
DESCRIPTION  Stacked core assembly method and its apparatus TECHNICAL FIELD
The present invention relates to a stacked core assembly  method and its
apparatus, which stacks a thin-strip material  while forwardly feeding it,
and more particularly, to a stacked  core assembly method and its
apparatus, in which a stacked  member is rotatable in a die in a stacked
cavity. BACKGROUND ART In general, a stacked core, for example, a motor
stacked  core is formed in the following manner. A thin-strip material
intermittent carried into a press die by a feeder, by means of  the
thin-strip material intermittent proceeding through a  plurality of
pressing and/or punching process cavities of the  press die, mounted to a
press machine. A thin-sheet plate is  then constantly intermittent stacked
to a prior stacked member  immediately after being punched out from the
thin-strip  material as a sheet of plate, pressed and interlocked to the
prior stacked member in the stacking cavity of the press die.  Since a
thickness of the each punched out thin-sheet of plate  vary within itself,
due to prior pressing and/or punching  processes, as a conventional method,
rotate in a predetermined  angle a stacking cavity device, a block having
the stacking 1 cavity and rotates in the press die. The thin-sheet of plate



is interlocked to the prior stacked member with pressure.  Thereafter, a
thickness of the stacked core is within a  predetermined thickness. An
equipment of angle indexing  apparatus for driving the stacking cavity
device in the  predetermined angle is set to the press machine, which is
driven  by continuous rotational power, transmitted from the driving  unit
of the press machine. The angle indexing apparatus is driven for rotating
the  stacking cavity device during a Feeding-Phase period of time  (by
means of a Crank Angle from 270  to 90  ) of the press machine  as well as
the thin-strip material is carried to next pressing  and/or punching
process cavity. When the angle indexing  apparatus completes rotating the
stacking cavity device (by  means of the Crank Angle at 90 of the press
machine ), the press  machine starts its Machining-Phase and runs in to a
Machining-Phase period of time (by means of the Crank Angle from  90  to
270  ) of the press machine. During the Machining-Phase  period of time,
neither the angle indexing apparatus drives  stacking cavity device nor is
the thin-strip material carried  to next process cavity. Thereafter, the
thin-strip material  at each cavity is pressed/punched and at the stacking
cavity,  a thin-sheet of plate is punched out from the thin-strip
material, pressed and interlocked to the prior stacked member. The angle
indexing apparatus is set as to rotate at in  the Feeding-Phase period of
the press machine, includes a cam 2 



unit having a cam driven by an input shaft , and an indexing unit  having
an output shaft and a plurality of cam rollers contacted  to the cam unit.
By the pivoting cam rollers which rotate by  the cam unit, in a
predetermined angle, and thereby, the output  shaft is rotated in the
predetermined angle so that the angle  indexing apparatus drive the
stacking cavity device. In a conventional stacking core apparatus, an input
shaft  of an angle indexing apparatus is connected to a driving unit  of a
press machine by a transmission member. Thus, the input  shaft of the angle
indexing apparatus continuously rotates at  a constant rotational speed,
synchronized to a constant  rotational speed of the driving unit of the
press machine.  Hence the output shaft of the angle indexing apparatus has
been  equally intermittent driven synchronized to the Feeding-Phase  period
of the press machine, by means of the output shaft of  the angle indexing
apparatus rotates in the predetermined angle  during the Feed-Phase period
of time (i.e.; Crank the Angle from  2700 to 90) of the press machine, and
is in a non-rotational  state during a Machining-Phase period of time
(i.e.; the Crank  Angle from 90 0 to 270) of the press machine. In the
above conventional stacking core apparatus, the  rotation of the output
shaft of the angle indexing apparatus  stops rotating when the Feed-Phase
period of time completes  (i.e.; at the Crank Angle of 900 ) at the same
time, as well  as in the same time the Machining-Phase period of time
starts.  That is, when the Machining-Phase period of time starts, each 



3 pilot protrusion arranged at an upper portion of the press die
immediately jump into pilot protrusion guide holes respectably  to
predetermined guide holes arranged in each cavity device,  when the stacked
member is rotated and rotation is stopped.  However, in an event of the
press machine is operated at a  high-speed, when the Feeding-Phase period
of press machine  completes and in the same time the Machining-Phase of
period  of the press machine starts, the pilot protrusions immediately
jump into their pilot guide holes, but the stacking cavity  device is still
in pivoting motion and is not in a settlement  state. When arc of pivoting
pilot guide holes vary since the  stacking cavity device is still in
pivoting motion, when pilot  protrusions jump into other than pilot guide
holes, pilot  protrusions are broken and/or damaged. For this reason, a
high-speed operation can not be achieved. An example of conventional method
in order to achieve the  high-speed operation, is to set the angle indexing
apparatus  output shaft rotational less than an angle of 1800 (e.g. , 150,
120, etc.) in respect to the input shaft rotation an angle of  180, in
order to obtain a time to attenuate the pivoting motion  when the rotation
is stopped. However, this additional  mechanical structure change leads to
a reduction of strength  of the angle indexing apparatus and also to its
transmitting  rotational torque to the stacking cavity device, and thus it
is impossible to achieve a high-speed operation. 



4 DISCLOSURE OF THE INVENTION The present invention has been proposed in
order to solve  the above problem. Accordingly, it is an object of the
present  invention to provide a stacked core assembly method and its
apparatus, which can achieve a high-speed operation in a state  of keeping
strength of an angle indexing apparatus. The first stacked core assembly
method according to the  present invention is a stacked core assembly
method, which  performs stacking in a manner of sequentially rotating a
stacking cavity device when assembling a stacked member,  characterized in
that, in the stacking process, an angle indexing apparatus for  rotating
the stacking cavity device is arranged, and an output  driving shaft of the
angle indexing apparatus is provided with  a non-rotating state period of
time after a rotating state  period of time completion and before a
Feeding-Phase period of  time completion, within the predetermined
Feeding-Phase period  of time range. Therefore, according to the stacked
core assembly method  of the present invention, as described above, the
angle indexing  apparatus rotates the stacking cavity device at a
predetermined  angle, and thereafter, the non-rotational period of time is
set  until the Feeding-Phase period on the time completes. As a  result,
the pivoting motion of the stacking cavity device is  settled during the
non-rotational period of time, and in the  



case where each pilot protrusions punch arranged at an upper 5 portion of
the press die jump into pilot protrusion guide holes  respectably to
predetermined guide holes arranged in the  stacking cavity device, so that
the pilot protrusion punch has  no interference and collision with other
portions of the stacked  member. Therefore, it is possible to achieve a
high-speed  operation. And in the second stacked core assembly method of
the  present invention, the non-rotational state period of time is  set by
driving the output driving shaft of the angle indexing  apparatus in an
accelerated rotational speed during a  predetermined Feed-Phase period of
time, it is possible to  offset the pivoting motion of the stacked core
without reducing  the strength of the angle indexing apparatus itself.
Further, according to a stacked core assembly apparatus,  there is provided
a stacked core assembly apparatus, which  comprises a press machine, a
feeder for feeding a thin-strip  material into the press machine, and an
angle indexing apparatus  outputting an intermittent rotation when a driven
from the press  machine is transmitted thereto, and a stacking member or
stacked  core is formed in an intermittent rotational stacking cavity
device, whereas driven by the angle indexing apparatus  intermittently and
the angle indexing device is driven by a  constant rotational speed of a
driving unit of the press machine,  characterized in that, 



the angle indexing apparatus is connected to the driving  unit of the press
machine via a non-synchronous transmitting 6 apparatus, and an output shaft
of the non-synchronous  transmitting apparatus has a variable rotating
speed period of  time with respect to an input shaft of the non-synchronous
transmitting apparatus, and thereby, a non-rotating state  period of time
is provided after a rotating state period of time  completion and before a
Feeding-Phase period of time completion,  within the predetermined
Feeding-Phase period of time range. Therefore, according to the stacked
core assembly  apparatus of the present invention, in order to secure the
non-rotating state period on the output shaft of the angle  indexing
apparatus, a non-synchronous transmitting apparatus  is installed, when the
constant rotational speed is transmitted  to the input shaft of the
non-synchronous transmitting  apparatus from the driving unit of the press
machine. In order  for the stacking cavity device to complete the rotation
in  advance to the Feeding-Phase period of the press machine  completes, a
non-synchronous mechanism transform and transmit  the output shaft of the
non-synchronous apparatus a variable  rotational speed. Hence the input
shaft of the angle indexing  apparatus rotates at variable speed and thus,
stacking cavity  device rotates in an accelerated manner and its rotating
period  time is shorter than the Feeding-Phase period of time of the  press
machine. As a result, the angle indexing apparatus has  



the non-rotation period of time until the Feeding-Phase period  is
completed after the rotation of the angle indexing apparatus  on the
completes. In the case where each pilot protrusions 7 punch arranged at an
upper portion of the press die jump into  pilot protrusion guide holes
respectably to predetermined guide  holes arranged in the stacking cavity
device, so that the pilot  protrusion punch has no interference and
collision with other  portions of the stacked member. Therefore, it is
possible to  achieve a high-speed operation. According to the fourth
stacked core assembly apparatus,  the input and output shafts of the
non-synchronous transmitting  apparatus are arranged in an eccentric
position, and are  connected by a connecting lever, which is rotatably
supported  by pins eccentrically positioned with respect to each of
rotational axis of the input shaft and that of the output shaft. Theref
ore, in the non- synchronous transmitting apparatus,  when the input shaft
(rotary shaft of the press machine side)  is rotated, the rotation output
is transmitted to the output  shaft (rotary shaft of the angle indexing
apparatus side)  positioned eccentrically with the input shaft by the
connecting  lever. Therefore, the constant rotational speed of the input
shaft is transmitted as the variable rotational speed of the  output shaft.
In other words, the angle indexing apparatus  connected to the output shaft
of the non-synchronous  transmitting apparatus has an advanced rotating
state period  



with respect to the Feeding-Phase period of the press machine.  Thus, the
non-rotating state period of time is set prior to the  Machining-Phase
period of the press machine starts, and thereby,  pivoting motion of the
stacking cavity device is settled prior 8 to the Machining-phase period of
time starts. Therefore, the  non-rotating period of time is provided
without making small  the index angle of the angle indexing apparatus, the
angle  indexing apparatus can be configured without reducing the  strength
of the angle indexing apparatus itself. BRIEF DESCRIPTION OF DRAWINGS FIG.
1 is a top view depicting an assembly apparatus  according to an embodiment
of the present invention; FIG. 2 is a rear view of a press machine,
depicting a  non-synchronous transmitting apparatus and an angle indexing
apparatus shown in FIG. 1; FIG. 3 is a cross-sectional view showing the
non-synchronous transmitting apparatus shown in FIG. 2;  FIG. 4 is a
cross-sectional view taken along a line IV-IV of FIG. 3, depicting a
non-synchronous transmitting mechanism;  FIG. 5 is a graph showing motion
angles of an input and  a output shafts of the non-synchronous
transmitting; FIG. 6 is a graph showing a Crank Angle of a press machine;
and FIG. 7 is a side view showing the angle indexing apparatus shown in
FIG. 2. 



BEST MODE FOR CARRYING OUT THE INVENTION The following description of an
embodiment of the present  invention is made with reference to FIG.1-
FIG.7. In these 9 drawings, as shown in FIG. 1, a stacked core assembly
apparatus  (hereinafter, referred to as assembly apparatus) M comprises  a
press machine 1 used as assembly apparatus, a feeder 3, a press  die 5, an
angle indexing apparatus 7, and a non-synchronous  transmitting apparatus
10. The feeder 3 feeds a thin-strip  material W to the press machine 1, and
the press die 5 is mounted  on a bolster plate 2 of the press machine.
Further, the angle  indexing apparatus 7 is connected to a stacking cavity
device  51 in the press die 5 when receiving a drive from the press
machine 1, and thereafter, is driven. The non-synchronous  transmitting
apparatus 10 is interposed between the angle  indexing apparatus 7 and a
driving section of the press machine  1. The thin-strip material W is fed
into the press machine 1  by the feeder 3, and then, is equally
intermittent  pressed/punched in each cavity of the press die 5 mounted in
the press machine 1. Thereafter, a thin-sheet of plate is  punched out from
the thin-strip of material, pressed and  interlocked to a prior stacked
member, in the stacking cavity  device 51 as to form a stacked core. The
stacking cavity device  51 rotates at a predetermined angle every time one
thin-sheet  of plate is stacked at the stacking cavity device 51. The press
die 5 mounted on the bolster plate 2 of the press  



machine 1 is formed with each cavity device and assembled into  a die
chassis for equally intermittent press/punch the strip  material W thus
fed. The stacking cavity device 51 for punching  out the thin plate from
the thin-strip material W and stacking 10 to the prior stacked member is
arranged as a final cavity device  in the press die 5. In FIG. 2, the
non-synchronous transmitting apparatus 10  is arranged on a rear portion of
the press machine 1 in the  following manner. An input shaft 12 is
connected via a belt  8 from one end of a driving section (i.e., Crank
shaft (not  shown)) of the press machine 1, and an output shaft 13 is
connected to the angle indexing apparatus 7 arranged on the rear  portion
of the press machine 1 via a coupling device 20. As shown in FIG. 3 and
FIG. 4, the non-synchronous  transmitting apparatus 10 has a box 11 for
housing a  non-synchronous transmitting mechanism shown in FIG. 4, an input
shaft 12 and an output shaft 13. The input shaft 12 is inserted  through
the box 11 from one direction to a rotating axis  direction, and the output
shaft 13 is inserted through the box  11 from another direction to the
rotating axis direction. One  end of the input shaft 12, a pulley 9 is
secured outside the  box 11 and the other end of the input shaft 12 portion
toward  into the box 11 is sustained by a support wall 111 standing from
an internal bottom wall of the box 11, a first rotating lever  15 is
rotatably attached to the other end of the input shaft  



12. The first rotating lever 15 is formed as substantially a  sector shape.
One end of the output shaft 13 is connected to  the coupling device 20 (see
FIG. 2) outside the box 11 and the  other end of output shaft 12 portion
toward into the box 11 is  sustained by a support wall 112 standing from an
internal bottom 11 wall of the box 11, a second rotating lever 16 is
rotatably  attached to the other end of the output shaft 13. The first
rotating lever 16 is formed as substantially a sector shape.  The second
rotating lever 16 is attached so as to face the first  rotating lever 15
attached to the input shaft 12. A connecting lever 17 is interposed between
the f irst and  second rotating levers 15 and 16. The connecting lever 17
is  rotatably connected to the first rotating lever 15 via a first
connecting pin 18 arranged at a position eccentric with the  input shaft 12
as well as rotatably connected to the second  rotating lever 16 via a
second connecting pin 19 arranged at  a position eccentric with the input
shaft 13. A distance Ll between the rotating axis of the f irst  rotating
lever 15 (rotating axis of the input shaft 12) and that  of the first
connecting pin 18, and a distance L2 between the  rotating axis of the
first rotating lever 16 (rotating axis of  the input shaft 13) and that of
the second connecting pin 19,  are set in the same. The input shaft 12 and
the output shaft  13 are arranged at a position eccentric to the box 11.
The input shaf t 12 is supported to the box 11 mounted with  



the pulley 9 at its one end and the support wall 111 by a bearing;  on the
other hand, the output shaf t 13 is supported to the main  body case 11 and
the support wall 112 by a bearing. Whereas,  the rotation of the driving
section of the press machine 1 is  transmitted sequentially to the input
shaf t 12, the f irst  rotating lever 15, the first connecting pin 18, the
connecting 12 lever 17, the second connecting pin 19, the second rotating
lever 16 and the output shaft 13. The input shaft 12 and the  output shaft
13 are at an eccentric position to the other, and  the connecting lever 17
is connected to the first and second  rotating levers 15 and 16 at the
rotational axis and the  eccentric position. Referring to FIG.5, a
revolution of the  input shaft 12 at a constant rotating speed is
transmitted to  the output shaft 13 the revolution at a variable rotational
speed, enable connecting lever 17 rotate a faster and a slower  rotational
speeds to the constant rotational speed of the input  shaft 12. In FIG. 5,
the input shaft 12 is driven at the constant  rotational speed and a
circular locus P of the rotational axis  of the first connecting pin 18 is
shown with positions (P1, P2,  P3 and to P12) with an equal interval of an
angle of 300. The  locus P is shown as one end of the distance L1 (a line
between  the rotational axis of the first rotating lever 15 and the
rotational axis of the first connecting pin 18). On the other  hand, the
output shaft 13 is positioned eccentric to the input  



shaft 12, a locus R of the rotational axis of the second  connecting pin 19
is shown with position (R1, R2, R3 and to R12)  with a variable interval of
an angle of corresponding to the  positions of the rotational axis of the
first connecting pin  18 there of. The locus R is shown as one end of the
distance  L2 (a line between the rotational axis of the second rotating
lever 16 and the rotational axis of the second connecting pin 13 19).
Therefore, while the locus P rotates in the constant  rotational speed
means of with the equal interval, the locus  R rotates in the variable
rotational speed means of with the  variable interval. When the faster
rotating speed period (R3,  R4, R5 and to R8) is set within the range of
Feeding-Phase period  of the press machine, the output shaft 13 is in the
rotational  state period of time of T1, wherein the rotational speed is
faster than the input shaft 12 thereof , in the case where the  input shaft
12 is rotated within a range of the crank angle of  Feeding-Phase period of
time (2700 to 900), the Feeding-Phase  period of time completes (crank
angle of 900) of the output shaft  13 comes faster than the Feeding-Phase
period of time completes  (crank angle of 900) of the input shaft 12 (TI in
FIG. 6).  Therefore, the output shaft 13 becomes in a rotation-stopped
state (non-rotating period of time T in FIG. 6) until the input  shaft 12
reaches to the crank angle of 900. For an example,  when the output shaft
13 rotates by an angle of 1800 while the  input shaft 12 is rotated by an
angle of 16 00, the output shaft  



13 is in the non rotational state during the input shaft 12  is rotating
between the Crank Angle of 700 and 900. In FIG.2, the output shaft 13 of
the non-synchronous  transmitting apparatus 10 is connected to a cam shaft
32  projected from a box 31 of the angle indexing apparatus 7 by  a
coupling device 20. The rotation of the output shaft 13 of  the
non-synchronous transmitting apparatus 10 is transmitted  to a driving
shaft 33 of the angle indexing apparatus 7. The 14 angle indexing apparatus
7 employs known angle indexing  mechanism, whereas includes a cam unit
having a cam driven by  a cam shaft 3 2, and an indexing unit having an
output shaft and  a plurality of cam rollers contacted to the cam unit. As
shown in FIG. 7, the driving shaft 33 is arranged so  as to upwardly
project from an upper wall of the box 31, and  is connected to a rotatably
driving section (not shown) of the  stacking cavity device 51 of the press
die 5 via a tension unit  35. The tension unit 35 is provided with a pair
of tension  pulley 39; 39, which connects a pulley 36 mounted to the
driving  shaft 33 and a pulley 37 mounted to the press die by a belt 38
and applies a tension to the belt 38. Next, an operation of the assembly
apparatus M having the  above structure is described below with reference
to FIG. 1,  FIG.2, FIG3, FIG.4 and FIG. 5. When the press machine I is
operated, the feeder 3 feeds  the thin-strip material W into the press die
5. In the press  



die 5, the thin-strip material W is fed to each cavity so that  each
process can be carried out. In this case, in one rotation  of the press
machine 1, an upper press die is positioned near  the Upper Dead Point
within a range of the Crank Angle from 2 7 00,  to 900 (the Feed-Phase
period of time) and the feeder 3 feed the  thin-strip material W, and in a
range from 900 to 2700 (the  Machining-Phase period of time), the upper
press die moves down  toward a lower press die, and thereafter, each pilot
protrusions  jump into the pilot guide holes as to carry out process. 15 On
the other hand, in the Feed-Phase period of time, a  rotation output is
transmitted to the crankshaft of the press  machine I via the belt 8 and
the pulley 9. Then, the input shaft  12 of the non-synchronous transmitting
apparatus 10 is  continuously rotated at a constant rotational speed as the
same  rotation of the crank shaft, and thereby, rotates the first  rotating
lever 15 along the rotating axis of the input shaft 12. The connecting
lever 17 is connected to the first rotating  lever 15 via the first
connecting pin 18; on the other hand,  the second connecting pin 19 is
connected to the second rotating  lever 16 rotating together with the
output shaft 13 positioned  eccentrically with the input shaft 12. Thus, as
shown in FIG.  5, the constant rotational speed of the input shaft 12 is
transmitted and transferred to the variable rotational speed  of the output
shaft 13. The variable rotation of the output  



shaft 13 is transmitted to the cam shaft 32 of the angle indexing
apparatus 7 by the coupling devise 20 so as to make an  intermittent
rotation of the driving shaft 33 of the angle  indexing apparatus 7.
Thereafter, an accelerated speed is  transmitted to the sequentially
rotating stacking cavity device  51 of the press die 5. In case of the
stacking cavity driving  device 51 is rotating in a high speed, the
stacking cavity device  is in the pivoting motion state immediately after
the rotating  state completion due to an inertia force. When the output
shaft 13 of the non-synchronous 16 transmitting apparatus is driven in
variable rotational speed  within the Feed-Phase period on time, the
rotation of the  driving shaft 33 of the angle indexing apparatus 7
complete  earlier than the rotation of the input shaft 12 of the
non-synchronous transmitting apparatus 10. Thereby the  driving shaft 33 is
in the non-rotating state between the  rotating state completion and
Feed-phase period of time  completed, means of period of time T. During the
time period  T, the pivoting motion state of the stacking cavity device is
settled its motion and secured in the predetermined position. When. the
Machining-Phase period of time start, pilot  protrusion arranged in the
upper portion of the press die jump  into the pilot guide holes, as well as
punching out from the  thin-strip material and in the stacking cavity
device 51,  stacking member or stacking core is formed. 



According to the assembly method of the embodiment of the  invention, the
angle indexing apparatus 7 rotates the stacking  cavity device in the
predetermined angle, and thereafter, the  non-rotating period of time T is
set until the Feeding-Phase  period of time is completed. As a result, the
pivoting motion  state by the inertia force of the rotation of the stacking
cavity  device is settled during the non-rotating period of time T, and
the predetermined position of the pilot guide holes is secured  correctly
where the pilot protrusions arranged in the upper  portion of the press die
jump into. Therefore, it is possible  to achieve a high-speed operation. 17
Further, the driving shaft 33 of the angle indexing  apparatus 7 is rotated
at the variable rotational speed, and  non-rotating period of time top
period T is set; therefore, it  is possible to maintain high speed
operation without reducing  the strength of the angle indexing apparatus 7
or without  reducing indexing angle of the angle indexing apparatus.
Therefore, according to the stacked core assembly  apparatus M of the
embodiment of the present invention, in order  to secure the non-rotating
state period on the put shaft of the  angle indexing apparatus, a
non-synchronous transmitting  apparatus is installed, when the constant
rotational speed is  transmitted to the input of the non-synchronous
transmitting  apparatus 10 from the driving unit of the press machine 1. In
order for the stacking cavity device to complete the rotation  



in advance to the Feeding-Phase period of the press machine  completes, a
non-synchronous transmitting apparatus 10  transform and transmit the
output shaft 13 of the  non-synchronous apparatus a variable rotational
speed. Hence  the input shaft 12 of the angle indexing apparatus 7 rotates
at variable speed and thus, stacking cavity device rotates in  an
accelerated manner and its rotating period time is shorter  than the
Feeding-Phase period of time of the press machine 1.  As a result, the
angle indexing apparatus 7 has the non-rotation  period of time T until the
Feeding-Phase period is completed  after the rotation of the angle indexing
apparatus 7 completes.  In the case where each pilot protrusions punch
arranged at an 18 upper portion of the press die jump into pilot protrusion
guide  holes respectably to predetermined guide holes arranged in the
stacking cavity device, with no interference and no collision.  Therefore,
it is possible to achieve a high-speed operation. In the non-synchronous
transmitting apparatus 10, when  the input shaft 12(rotary shaft of the
press machine 1 side)  is rotated, the rotation output is transmitted to
the output  shaft (rotary shaft of the angle indexing apparatus side) 13
positioned eccentrically with the input shaft 12 by the  connecting lever
17. Therefore, the constant rotation of the  input shaft 12 is transmitted
as the variable rotation of the  output shaft 13. In other words, the angle
indexing apparatus  7 connected to the output shaft 12 of the
non-synchronous  



transmitting apparatus 10 has an advanced rotating state with  respect to
the Feeding-Phase period of the press machine 1.  Thus, the non-rotating
state period of time is set prior to the  Machining-Phase period of the
press machine 1 starts, and  thereby, pivoting motion of the stacking
cavity device is  settled prior to the Machining-phase period of time
starts.  Therefore, the non-rotating period of time T is provided without
making small the index angle of the angle indexing apparatus  7, the angle
indexing apparatus 7 can be configured without  reducing the strength of
the angle indexing apparatus itself . The stacked core assembly methods and
its apparatus of  the present invention are not limited to the above
embodiment.  For example, the driving shaft may be stopped at a
predetermined 19 position using a servo motor in place of the angle
indexing  apparatus 7. Further, in the case of using the non-synchronous
apparatus, a publicly known non-synchronous transmitting  apparatus may be
employed. 20 CLAIMS 1. A stacked core assembly method, which performs
stacking in a manner of sequentially rotating a stacking cavity  device
when assembling a stacked member, characterized in that, in the stacking
process, an angle indexing apparatus for  rotating the stacking cavity
device is arranged, and an output  driving shaft of the angle indexing
apparatus is provided with  



a non-rotating state period of time after a rotating state  period of time
completion and before a Feeding-Phase period of  time completion, within
the predetermined Feeding-Phase period  of time range. 2. The stacked core
assembly method according to claim  1, wherein the non-rotational state
period of time is set by  driving the output driving shaft of the angle
indexing apparatus  in an accelerated rotational speed during a
predetermined  Feed-Phase period of time. 3. A stacked core assembly
apparatus, which comprises a  press machine, a feeder for feeding a
thin-strip material into  the press machine, and an indexing apparatus
outputting an  intermittent rotation when driven from the press machine is
transmitted thereto, and a stacking member or stacked core is  formed in an
intermittent rotational stacking cavity device,  whereas driven by the
angle indexing apparatus intermittently 21 and the angle indexing device is
driven by a constant rotational  speed of a driving unit of the press
machine, characterized in  that, the angle indexing apparatus is connected
to the driving  unit of the press machine via a non-synchronous
transmitting  mechanism, and an output shaft of the non-synchronous
transmitting mechanism has a variable rotating speed period of  time with
respect to an input shaft of the non-synchronous  transmitting mechanism,
and thereby, a non-rotating state  



period of time is provided after a rotating state period of time
completion and before a Feeding-Phase period of time completion,  within
the predetermined Feeding-Phase period of time range. 4. The stacked core
assembly apparatus according to claim  3, wherein the input and output
shafts of the non-synchronous  transmitting mechanism are arranged in an
eccentric position,  and are connected by a connecting levers, which is
rotatably  supported by pins eccentrically positioned with respect to each
of rotational axis of the input shaft and that of the output  shaft. 22 


