are placed on the end por 
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tions of the Core in engagement with the ends of 
the spacing member 3. 
The core O with the spacing member 3 and 

flanges f and 2 assembled thereon is placed 
between a pair of spinners or rotating mandrels 
6 and 7. The spinners may be equipped with 
ends f and 9 which are inwardly tapered to 
permit the ends to be inserted in the core of the 
bobbin. Adjacent the tapered end portions 8 
and 9 of the spinners 6 and 7 are outwardly 
extending shoulders 20 and 2 which are prefer 
ably arcuate in shape and adapted to receive 
Within the arcuate recesses formed thereby th 
end portions of the Core O. 
The spinners 6 and are applied to the ends 

of the core O and simultaneously urged toward 
each other while being rotated in opposite direc 
tions. The engagement of the shoulders 20 and 
2 with the ends of the core to produces out 
wardly swaged portions 22 and 23 on the core 
0. These outwardly swaged portions engage 

the fanges and 2 and lock the same in po 
sition on the core. The tubular spacing member 
3 prevents movement of the flanges toward each 

Other. 
In the embodiment of the invention shown in 

Figs. 4 to 6, a core 24 of rectangular cross section 
receives a spacing member 25 and end fanges 
26 and 27. The flanges are equipped with central 
apertures 28 and 29 which are of substantially 
the same size and Cross section shape as the core 
24. If desired the flanges may be offset at 30 
and 3 to provide a peripheral portion which ex 
tends beyond the central portion of the flange. 
The form is assembled in the same manner as 

the form illustrated in Figs. to 3 with the spac 
ing member 25 being placed about the core 24 
and the flanges 26 and 27 being placed on the 
ends of the core. A pair of mandrels 32 and 33 
of rectangular cross section corresponding to the 
CrOSS section shape of the core 24 are applied 
to the ends of the core 24 and simultaneously 
urged toward each other to produce the outward 
ly Swaged end portions 34 and 35 on the core 24. 
The mandrels 32 and 33 are equipped with ta- : 
pered end portions and with arcute recessed 
shoulders similar to those of the mandrels 6 and 

. 
In carrying out the invention, the flanges when 

applied to the ends of the core may be separated 
from each other by any suitable means. Thus 
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2,348,889 
any means which will prevent the flanges from 
being moved toward each other while the ends 
of the core are being Outwardly swaged, will be 
effective in the operation of the invention. The 
simultaneous application of the swaging means to 
the opposite ends of the core causes the opposite 
ends of the core to be simultaneously swaged and 
to produce uniformly swaged core ends. The 
Spacing means prevents the fanges from being 
moved toward each other and the simultaneous 
application of the Swaging means prevents the 
shifting of the flanges and spacing member as 
Sembly longitudinally along the core. 
The spinners 6 and 7 and the mandrels 32 

and 33 are preferably so arranged as to be lim 
ited in their inWard movement in their swaging 
Operation. In the SWaging operation. In the 
Swagging Operation, the Spinners and the man 
drels are moved toward each other and any suit 
able conventional means (not shown) may be 
provided to limit this movement and to prevent 
the spinners and mandrels from moving closer 
to each other than the predetermined distance 
which is chosen. 
By referring herein to a tubular core, hollow 

cores of any CrOSS Sectional shape are intended 
to be included. For example, polygonal cores of 
and type may be used as may be elliptical or cir 
cular cores. { 
Although the invention has been described in. 

connection with Specific embodiments, it will be 
understood that the method may be modified and 
changed without departing from the spirit and 
Scope of the invention. 

I claim: 
A method of making forms for windings and 

the like comprising providing a tubular core, plac 
ing a tubular spacing member about the core and 
in longitudinal slidable relation therewith, the 
ends of Said member being spaced slightly from 
the ends of the core, placing flanges on the ends 
of the core in engagement with the ends of the 
Spacing member, applying Swaging means to both 
ends of the core, and simultaneously urging said 
SWaging means toward each other to outwardly 
SWage the ends of the core and to lock the flanges 
in position the spacing member being slidable on 
the core during the Swaging operation to permit 
centering of the spacing member on the core. 

WILLIAM E. STAHI. 


