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one-half turn one turn one and one-half turns or two 
turns, As will be understood, it is preferred that Such cut 
ting, when in one-half turns or in full turns, be provided 
With a Stepped pattern to prevent fux loss at the joints, 
A preferredpattern for a single turn cut core is shown in 
FIG, 3. As can be seen from FIG. 3 which is a partial 
side elevation of an annealed and drilled core 12, the 
first Or outer turn or lamination 28 is cut or trimmed at 
its Outer end to one side of pilot hole 22, The inner end 
of lamination 28 is cut on the other Side of pilot hole 
as shown at 282. This will provide a binding turn for 
the core, The next laminations are cut in a Stepped 
Sequence, beginning at the right of hole 22 at shown at 
32a, With two cuts on each side of hole 22, as indicated 
at 32a, 34a to the right of hole 22 and 36a, 38a to the 
left of hole 22. This Will provide a packet 3.0 of four 
laminations, Iamination 32, 34, 36 and 38. The next four 
Iaminations are cut in the same Sequence as is indicated 
at 42a, 4447 to the right of hole 22 and 462, 48a to the 
left of hole 22, This will provide a Second packet 40 of 
four laminations 42, 44, 46 and 48 as shown, The entire 
core12 is cut in thismanner, 

Of course, the Core 12, may be cut with any desired 
number of Iaminations per packet depending On the Size 
of the core and the Stepping arrangement, 

Aftercore 12 is cut it may be laced with a preformed 
col or coils, such as coils i4 and 16, FIG. 4. ShOWS the 
preferred manner of Iacing, according to this invention. 
One or more packets are Wrapped or laced through the 
Window of coils 14 and 16, as is indicated by lamina 
tions 48, 46, 44 and 42 in FTG 4, Then two laminationS 
of the next packet, Such as 38 and 36 are laced, as ShOWm. 
This provides an overlapping Iamination 36, A tapered 
end Vibrating pilot pin S9, vibrated by any type of 
vibrator S2 is then inserted intopilot hole22 and vibrated 
to pull the joints Snugly together After the jointS have 
been closed, the outer lamination is spot Welded as at 54 
to hold the assembled laminations in proper registration. 
These steps are repeated, lacing on more packets, and 
then a portion of apacket, closing the joints with a vibrat 
ing pilot pin and then Welding until the entire COre has 
been laced about the preformed coil or cois, Single turn 
cores of lesser builds needs only be welded at the Over 
lapping Outer turn. 
When the cores are of heavy build, it is desirable to use 

a registration pin with pilot hole 24 in the uncu't yoke, 
This is shown in FTG 5. After the first inch or so of the 
core is assembled the lamination packets begin to lose 
registration due to the larger radi of the Corners, Aregis°, 
tration pin56may be inserted into hole 24 of the aSSen 
bled laminations, Such as packet 40, as shown in FIG. S. 
The next laminations to be laced, Such as packet 30, are 
then threaded over registration pin 5 to aid in proper 
registration of the Corners of the packet 36 with packet 
46 Of course it is still necessary to use Vibrating pilot 
pn 50 to accurately close the joints and inSure proper 
registration of the upper portion of the core, as previously 
described. 
FIG 6 shows a C core in which the spirally Wound 

core, 12a has been annealed, drilled and Cut into half 
turns, In this type core, each 1amination is cut in each 
yoke, As in the core of FG, 3 the outer lamination 6?? 
will be cut or trimmed close to pilot hole 22G, The Outer 
jamination 60 will then be cut in a half turn, close to 
pilot hole 24a, to provide half Iamination 60G, The next 
cut will be made close to hole2a to providehalflamina 
tion 606. The core will be cut in half turns with each 
half turn_having at least onepilot hole therein aS ShOWm. 
The core may then be assembled with a coil or coils Using 
a registration pin56 and the vibrating pilot pin 50, aS 
shown in FTGS, 4 and 5. This will provide a half turn 
core tree of gaps with Substantially perfect registration. 
FIG. 7 show's the invention applied to a two turn cut 

spirally wound core, In FTG 7, the annealed Core 1.2b 
has been drilled as at 24b and then cut into apprOXi 
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4 
mately 2, tum lengths After each few Taminations are 
aSSembled on a coil or cois a vibrating pin Such as 50 
iSinserted into plot hole 24b to close the joints and in 
Sure accurate registration of the laminations, It is gen 
erally not necessary to Spot weld the overlapped turn 
Since the closed turn will hold the assembly together dur 
ing furtherlacing 
As Will be apparent, an insulated pm or other type 

fastener may be placed in the pilot hole after it has been 
brought into registration by the Vibrating pin, The in 
Sulated pira, Such as is shown at 6:2, 64 in FIG., 6 and 72 
in FIG. 7, may be used to secure the assembled lamina 
tions without use of Welding Obviously, such insulated 
pins may also be used to reinforce a Welded assembly, if 
desired. " ~ 

From the above deScription it will be apparent that this 
invention provides a core which may be assembled with 
a preformed coil Or Coils While obtaining accurately closed 
joints and Substantially exact registration of al of the 
laminations in the core, While the invention has been 
illustrated and described With reference to a preferred 
embodiment, it will be obvious to those Skilled in the art 
that it is not limited thereto, The Scope of this invention 
Will be apparent from the appended claims, 
What is claimed as new and desired to secure by 

Letters Patent of the United Statesis: 
1. A method of assembling a WOund formed and 

annealed electromagnetic core With a preformed coil 
Which comprises; 

(a) drilling at least one pilot hole in a yoke of said 
COre: 

(b) cutting said Core into a predetermined number of 
jaminations with reference to Said pilot hole; 

(c) lacing a number of Said cut laminations about a 
preformed Core With an Outer Overlapping tamina 
tion: 

(d) placing a vibrating pin in Said pilot hole of Said 
laced taminations to close the joints in said lamina 
tions; 

(e) Continuing to lace and Vibrate Said cut Iaminations 
until said Core is entirely laced about said preformed 
Coil, 

2. A method of assembling a wound formed and an 
Healed electromagnetic core With a preformed coil as set 
forth in claim 1 in which said Overlapped lamination is 
Spot Welded, 

3. A method of aSSembing a wound formed and an 
nealed electromagnetic core With a preformed coil as set 
forth in claim 1 in which an insulated pin is placed in 
Said pilot hole after Vibrating Said laced laminations to 
Secure said laced laminations, 

4. A method of assembling a wound formed and an 
nealed electromagnetic core with a preformed coil as set 
forth in claim 1 in Which a second plot hole is drilled in 
the other yoke of Said core and a registration pin is in 
Serted in said Second pilot hole of Said number of Iaced 
laminations and other laminations are threaded over said 
registration pin as said other taminations are laced about 
Said preformed coil, v 
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