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(54) COLD PRESSURE WELDING APPARATUS, COIL MANUFACTURING APPARATUS, COIL AND 
METHOD OF MANUFACTURING THE SAME

(57) There is provided a coil manufacturing appara-
tus for forming a helical structure by connecting together
a plurality of strip-shaped flat conductors capable of hav-
ing a helical shape when continuously joined together.
The coil manufacturing apparatus comprises: a first hold-
ing part and a second holding part capable of sandwich-
ing one of the flat conductors and a different one of the
flat conductors, respectively, and disposed opposite to
each other; and a drive part for moving the first holding
part and the second holding part. The helical structure is
formed by: setting a prepared length, corresponding to
a total distance of the plurality of flat conductors in a strip
longitudinal direction, to be longer than a finished length
of the helical structure to be finally obtained in a helical
longitudinal direction by a margin; pressing end faces of
the plurality of flat conductors against each other along
the strip longitudinal direction and thus shortening dis-
tances thereof in the strip longitudinal direction to cold
pressure weld the end faces together; and setting a total
shortened distance, corresponding to an amount short-
ened by the cold pressure welding of all of the plurality
of flat conductors, to the margin.
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Description

Technical Field

[0001] The present invention relates to: a cold pressure
welding apparatus for welding flat plates together by
causing the flat plates to be pressurized and deformed;
a coil manufacturing apparatus; a coil; and a method of
manufacturing the coil.

Background Art

[0002] Examples of a coil apparatus in which a coil is
arranged around a core (stator core) of a stator core (sta-
tor) may include electrical devices such as motors, elec-
tric generators, and transformers. In such a coil appara-
tus, it is important to improve the space factor of the coil
in the core in order to achieve loss reduction and the
miniaturization thereof.
[0003] Coils using rectangular conductors (hereinafter
referred to as rectangular coils) have been known in the
art as coils capable of improving space factors in cores.
The rectangular coil is referred to also as a flatwise
(square-winding) coil, a square (square type) coil, an
edgewise coil, etc. In contrast to a coil formed by winding
a round conductive wire having a generally round cross
section perpendicular to the longitudinal direction there-
of, the rectangular coil refers to a coil formed by winding
a rectangular conductor having a rectangular cross sec-
tion perpendicular to the longitudinal direction thereof.
[0004] A method of winding an elongated rectangular
conductive wire (square conductive wire) in a generally
rectangular shape has been also known in the art as a
method of manufacturing a rectangular coil (see Patent
Literature 1, for example). A method of making a helical
structure by repeatedly performing stacking rectangular
conductors (flat conductive materials), each having a
length corresponding to one coil turn, on each other and
joining such layers together by welding means with the
upper surface of an end edge in the lower layer and the
starting and ending lower surface in the upper layer being
overlapped with each other has been also known in the
art (see Patent Literature 2, for example).
[0005] A cold pressure welding method has also been
known in the art as a method of connecting conductors
(see Patent Literature 3, for example).

Citation List

Patent Literature

[0006]

Patent Literature 1: Japanese Patent No. 3881520
Patent Literature 2: Japanese Patent Application
Laid-Open No. 2005-130676

Summary of Invention

Technical Problem

[0007] According to the method of winding an elongat-
ed rectangular conductive wire in a generally rectangular
shape as in the technique described in Patent Literature
1, however, corner portions (both on the outer peripheral
side and the inner peripheral side) of the wound wire are
inevitably curved to have rounded corners. A typical core
has a shape of a rectangular column having generally
right-angle corner portions. If a coil having rounded cor-
ners is arranged around such a core, a space is created
between the core and the coil. Such a space deteriorates
the heat dissipation performance of the coil apparatus
due to its accumulation of heat during the operation of
the coil apparatus. Consequently, due to increased coil
resistance, the coil apparatus fails to achieve high effi-
ciency. Moreover, such corner portions have limitations
on improvement in coil space factor.
[0008] Moreover, the outer periphery of the rectangular
conductive wire used in the coil is coated with an insu-
lating resin beforehand. Thus, if such a rectangular con-
ductive wire is wound, the coating is reduced at the outer
peripheral corner portions due to the bending, leading to
deterioration in the pressure resistance of the coil appa-
ratus.
[0009] For the method of stacking and welding rectan-
gular conductors, each corresponding to one coil turn,
as in the technique described in Patent Literature 2, on
the other hand, corner portions of such a coil can have
a non-curved shape. The above-described problems
about the heat dissipation performance and the space
factor can therefore be eliminated. Although the conduc-
tors are connected together by welding means, the weld-
ed portion between the upper surface of the end edge in
the lower layer and the starting and ending lower surface
in the upper layer inevitably has deteriorated character-
istics as compared to uncut portions. Thus, this technique
still has a problem in terms of stable operation.
[0010] Furthermore, a method of cold pressure weld-
ing round wire conductors has been known in the art as
one of methods of connecting conductors together. How-
ever, it has been difficult to successfully cold pressure
weld rectangular conductive wires together while improv-
ing the stability of their connected portions.
[0011] It is an object of the present invention to provide
a cold pressure welding apparatus and a coil manufac-
turing apparatus capable of successfully cold pressure
welding even rectangular conductors together and im-
proving the stability of their connected portions and to
provide a rectangular conductor coil, capable of improv-
ing its space factor and its heat dissipation performance
and causing no characteristic deterioration due to cutting
and welding, and a method of manufacturing such a coil.
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Solution to Problem

[0012] The present invention solves the above-men-
tioned problems by the following means.

(1) An aspect of the present invention provides a
cold pressure welding apparatus including: a first
holding part capable of sandwiching a first flat con-
ductor; a second holding part disposed opposite to
the first holding part and capable of sandwiching a
second flat conductor; and a drive part for moving
the first holding part and the second holding part.
The drive part can move the first holding part and
the second holding part between a first direction sep-
arated position and a close position along a first di-
rection, and can move the first holding part and the
second holding part between a second direction sep-
arated position and a sandwiching position along a
second direction. In a sandwiching state, the drive
part moves the first holding part and the second hold-
ing part to the sandwiching position, so that the first
holding part sandwiches the first flat conductor and
the second holding part sandwiches the second flat
conductor. In a pressure welding state, the drive part
moves the first holding part and the second holding
part in the sandwiching state from the first direction
separated position to a direction toward the close
position, so that an end face of the first flat conductor
and an end face of the second flat conductor are
butted and pressed against each other, and thus
welded together. In a retracted state, the drive part
moves the first holding part and the second holding
part to the first direction separated position and to
the second direction separated position, respective-
ly.
(2) An aspect of the present invention also relates
to the above-described invention and provides the
cold pressure welding apparatus according to (1)
above characterized in that the first holding part is
provided with a groove having a depth smaller than
a thickness of the first flat conductor and a width
equal to a width of the first flat conductor, and the
second holding part is provided with a groove having
a depth smaller than a thickness of the second flat
conductor and a width equal to a width of the second
flat conductor.
(3) An aspect of the present invention also relates
to the above-described invention and provides the
cold pressure welding apparatus according to (1) or
(2) above characterized in by including movement
restraining members for holding the first flat conduc-
tor and the second flat conductor at predetermined
positions in the first direction at least in the retracted
state.
(4) An aspect of the present invention also relates
to the above-described invention and provides the
cold pressure welding apparatus according to any
one of (1) to (3) above characterized in that sand-

wiching surfaces of the first holding part and sand-
wiching surfaces of the second holding part each at
least partially include an anti-slip finished surface.
(5) An aspect of the present invention also relates
to the above-described invention and provides the
cold pressure welding apparatus according to (4)
above characterized in that the anti-slip finished sur-
face is a surface with high frictional resistance.
(6) An aspect of the present invention also relates
to the above-described invention and provides the
cold pressure welding apparatus according to (4)
above characterized in that the anti-slip finished sur-
face is a high adsorptive surface.
(7) An aspect of the present invention also relates
to the above-described invention and provides the
cold pressure welding apparatus according to any
one of (1) to (6) above characterized by including a
biasing member for biasing the first holding part and
the second holding part in a direction in which they
are separated away from each other.
(8) An aspect of the present invention provides a coil
manufacturing apparatus for forming a helical struc-
ture by connecting together a plurality of strip-
shaped flat conductors capable of having a helical
shape when continuously joined together. The coil
manufacturing apparatus includes: a first holding
part and a second holding part capable of sandwich-
ing one of the flat conductors and a different one of
the flat conductors, respectively, and disposed op-
posite to each other; and a drive part for moving the
first holding part and the second holding part. The
helical structure is formed by: setting a prepared
length, corresponding to a total distance of the plu-
rality of flat conductors in a strip longitudinal direc-
tion, to be longer than a finished length of the helical
structure to be finally obtained in a helical longitudi-
nal direction by a margin; pressing end faces of the
plurality of flat conductors against each other along
the strip longitudinal direction and thus shortening
distances thereof in the strip longitudinal direction to
cold pressure weld the end faces together; and set-
ting a total shortened distance, corresponding to an
amount shortened by the cold pressure welding of
all of the plurality of flat conductors, to the margin.
(9) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (8) above
characterized in that the drive part can move the flat
conductor and the different flat conductor between
a first direction separated position and a close posi-
tion along a first direction; the drive part can move
the first holding part and the second holding part be-
tween a second direction separated position and a
sandwiching position along a second direction; in a
sandwiching state, the drive part moves the first hold-
ing part and the second holding part to the sandwich-
ing position, so that the first holding part sandwiches
the flat conductor and the second holding part sand-
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wiches the different flat conductor; in a pressure
welding state, the drive part moves the first holding
part and the second holding part in the sandwiching
state from the first direction separated position to a
direction toward the close position, so that an end
face of the flat conductor and an end face of the
different flat conductor are butted and pressed
against each other, and thus welded together; and
in a retracted state, the drive part moves the first
holding part and the second holding part to the first
direction separated position and to the second direc-
tion separated position, respectively.
(10) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (9) above
characterized in that: the first holding part and the
second holding part are each configured by a first
holder and a second holder capable of moving along
the second direction; the first holder and the second
holder each include a flat conductor holding groove,
and the flat conductor and the different flat conductor
are held by the flat conductor holding grooves when
the first holder and the second holder abut against
each other; one holder end face constituted by one
end face of the first holder and one end face of the
second holder is positioned in a space to be inside
the helical structure; and a distance from the holder
end face to the closest end of the flat conductor hold-
ing groove is smaller than a distance of the space to
be inside the helical structure along a third direction.
(11) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (9) or (10)
above characterized by including movement re-
straining members for holding the flat conductor and
the different flat conductor at predetermined posi-
tions in the first direction at least in the retracted
state.
(12) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to any one
of (8) to (11) above characterized in that sandwiching
surfaces of the first holding part and sandwiching
surfaces of the second holding part each at least
partially include an anti-slip finished surface.
(13) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (12)
above characterized in that the anti-slip finished sur-
face is a surface with high frictional resistance.
(14) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (12)
above characterized in that the anti-slip finished sur-
face is a high adsorptive surface.
(15) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to any one

of (8) to (14) above characterized by including a bi-
asing member for biasing the first holding part and
the second holding part in a direction in which they
are separated away from each other.
(16) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to any one
of (8) to (15) above characterized in that the flat con-
ductor is cold pressure welded with the different flat
conductor while a portion of the flat conductor ex-
cluding a vicinity of an end face to be cold pressure
welded is elastically deformed and/or plastically de-
formed in a helical traveling direction of the helical
structure.
(17) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (16)
above characterized in that a deformed amount of
the elastic deformation and/or the plastic deforma-
tion of the flat conductor in the helical traveling di-
rection is set to an amount to avoid interference be-
tween the first and second holding parts and the flat
conductor.
(18) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to any one
of (8) to (17) above characterized in that at least one
of the flat conductor and the different flat conductor
is a U-shaped coil piece having two corner portions.
(19) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to any one
of (8) to (18) above characterized in that the cold
pressure welding is performed while measuring the
distances in the strip longitudinal direction.
(20) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (19)
above characterized in that sliding of the flat conduc-
tor and the different flat conductor when pressed
against each other is detected in the measurement
of the distances in the strip longitudinal direction.
(21) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to (10)
above characterized in that: a plurality of holding
units each comprising the first holding part and the
second holding part are provided; the plurality of
holding units each at least have a different depth of
the flat conductor holding groove; and the helical
structure having an outer shape of a truncated quad-
rangular pyramid is formed while being sequentially
moved among the plurality of holding units.
(22) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing apparatus according to any of (8)
to (21) above characterized in that an interference
avoidance space for accommodating part of the flat
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conductor on a front side in a helical traveling direc-
tion of the helical structure.
(23) An aspect of the present invention provides a
coil manufacturing method of forming a helical struc-
ture by connecting a plurality of flat conductors to-
gether. The method includes: preparing the plurality
of strip-shaped flat conductors capable of forming
the helical structure when continuously joined to-
gether; setting a prepared length, corresponding to
a total distance of the plurality of flat conductors in
a strip longitudinal direction, to be longer than a fin-
ished length of a helical structure to be finally ob-
tained in a helical longitudinal direction by a margin;
pressing end faces of the plurality of flat conductors
against each other along the strip longitudinal direc-
tion and thus shortening distances thereof in the strip
longitudinal direction to cold pressure weld the end
faces together; and setting a total shortened dis-
tance, corresponding to an amount shortened by the
cold pressure welding of all of the plurality of flat con-
ductors, to the margin.
(24) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to (23) above
characterized in that the flat conductor is cold pres-
sure welded with a different one of the flat conductors
while a portion of the flat conductor excluding a vi-
cinity of an end face to be cold pressure welded is
elastically deformed and/or plastically deformed in a
helical traveling direction of the helical structure.
(25) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to (24) above
characterized in that a deformed amount of the elas-
tic deformation and/or the plastic deformation of the
flat conductor in the helical traveling direction is set
to an amount to avoid interference between the hold-
ing parts holding the flat conductors respectively and
the flat conductor during the cold pressure welding.
(26) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to any one of
(23) to (25) above characterized in that at least one
of the flat conductor and the different flat conductor
is a U-shaped coil piece having two corner portions.
(27) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to any one of
(23) to (26) above characterized in that the cold pres-
sure welding is performed while measuring the dis-
tances in the strip longitudinal direction.
(28) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to (27) above
characterized in that sliding of the flat conductor and
the different flat conductor when pressed against
each other is detected in the measurement of the
distances in the strip longitudinal direction.

(29) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to any one of
(23) to (28) above characterized by including: a step
of integrally shaping the helical structure in a desired
form; and a step of integrally coating the shaped hel-
ical structure.
(30) An aspect of the present invention also relates
to the above-described invention and provides the
coil manufacturing method according to any one of
(23) to (29) above characterized in that the helical
structure is shaped in a curved form in which an inner
peripheral end thereof is not coplanar with an outer
peripheral end thereof.
(31) An aspect of the present invention provides a
coil including a helical structure formed by continu-
ously joining strip-shaped flat conductors in a helical
shape in which a first helical turn of the helical struc-
ture partially includes a first thin portion with a plate
thickness thinner than a plate thickness of the other
part of the flat conductor, and a second turn contin-
uous with the first turn partially includes a second
thin portion with a plate thickness thinner than the
plate thickness of the other part of the flat conductor.
(32) An aspect of the present invention also relates
the above-described invention and provides the coil
according to (31) above characterized in that the first
thin portion is provided at least at two positions in
the first turn, and the second thin portion is provided
at least at one position in the second turn.
(33) An aspect of the present invention also relates
the above-described invention and provides the coil
according to (31) or (32) above characterized in that
the first thin portion and the second thin portion are
provided at overlapping positions in an axial center
direction of the helical structure, and a space is cre-
ated between the first and second thin portions.
(34) An aspect of the present invention also relates
the above-described invention and provides the coil
according to any one of (31) to (33) above charac-
terized in that the helical structure is integrally coat-
ed.
(35) An aspect of the present invention also relates
the above-described invention and provides the coil
according to any one of (31) to (34) above charac-
terized in that the helical structure is shaped in a
curved form in which an inner peripheral end thereof
is not coplanar with an outer peripheral end thereof.
(36) An aspect of the present invention also relates
the above-described invention and provides the coil
according to (34) above characterized in that a gap
of the flat conductor is formed between the first thin
portion and the second thin portion, and part of the
coating is embedded in the gap.
(37) An aspect of the present invention provides a
coil manufacturing method including: a step of pre-
paring a plurality of strip-shaped flat conductors ca-
pable of forming a helical structure when continu-
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ously joined together and connecting end faces of
the plurality of flat conductors together to form the
helical structure; a step of integrally shaping the hel-
ical structure in a desired form; and a step of inte-
grally coating the shaped helical structure.
(38) An aspect of the present invention also provides
the coil manufacturing method according to (37)
above characterized in that part of a first helical turn
of the helical structure is deformed to have a level
difference corresponding to a thickness of the flat
conductor along a helical traveling direction, and part
of a second helical turn of the helical structure is
deformed to have the level difference corresponding
to the thickness of the flat conductor along the helical
traveling direction.
(39) An aspect of the present invention also provides
the coil manufacturing method according to (38)
above characterized in that the part of the first turn
and the part of the second turn are positioned on the
same side surface of the helical structure.
(40) An aspect of the present invention also provides
the coil manufacturing method according to any one
of (37) to (39) above characterized in that at least
some of the plurality of flat conductors have different
widths in a strip width direction and/or different thick-
nesses.
(41) An aspect of the present invention also provides
the coil according to (31) above characterized in that
part of the first turn of the helical structure is de-
formed to have a level difference along a helical
traveling direction, and part of the second turn is de-
formed to have a level difference along the helical
traveling direction.
(42) An aspect of the present invention also provides
the coil manufacturing method according to (41)
above characterized in that the part of the first turn
and the part of the second turn are positioned on the
same side surface of the helical structure.
(43) An aspect of the present invention also provides
the coil manufacturing method according to any one
of (31), (41), and (42) above characterized in that
the helical structure has varying widths in a strip
width direction and/or thicknesses of the flat conduc-
tors connected along the helical traveling direction.

Advantageous Effects of Invention

[0013] The present invention can provide a cold pres-
sure welding apparatus and a coil manufacturing appa-
ratus capable of successfully cold pressure welding even
rectangular conductors and improving the stability of their
connected portions and provide a rectangular conductor
coil, capable of improving its space factor and its heat
dissipation performance and causing no characteristic
deterioration due to cutting and welding, and a method
of manufacturing such a coil.

Brief Description of Drawings

[0014]

Fig. 1(a) is an external view (front view) schemati-
cally illustrating part of a configuration of a cold pres-
sure welding apparatus according to the present em-
bodiment; Fig. 1(b) is a top view of a flat conductor;
and Fig. 1(c) is a cross-sectional view taken along
line A-A of Fig. 1(b).
Fig. 2 includes external views (front views) schemat-
ically illustrating holding parts of the cold pressure
welding apparatus according to the present embod-
iment.
Fig. 3 includes external views (front views) schemat-
ically illustrating the holding parts of the cold pres-
sure welding apparatus according to the present em-
bodiment.
Fig. 4 includes side views schematically illustrating
the holding part of the cold pressure welding appa-
ratus according to the present embodiment.
Fig. 5 includes top views showing rectangular con-
ductors according to the present embodiment.
Fig. 6 includes schematic diagrams illustrating a way
of cold pressure welding rectangular conductors ac-
cording to the present embodiment.
Fig. 7 includes diagrams illustrating a coil manufac-
turing apparatus according to the present embodi-
ment; Fig. 7(a) is a side view of a holding part; Fig.
7(b) is a front view of a coil; and Fig. 7(c) is a front
view of the holding part.
Fig. 8 is a side view of the holding part in the coil
manufacturing apparatus according to the present
embodiment.
Fig. 9 includes schematic diagrams for explaining a
coil manufacturing method according to the present
embodiment.
Fig. 10 includes schematic diagrams for explaining
the coil manufacturing method according to the
present embodiment.
Fig. 11 shows a modified example of coil pieces ac-
cording to the present embodiment.
Fig. 12 includes diagrams for explaining a modified
example of the coil manufacturing apparatus and the
coil manufacturing method according to the present
embodiment.
Fig. 13 includes diagrams for explaining a coil ac-
cording to the present embodiment; Fig. 13(a) is a
front view; Fig. 13(b) is a cross-sectional view; and
Fig. 13(c) is a side view.
Fig. 14 is a graph showing experimental results
about heating values of the coil according to the
present embodiment and a coil according to a con-
ventional example.
Fig. 15 includes diagrams for explaining a method
of attaching the coil according to the present embod-
iment to a stator core; Fig. 15(a) is a side view; Fig.
15(b) is a top view of Fig. 15(a); and Fig. 15(c) is a

9 10 



EP 3 263 270 A1

7

5

10

15

20

25

30

35

40

45

50

55

top view of Fig. 15(a).
Fig. 16 includes side views illustrating a helical struc-
ture of the coil according to the present embodiment.
Fig. 17 includes diagrams illustrating a helical struc-
ture of the coil according to the present embodiment;
Fig. 17(a) is an external perspective view; Fig. 17(b)
is a side view; Fig. 17(c) is an external perspective
view; and Fig. 17(d) is a side view.

Description of Embodiments

[0015] An embodiment of the present invention will
now be described below in detail with reference to the
drawings.

<Cold pressure welding apparatus>

[0016] Fig. 1 includes diagrams for explaining a cold
pressure welding apparatus 10 according to the present
embodiment. Fig. 1(a) is an external view (front view)
schematically illustrating part of the configuration of the
cold pressure welding apparatus 10; Fig. 1(b) is a top
view of a flat conductor C; and Fig. 1(c) is a cross-sec-
tional view taken along line A-A of Fig. 1(b).
[0017] As shown in Fig. 1(a), the cold pressure welding
apparatus 10 is an apparatus for cold pressure welding
two flat conductors C (C1 and C2). The cold pressure
welding apparatus 10 includes a first holding part 11, a
second holding part 12, a drive part 13, and a control part
14. Note that the flat conductor C as used in the following
description refers to a strip-shaped (tape-shaped) con-
ductor configured by flat surfaces as shown in Figs. 1(b)
and 1(c) in contrast to a round wire conductor. More spe-
cifically, the flat conductor refers to a strip-shaped mem-
ber extended long in a predetermined direction and hav-
ing two wider surfaces WS opposite to each other and
two narrower surfaces WT opposite to each other as
shown in Figs. 1(b) and 1(c) as well as a conductor with
a cross section taken perpendicular to a strip longitudinal
direction BL (cross section taken along line A-A of Fig.
1(b)) being rectangular or rectangular with rounded cor-
ners as shown in Fig. 1(c). The following description em-
ploys, as an example of the flat conductor, a rectangular
conductor (Fig. 1(b) and the upper diagram in Fig. 1(c))
having a rectangular cross section perpendicular to the
strip longitudinal direction. The flat conductor C as used
in the present invention only needs to be a strip-shaped
conductor configured by flat surfaces in contrast to the
round wire conductor. The cross-sectional view of the
conductor in the cross section taken along line A-A in
Fig. 1(b) may have an approximately square shape.
[0018] The first holding part 11 can move along a first
direction (the strip longitudinal direction of the rectangular
conductor; an X direction in Fig. 1(a)). The first holding
part 11 is configured by a first upper holder 111 and a
first lower holder 112. The first upper holder 111 and the
first lower holder 112 are disposed oppositely so as to
have opposed surfaces OS1 along the first direction

(hereinafter referred to as the X direction). Although the
upper holder shown in the figure is referred to as the first
upper holder 111 and the lower holder shown in the figure
is referred to as the second lower holder 122 in the
present embodiment for ease of explanation, such an
upper and lower relationship is not necessarily limited to
the upper and lower relationship in the vertical direction.
In other words, Fig. 1(a) may be a top view of the cold
pressure welding apparatus 10. In such a case, the first
upper holder 111 becomes a rear-side holder, for exam-
ple, and the first lower holder 112 becomes a front-side
holder, for example. Alternatively, the first upper holder
111 may be a left holder, for example, and the first lower
holder 112 may be a right holder, for example.
[0019] The first upper holder 111 and the first lower
holder 112 can move along the X direction and the op-
posed surfaces OS1 along the X direction can move
along a second direction (the plate thickness direction of
the rectangular conductor; a Y direction in Fig. 1(a)) so
as to abut against or separate from each other. The Y
direction is a direction different from the X direction, for
example, the direction perpendicular to the X direction.
[0020] The second holding part 12 is disposed oppo-
site to the first holding part 11 so that these parts have
opposed surfaces OS2 along the second direction (here-
inafter referred to as the Y direction). The second holding
part 12 has a configuration similar to that of the first hold-
ing part 11. Although the detailed description thereof is
therefore omitted, the second holding part 12 can move
along the X direction and is configured by a second upper
holder 121 and a second lower holder 122. The descrip-
tion about the "upper and lower relationship" of the sec-
ond upper holder 121 and the second lower holder 122
is similar to that of the first holding part 11.
[0021] The second upper holder 121 and the second
lower holder 122 can move along the X direction and the
opposed surfaces OS1 thereof can move along the Y
direction so as to abut against or separate from each
other.
[0022] The first holding part 11 and the second holding
part 12 are biased by biasing members (for example, coil
springs) 15 in a direction in which they are separated
away from each other along the X direction. Although the
diagrammatic illustration is omitted, the first upper holder
111 and the first lower holder 112 are biased by a biasing
member (for example, a coil spring) in a direction in which
they are separated away from each other along the Y
direction, and the second upper holder 121 and the sec-
ond lower holder 122 are biased by a biasing member
(for example, a coil spring) in a direction in which they
are separated away from each other along the Y direc-
tion.
[0023] The drive part 13 moves the first holding part
11 and the second holding part 12 along the X and Y
directions via a drive transmission part (not shown) in
accordance with an instruction from the control part 14.
[0024] Movement restraining units 17 for mainly inhib-
iting the movement of the first rectangular conductor C1
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and the second rectangular conductor C2 in the Y direc-
tion are provided lateral to the first holding part 11 and
the second holding part 12 in the X direction. The move-
ment restraining units 17 abut against the both surfaces
of the first rectangular conductor C1 (second rectangular
conductor C2) to restrain movement in the Y direction.
Additionally, the movement restraining units 17 allow for
movement toward one direction (direction in which the
first rectangular conductor C1 and the second rectangu-
lar conductor C2 are close to each other) along the X
direction and restrain movement toward the other direc-
tion (direction in which the first rectangular conductor C1
and the second rectangular conductor C2 are away from
each other) along the X direction. More specifically, the
movement restraining units 17 are roller bodies biased
toward the center direction of the first holding part 11 and
the second holding part 12 by biasing members (for ex-
ample, coil springs or flat springs) 171. The movement
restraining unit 17 is provided with projections and de-
pressions, which are not shown, (for example, projec-
tions and depressions in a shape of a saw blade) along
a circumferential direction at both ends in a rotational
center axis direction. Such roller bodies hold the rectan-
gular conductors. To explain movement restraining parts
17A and 17B of the first holding part 11, for example,
when the first rectangular conductor C1 moves in the left
direction in the figure along the X direction, the movement
restraining part 17A rotates clockwise and the movement
restraining part 17B rotates counterclockwise. This al-
lows for the movement of the first rectangular conductor
C1. When the first rectangular conductor C1 moves in
the right direction in the figure along the X direction, on
the other hand, the movement restraining part 17A tries
to rotate counterclockwise and the movement restraining
part 17B tries to rotate clockwise. However, the projec-
tions and depressions provided along the circumferential
direction at the both ends of the central axis mesh with
each other, thus preventing the rotation. The movement
of the first rectangular conductor C1 in the right direction
is thus restrained. The same applies to the second hold-
ing part 12.
[0025] Moreover, pressing parts 18 are provided later-
al to the first holding part 11 and the second holding part
12 in the Y direction. The pressing parts 18 press the first
upper holder 111 and the first lower holder 112 so that
these holders abut against each other. The pressing
parts 18 also press the second upper holder 121 and the
second lower holder 122 so that these holders abut
against each other.
[0026] Figs. 2 and 3 are front views each illustrating
the demounted first holding part 11 and second holding
part 12. These are diagrams illustrating states of their
movement.
[0027] Fig. 2 includes diagrams for explaining mainly
the movement of the first holding part 11 (the first upper
holder 111 and the first lower holder 112) and the second
holding part 12 (the second upper holder 121 and the
second lower holder 122) mainly along the Y direction.

[0028] The state in Fig. 2(a) shows a position at which
the opposed surfaces OS1 of the first upper holder 111
and the first lower holder 112 (the same applies to the
second upper holder 121 and the second lower holder
122) are separated farthest from each other in the Y di-
rection. Hereinafter, such a position will be referred to as
a Y direction separated position. This state also shows
a position at which the opposed surfaces OS2 of the first
holding part 11 and the second holding part 12 are sep-
arated farthest from each other in the X direction. Here-
inafter, such a position will be referred to as an X direction
separated position.
[0029] Fig. 2(b) shows a state in which the first upper
holder 111 and the first lower holder 112 have moved to
a position at which the opposed surfaces OS1 thereof
abut against each other from the state shown in Fig. 2(a).
In this state, the first holding part 11 sandwiches (the
wider surfaces WS of) the first rectangular conductor by
the first upper holder 111 and the first lower holder 112,
and the second holding part 12 sandwiches (the wider
surfaces WS of) the second rectangular conductor by the
second upper holder 121 and the second lower holder
122.
[0030] The first holding part 11 sandwiches the first
rectangular conductor C1 so that the first rectangular
conductor C1 projects in the direction of the second hold-
ing part 12 from the opposed surfaces OS2 along the Y
direction. Similarly, the second holding part 12 sandwich-
es the second rectangular conductor C2 so that the sec-
ond rectangular conductor C2 projects in the direction of
the first holding part 11 from the opposed surfaces OS2
along the Y direction. A projected amount A1 of the first
rectangular conductor C1 from the first holding part 11
and a projected amount A2 of the second rectangular
conductor C2 from the second holding part 12 will be
described later.
[0031] In the following description, the position at which
the opposed surfaces OS1 of the first upper holder 111
and the first lower holder 112 (the second upper holder
121 and the second lower holder 122) abut against each
other will be referred to as a sandwiching position. In
other words, the first upper holder 111 and the first lower
holder 112 (the second upper holder 121 and the second
lower holder 122) can move between the sandwiching
position and the Y direction separated position.
[0032] Moreover, a sandwiching released position (in
the Y direction) is present between the sandwiching po-
sition and the Y direction separated position as shown in
Fig. 2(c). The released position in the Y direction (here-
inafter referred to as a Y direction released position) re-
fers to a position at which the first upper holder 111 and
the first lower holder 112 (the second upper holder 121
and the second lower holder 122) are separated away
from each other by a smaller distance than the Y direction
separated position.
[0033] Note that the Y direction released position in
Fig. 2(c) can transition to the state shown in Fig. 2(b) by
moving the first upper holder 111 and first lower holder
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112 (the second upper holder 121 and the second lower
holder 122) to the position at which the opposed surfaces
OS1 thereof abut against each other.
[0034] Note that the positions of the first holding part
11 and the second holding part 12 along the X direction
keep the X direction separated position in Fig. 2.
[0035] Fig. 3 includes diagrams for mainly explaining
the movement of the first holding part 11 and the second
holding part 12 along the X direction.
Fig. 3(a) shows a position resulting from moving the first
holding part 11 and the second holding part 12 along the
X direction from the state shown in Fig. 2(b) so that the
opposed surfaces OS2 are closest to each other. Here-
inafter, such a position will be referred to as a close po-
sition. In other words, the first holding part 11 and the
second holding part 12 can move between the X direction
separated position shown in Fig. 2 and the close position
shown in Fig. 3(a). The first holding part 11 and the sec-
ond holding part 12 never abut against each other even
at the close position.
[0036] The first holding part 11 sandwiches the first
rectangular conductor C1 so that the first rectangular
conductor C1 projects by the projected amount A, and
the second holding part 12 sandwiches the second rec-
tangular conductor C2 so that the second rectangular
conductor C2 projects by the projected amount A2 (Fig.
2(b)). Thus, when the first holding part 11 and the second
holding part 12 are at the close position, the first rectan-
gular conductor C1 and the second rectangular conduc-
tor C2 are in a state abutted against (connected with)
each other and further pressed against each other with-
out causing the first holding part 11 and second holding
part 12 to abut against each other. In other words, the
projected amount A1 of the first rectangular conductor
C1 from the first holding part 11 and the projected amount
A2 of the second rectangular conductor C2 from the sec-
ond holding part 12 are set to respective amounts slightly
longer than lengths measured when the first rectangular
conductor C1 and the second rectangular conductor C2
abut against each other with the first holding part 11 and
the second holding part 12 being at the close position
(amounts capable of being abutted and then pressed
against each other).
[0037] Moreover, a pressing released position (in the
X direction) is present between the close position and
the X direction separated position (Fig. 2(a)) as shown
in Fig. 3(b). The released position in the X direction (here-
inafter referred to as an X direction released position)
refers to a position at which the first holding part 11 and
the second holding part 12 are separated away from each
other by a smaller distance than the X direction separated
position. When the first holding part 11 and the second
holding part 12 are at the X direction released position,
the first upper holder 111 and the first lower holder 112
also move to the Y direction released position so as to
separate from each other and the second upper holder
121 and the first lower holder 112 also move to the Y
direction released position so as to separate from each

other.
[0038] Note that the X direction released position in
Fig. 3(b) can transition to the state shown in Fig. 3(a).
[0039] Fig. 4 includes side views (views on an arrow
in the V direction of Fig. 1) of the first holding part 11
when the opposed surfaces OS2 of the first holding part
11 are viewed from the second holding part 12 side. Fig.
4(a) shows a state in which the first upper holder 111 and
the first lower holder 112 are at the Y direction separated
position (the state of Fig. 2(a)); and Fig. 4(b) shows a
state in which the first upper holder 111 and the first lower
holder 112 are at the sandwiching position the state of
(Fig. 2(b)).
[0040] The first upper holder 111 includes a rectangu-
lar conductor holding groove 111A provided at a position
close to one end face (the right end face in the figure)
111S in a third direction (a strip width direction of the
rectangular conductor; a Z direction in Fig. 4(a)). The first
lower holder 112 includes a rectangular conductor hold-
ing groove 112A provided at a position close to one end
face (the right end face in the figure) 112S in the third
direction (hereinafter referred to as the Z direction). The
third direction (Z direction) is a direction different from
the X direction and the Y direction and herein defined as
a direction perpendicular to the X and Y directions.
[0041] The one end face 111S of the first upper holder
111 and the one end face 112S of the first lower holder
112 lie on the same plane. The one end face in the third
direction (Z direction) refers to the front faces of the first
upper holder 111 and the first lower holder 112 in Fig. 1
and the end faces closer to an operator.
[0042] The rectangular conductor holding grooves
111A and 112A are rectangular grooves provided at po-
sitions distant inwardly from the end faces 111S and
112S of the first upper holder 111 and the first lower hold-
er 112 by a distance d1 in the third direction (Z direction)
and provided on the opposed surfaces OS1 of the first
upper holder 111 and the first lower holder 112.
[0043] Although the details will be described later, the
rectangular conductor holding grooves 111A and 112A
need to hold (sandwich) the rectangular conductor reli-
ably. Thus, their shapes are in conformity with the outer
shape of the rectangular conductor, and a depth d2 of
each groove is a depth smaller than or equal to a half of
a thickness d3 of the sandwiched rectangular conductor
(in this case, the first rectangular conductor C1). Specif-
ically, the depth of each of the rectangular conductor
holding grooves 111A and 112A is smaller than the half
of the thickness d2 of the rectangular conductor by about
5/100 mm.
[0044] As shown in Fig. 4(b), when the opposed sur-
faces OS1 of the first upper holder 111 and the first lower
holder 112 abut against each other (when being at the
sandwiching position (Fig. 2(b)), the rectangular conduc-
tor holding grooves 111A and 112A form a single hole in
a shape of a rectangular column, which passes through
the first holding part 11 in the X direction. In such a hole,
the rectangular conductor (first rectangular conductor
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C1) is in close contact with the rectangular conductor
holding grooves 111A and 112A while being compressed
in the direction of the plate thickness d2 (having a re-
duced plate thickness) and thereby sandwiched by the
first holding part 11 (the first upper holder 111 and the
first lower holder 112).
[0045] Furthermore, the rectangular conductor holding
grooves 111A and 112A each include an anti-slip finished
surface NS in order to sandwich (hold) the rectangular
conductor reliably. The anti-slip finished surface NS is a
surface with high frictional resistance or a high adsorptive
surface, for example. Specifically, the anti-slip finished
surface NS may be, for example, a surface with increased
frictional resistance due to fine uneven finish by sand-
blasting, for example, or a finished surface with projec-
tions and depressions in a shape of what is called a saw
blade, which are formed so that frictional resistance in
one direction becomes higher than frictional resistance
in the other direction. Alternatively, the anti-slip finished
surface NS may be a surface with increased adsorption
force due to the creation of a vacuum state, or a surface
with increased adsorption force due to vacuum pressure
caused by mirror finish or atomic force. If the degree of
the uneven finish is large, there is a risk of causing a non-
uniform electric field (corona discharge) and thus dam-
aging coating and the like when coils are manufactured,
for example. Therefore, the degree of fine uneven finish
that can be obtained by sandblasting is preferred. The
anti-slip finished surface is formed to have a 10% thick-
ness (depth) of the plate thickness.
[0046] Although the diagrammatic illustration is omit-
ted here, the same applies to the second holding part 12.
The second upper holder 121 includes a rectangular con-
ductor holding groove 121A provided at a position close
to one end face (front face closer to an operator) in the
third direction (the Z direction). The second upper holder
121 includes a rectangular conductor holding groove
122A provided at a position close to one end face in the
third direction. The configurations of the rectangular con-
ductor holding grooves 121A and 122A are similar to
those of the rectangular conductor holding grooves 111A
and 112A in the first holding part 11.
[0047] The drive part 13 moves the first holding part
11 and the second holding part 12 along the X direction
between the X direction separated position and the close
position via the drive transmission part (not shown) in
accordance with an instruction from the control part 14.
The drive transmission part may be configured, for ex-
ample, by a linear guide, a cam mechanism, or an ap-
propriate structure constructed by a rack and a pinion,
for example. The drive part 13 also moves the first upper
holder 111 and the first lower holder 112 along the Y
direction between the sandwiching position and the Y
direction separated position via the drive transmission
part (not shown) in accordance with an instruction from
the control part 14, and moves the second upper holder
121 and the second lower holder 122 between the sand-
wiching position and the Y direction separated position.

[0048] Thus, the drive part 13 can control the first hold-
ing part 11 and the second holding part 12 to be in any
one of a sandwiching state, a pressure welding state, a
pressure welding released state, a retracted state, and
a transition state between two of these states.
[0049] Referring back to Figs. 2 and 3, for the sand-
wiching state, the first upper holder 111 and the first lower
holder 112 in the first holding part 11 are moved along
the Y direction from the Y direction separated position
(Fig. 2(a)) to the sandwiching position (Fig. 2(b)) to cause
the first upper holder 111 and the first lower holder 112
to sandwich the first rectangular conductor C1. The sec-
ond upper holder 121 and the second lower holder 122
in the second holding part 12 are also moved along the
Y direction from the Y direction separated position (Fig.
2(a)) to the sandwiching position (Fig. 2(b)) to cause the
second upper holder 121 and the second lower holder
122 to sandwich the second rectangular conductor C2.
[0050] As described above, the first holding part 11
sandwiches the first rectangular conductor C1 so that the
first rectangular conductor C1 projects in the direction of
the second holding part 12 from the opposed surfaces
OS2 along the Y direction by the projected amount A1.
The second holding part 12 sandwiches the second rec-
tangular conductor C2 so that the second rectangular
conductor C2 projects in the direction of the first holding
part 11 from the opposed surfaces OS2 along the Y di-
rection by the projected amount A2.
[0051] At this time, the pressing parts 18 (see Fig. 1(a))
press the first upper holder 111 and the first lower holder
112 so that these holders abut against each other and
press the second upper holder 121 and the second lower
holder 122 so that these holders abut against each other.
Consequently, the first rectangular conductor C1 and the
second rectangular conductor C2 are brought into close
contact with the rectangular conductor holding grooves
111A and 112A while being compressed in the plate
thickness direction (having a reduced plate thickness)
and thereby sandwiched by the first holding part 11 and
the second holding part 12 (see Fig. 4).
[0052] Alternatively, for the sandwiching state, the first
upper holder 111 and the first lower holder 112 in the first
holding part 11, which are at the Y direction released
position (Fig. 2(c)), may be moved to the sandwiching
position (Fig. 2(b)) to cause the first upper holder 111
and the first lower holder 112 to sandwich the first rec-
tangular conductor C1. Simultaneously, the second up-
per holder 121 and the second lower holder 122 in the
second holding part 12, which are at the Y direction re-
leased position (Fig. 2(c)), may be moved to the sand-
wiching position (Fig. 2(b)) to cause the second upper
holder 121 and the second lower holder 122 to sandwich
the second rectangular conductor C2.
[0053] At this time, the pressing parts 18 also press
the first upper holder 111 and the first lower holder 112
so that these holders abut against each other and press
the second upper holder 121 and the second lower holder
122 so that these holders abut against each other. Con-
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sequently, the first rectangular conductor C1 and the sec-
ond rectangular conductor C2 are brought into close con-
tact with the rectangular conductor holding grooves 111A
and 112A in the holes while being compressed in the
plate thickness direction (having a reduced plate thick-
ness) and thereby sandwiched by the first holding part
11 and the second holding part 12 (see Fig. 4).
[0054] For the pressure welding state, the first holding
part 11 and the second holding part 12 in the sandwiching
state are moved along the X direction from the X direction
separated position (Fig. 2(a)) to the close position (Fig.
3(a)) against the biasing force from the biasing members
15. At this time, the first rectangular conductor C1
projects from the first holding part 11 and the second
rectangular conductor C2 projects from the second hold-
ing part 12. These projected amounts A1 and A2 are
amounts slightly longer than lengths measured when op-
posing end faces in the strip longitudinal direction abut
against each other with the first holding part 11 and the
second holding part 12 being at the close position (Fig.
3(a). Specifically, the opposing end faces of the first rec-
tangular conductor C1 and the second rectangular con-
ductor C2 first come into contact with (abut against) each
other before (just before) moving to the close position.
Thereafter, the first holding part 11 and the second hold-
ing part 12 are moved to the close position (Fig. 3(a)) by
the drive part 13. This causes the abutting end faces of
the first rectangular conductor C1 and the second rec-
tangular conductor C2 to be butted and pressed against
each other, and thus welded together. More specifically,
by causing the end faces of the first rectangular conductor
C1 and the second rectangular conductor C2 to be
pressed against each other, stable oxide films formed on
the end faces are removed, and such end faces are plas-
tically deformed to expose surfaces in an active state.
The faces in the active state are made close to each other
with an interval therebetween smaller than or equal to 10
angstrom to cause atomic binding between those metals.
In this manner, cold pressure welding is performed. In
other words, the first rectangular conductor C1 and the
second rectangular conductor C2 after the pressure
welding have compressed (shortened) lengths in the strip
longitudinal direction by means of the cold pressure weld-
ing as compared to before the pressure welding. The
shortened amounts are equal in the first rectangular con-
ductor C1 and the second rectangular conductor C2.
More specifically, where the length with the first rectan-
gular conductor C1 before the pressure welding is de-
fined as L01 and the length of the second rectangular
conductor C2 before the pressure welding is defined as
L02, the length of the first rectangular conductor C1 is
shortened to L01’ and the length of the second rectan-
gular conductor C2 is shortened to L02’ due to the pres-
sure welding. The shortened amounts S are equal to each
other (S = L01 - L01’ = L02 - L02’).
[0055] The first holding part 11 and the second holding
part 12 never come closer to each other after these parts
are moved to the close position. Thus, the end faces of

the first rectangular conductor C1 and the second rec-
tangular conductor C2 are stopped from further being
pressed against each other.
[0056] For the pressure welding state, the first upper
holder 111 and the first lower holder 112 the second up-
per holder 121 and the second lower holder 122 at the
Y direction released position (Fig. 2(c)) or at the Y direc-
tion released position and the X direction released posi-
tion (Fig. 3(b)) are moved to the sandwiching position
(Fig. 2(b)). The first holding part 11 and the second hold-
ing part 12 are then moved to the close position against
the biasing force from the biasing members 15. Conse-
quently, the end faces of the first rectangular conductor
C1 and the second rectangular conductor C2 are butted
and pressed against each other, and thus cold pressure
welded together (Fig. 3(a).
[0057] For the pressure welding released state, the first
holding part 11 and the second holding part 12 in the
pressure welding state are controlled to move in a direc-
tion in which they are separated away from each other
along the X direction so as to move to the X direction
released position. Additionally, the first upper holder 111
and the first lower holder 112 are controlled to move in
a direction in which they are separated away from each
other along the Y direction so as to move to a first Y
direction released position. Also, the second upper hold-
er 121 and the second lower holder 122 are controlled
to move in a direction in which they are separated away
from each other along the Y direction so as to move to a
second Y direction released position (Fig. 3(b).
[0058] In the pressure welding state, the first holding
part 11 and the second holding part 12 finally reach the
close position, thus stopping the first rectangular conduc-
tor C1 and the second rectangular conductor C2 from
further being pressed against each other. Therefore, the
first holding part 11 and the second holding part 12 per-
form the sandwiching of the first rectangular conductor
C1 and the second rectangular conductor C2 again by
transitioning to the sandwiching state from the pressure
welding state via the pressure welding released state in
order to repeat the pressing step.
[0059] Here, when the pressure welding state is
changed to the pressure welding released state (when
the pressure welding is released), the biasing members
15 exert the biasing force in the direction in which the
first upper holder 111 and the first lower holder 112 (the
same applies to the second upper holder 121 and the
second lower holder 122) are separated away from each
other. However, little clearance exists between the rec-
tangular conductor holding grooves 111A, 112A, 121A,
and 122A and the first and second rectangular conduc-
tors C1 and C2 as shown in Fig. 4. Moreover, part of the
metal fluidized by the plastic deformation of the metal
due to the pressing (expanded welded surfaces) goes
into very small clearance of the rectangular conductor
holding grooves 111A, 112A, 121A, and 122A (such as
the corners of the grooves, for example), thereby increas-
ing the degree of adhesion. Therefore, the biasing force
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only from the biasing members 15 may fail to separate
the first upper holder 111 and the first lower holder 112
(the same applies to the second upper holder 121 and
the second lower holder 122).
[0060] In view of this, the present embodiment is con-
figured so that in the pressure welding released state
(Fig. 3(b)), the first holding part (the first upper holder
111 and the first lower holder 112) is moved in a direction
away from the second holding part 12 along the X direc-
tion via the drive transmission part so as to return to a
first X direction released position and the second holding
part (the second upper holder 121 and the second lower
holder 122) is moved in a direction away from the first
holding part 11 along the X direction via the drive trans-
mission part so as to return to a second X direction re-
leased position in addition to the biasing force from the
biasing members 15.
[0061] Even when the first holding part 11 and the sec-
ond holding part 12 are forcibly moved in the direction in
which they are separated away from each other in addi-
tion to the biasing members 15, the movement restraining
units 17 restrain the movement of the first rectangular
conductor C1 and the second rectangular conductor C2
in the direction in which they are separated away from
each other along the X direction.
[0062] For the retracted state, the first holding part 11
and the second holding part 12 in the pressure welding
state, the pressure welding released state, or the sand-
wiching state are controlled so as to move along the X
direction to the X direction separated position. Also, the
first upper holder 111 and the first lower holder 112 are
moved along the Y direction so as to move to the Y di-
rection separated position and the second upper holder
121 and the second lower holder 122 are moved along
the Y direction so as to move to the Y direction separated
position (Fig. 2(a)).
[0063] The cold pressure welding apparatus 10 can
achieve the cold pressure welding of the rectangular con-
ductors by a one-time pressing step. In order to stabilize
the welded surfaces, however, it is desirable that the
pressing step be repeated a plurality of times for one
welding portion. As one example, a one-time pressing
amount (compressed amount) by the cold pressure weld-
ing apparatus 10 is about 0.5 mm for both of the first
rectangular conductor C1 and the second rectangular
conductor C2. The pressing (cold pressure welding) step
is repeated three or four times for one welding portion,
thereby compressing the rectangular conductor by about
1 mm or more (preferably 1.5 mm or more, specifically
about 2 mm). In this manner, stable welded surfaces can
be obtained.
[0064] Thus, the cold pressure welding apparatus 10
of the present embodiment performs the cold pressure
welding of the first rectangular conductor C1 and the sec-
ond rectangular conductor C2 by repeating the sandwich-
ing state, the pressure welding state, and the pressure
welding released state.
[0065] As shown in Fig. 3(a), when the first holding part

11 and the second holding part 12 transition to the pres-
sure welding state after the sandwiching state, the first
holding part 11 and the second holding part 12 are moved
to the close position. Consequently, the end faces of the
first rectangular conductor C1 and the second rectangu-
lar conductor C2 come into contact with (abut against)
each other, and then the end faces are pressed against
each other and thus cold pressure welded together. The
first holding part 11 and the second holding part 12 at
the close position never come closer to each other. Thus,
by once transitioning to the pressure welding released
state (Fig. 3(b)), the first holding part 11 and the second
holding part 12 are moved to the Y direction released
position so as to release the sandwiching of the rectan-
gular conductors and the first holding part 11 and the
second holding part are moved to the X direction released
position. Thereafter, by transitioning to the sandwiching
state, the first holding part 11 holds the first rectangular
conductor C1 so that the predetermined projected
amount A1 is projected and the second holding part 12
holds the first rectangular conductor C2 so that the pro-
jected amount A2 is projected. The sandwiching state
then transitions to the pressure welding state again. In
this manner, the pressing step can be repeated a plurality
of times for one welding portion.
[0066] In other words, the X direction released position
refers to a position allowing that the first holding part 11
can teach the first rectangular conductor C1 with the first
rectangular conductor C1 projected by the projected
amount A1 and a position allowing that the second hold-
ing part 12 can sandwich the second rectangular con-
ductor C2 with the second rectangular conductor C2 pro-
jected by the projected amount A2.
[0067] Note that the X direction released position may
not correspond to the positions that will cause the rec-
tangular conductors to project by the projected amounts
A1 and A2 when subsequently transitioning to the sand-
wiching state (without changing the positions). In such a
case, the rectangular conductors may be sandwiched
after the first holding part 11 and the second holding part
12 are moved to the positions that will cause the rectan-
gular conductors to project by the projected amounts A1
and A2, respectively, in the sandwiching state.
[0068] As shown in Fig. 3(a), the cold pressure welding
apparatus 10 may further include, in addition to the move-
ment restraining units 17, another movement restraining
unit (fixing member 16) for restraining the first rectangular
conductor C1 and the second rectangular conductor C2
from moving in the direction in which they are separated
away from each other along the X direction and restrain-
ing the first rectangular conductor C1 and the second
rectangular conductor C2 from moving along the Y direc-
tion.
[0069] As shown in Fig. 3(a), the fixing member 16 in-
cludes, as one example, two pairs of cylindrical projec-
tions 161 and 162 with an interval therebetween slightly
larger than the plate thickness of non-plastically-de-
formed portions of the first rectangular conductor C1 and
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the second rectangular conductor C2 and smaller than
the length of a welded portion CP in the plate thickness
direction; and projections (or plates) 163 (each having a
shape of a rectangular column, for example) having a
pair of restraining surfaces 163A provided lateral to the
both ends of the welded portion in the plate thickness
direction.
[0070] Even when the first rectangular conductor C1
and the second rectangular conductor C2 are in close
contact with the rectangular conductor holding grooves
111A, 112A, 121A, and 122A while the first holding part
11 and the second holding part 12 are moved by the drive
part 13 to the Y direction released position and the X
direction released position or to the Y direction separated
position and the X direction separated position in the
compression released state (Fig. 3(b)) or in the retracted
state (Fig. 2(a)), the fixing member 16 restrains the move-
ment of the first rectangular conductor C1 and the second
rectangular conductor C2. Specifically, the cylindrical
projections 161 restrain the movement of the first rectan-
gular conductor C1 in the direction separated away from
the second rectangular conductor C2 (the right direction
in the figure) along the X direction. The projections 162
restrain the movement of the second rectangular con-
ductor C2 in the direction separated away from the first
rectangular conductor C1 (the left direction in the figure)
along the X direction. The projections 161 having the
restraining surfaces 163A restrain the first rectangular
conductor C1 and the second rectangular conductor C2
from moving in an upper direction or in a lower direction
in the figure along the Y direction.
[0071] In this manner, the first rectangular conductor
C1 and the second rectangular conductor C2 can main-
tain the positions immediately after the pressure welding,
thus increasing the stability of the welded surface CP.
Therefore, the welded portion CP can be prevented from
separating after the pressure welding along with the first
holding part 11 and the second holding part 12.
[0072] Note that the fixing member 16 may be a rubber
pressing member, for example, without being limited to
the projections or the plates.
[0073] The above-described embodiment has been
described with, as one example, the configuration in
which the first holding part 11 and the second holding
part 12 stop at the X direction released position and the
Y direction released position in the pressure welding re-
leased state. However, the first holding part 11 and the
second holding part 12 may not stop at the X direction
released position and the Y direction released position,
although these parts pass through such positions. In oth-
er words, the first upper holder 111 and the first lower
holder 112 (the same applies to the second upper holder
121 and the second lower holder 122) may move among
the sandwiching position, the Y direction released posi-
tion, and the Y direction separated position without stop-
ping, and the first holding part 11 and the second holding
part 12 may move among the close position, the X direc-
tion released position, and the X direction separated po-

sition without stopping.
[0074] The cold pressure welding has been employed
in the conventional art to weld round wires. According to
the cold pressure welding apparatus 10 of the above-
described present embodiment, however, the cold pres-
sure welding of rectangular conductors can be performed
excellently and stably.
[0075] By employing coil pieces as the rectangular
conductors (the first rectangular conductor C1 and the
second rectangular conductor C2), the cold pressure
welding apparatus 10 can be used as a coil manufactur-
ing apparatus 20. This will be described below.

<Coil manufacturing apparatus>

<Coil manufacturing apparatus/rectangular conductor 
(coil piece)>

[0076] With reference to Fig. 5, a rectangular conduc-
tor C used in the coil manufacturing apparatus 20 of the
present embodiment will be described first. Fig. 5 in-
cludes top views illustrating wider surfaces WS of the
rectangular conductors C. The rectangular conductor C
has a linear shape (Fig. 5(a)) or at least one bent portion
(Figs. 5(b) to 5(e)). The rectangular conductors C are a
plurality of strip-shaped rectangular conductors capable
of having a helical shape when continuously joined to-
gether. These will be hereinafter referred to as coil piec-
es. Coil pieces having bent portions are bent in the same
direction in the strip longitudinal direction so that such
coil pieces have a helical shape when continuously joined
together. Moreover, for coil pieces having bent portions,
it is desirable that such bent portions preferably have at
least one non-curved (for example, generally right-angle)
shape.
[0077] In the following description, note that a helical
structure, formed by continuously joining (connecting) a
plurality of coil pieces (rectangular conductors) together,
in a state before being finished as a coil (helical structure
to be finally obtained) is also referred to as a coil piece.
In other words, the coil pieces (rectangular conductors)
in the following description include: a coil piece as the
smallest unit, which has a linear shape or one to four
bent portion(s) in the same direction(s) in the strip longi-
tudinal directions; and a coil piece formed by connecting
a plurality of the coil pieces as the smallest unit to form
a helical structure having one or more turns of a coil (hel-
ical structure to be finally obtained). When these need to
be distinguished from one another for ease of explana-
tion, the coil piece as the smallest unit will be referred to
as a unit coil piece; a coil piece, which is formed by con-
necting a plurality of unit coil pieces together, in a state
before being finally obtained as a coil (helical structure
to be finally obtained) will be referred to as a welded coil
piece; and a helical structure to be finally obtained (in a
finished state) will be referred to as a coil. The plurality
of coil pieces have approximately the same shapes and
areas of their cross sections perpendicular to the strip
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longitudinal direction.
[0078] As shown in Fig. 5, a unit coil piece C0 is formed,
as one example, in a shape having a linear shape or a
generally right-angle non-curved bent portion (corner
portion) by the punching of a copper plate (for example,
a thickness of 1 mm). More specifically, the unit coil piece
C0, when the wider surface WS thereof is viewed from
the above, has on a straight line with no bent portions (I-
shape) (Fig. 5(a)), an L-shape with a single bent portion
(Fig. 5(b)), a U-shape (a shape of Japanese katakana
"ko") having two bent portions (Fig. 5(c)), a generally C-
shape having three bent portions (Fig. 5(d)), or a C-shape
(generally O-shape (generally a shape of Japanese ka-
takana "ro")) having four bent portions and bent in the
same direction (Fig. 5(e). Although the U-shape, the
(generally) C-shape, and the generally O-shape are used
in the following description, the bent portions (corner por-
tions) thereof all have generally right-angle shapes.
[0079] A plurality of coil pieces (unit coil pieces and/or
welded coil pieces) are configured such that a prepared
length L0, which is equal to the total distance of the coil
pieces in the strip longitudinal direction, is longer than a
finished length of the helical structure to be finally ob-
tained (coil) in a helical longitudinal direction by a margin.
The margin is set to a total shortened distance corre-
sponding to an amount shortened by pressing when all
of the plurality of coil pieces are cold pressure welded.
The prepared length L0, the finished length, the margin,
and the total shortened distance to these will be de-
scribed in detail in the description of a coil manufacturing
method to be described later.

<Coil manufacturing apparatus/holding part>

[0080] Since the coil manufacturing apparatus 20 of
the present embodiment is an application example of the
above-described cold pressure welding apparatus 10,
the same structures as those of the cold pressure welding
apparatus 10 will be denoted by the same reference nu-
merals and redundant description will be omitted. Struc-
tures preferably used in the coil manufacturing apparatus
20 will be mainly described in the following description.
[0081] Referring back to Fig. 1, the coil manufacturing
apparatus 20 includes: a first holding part 11 and a sec-
ond holding part 12 capable of sandwiching a rectangular
conductor and another rectangular conductor, respec-
tively, and disposed opposite to each other; and a drive
part 13 for moving the first holding part 11 and the second
holding part 12. The coil manufacturing apparatus 20 is
an apparatus for forming a helical structure to be a coil
by connecting a plurality of strip-shaped rectangular con-
ductors (coil pieces) capable of having a helical shape
when continuously joined together. The prepared length,
corresponding to the total distance of the plurality of rec-
tangular conductors (coil pieces) in the strip longitudinal
direction, is set to be longer than the finished length of
the helical structure to be finally obtained in the helical
longitudinal direction by the margin. The end faces of the

plurality of rectangular conductors (coil pieces) are cold
pressure welded together while being pressed against
each other along the strip longitudinal direction and thus
shortening their distances in the strip longitudinal direc-
tion. The total shortened distance, corresponding to the
amount shortened by cold pressure welding all of the
plurality of rectangular conductors (coil pieces) together,
is set to the margin. In this manner, the coil manufacturing
apparatus 20 forms the helical structure.
[0082] In other words, according to the coil manufac-
turing apparatus of the present embodiment, as the
number of times for the addition of a coil piece (the
number of times for welding) increases, the length of the
coil piece (welded coil piece) held by the first holding part
11 or the second holding part 12 increases. The first hold-
ing part 11 and the second holding part 12 thus have a
configuration preferably used when manufacturing coils.
[0083] First, Fig. 6 includes schematic diagrams illus-
trating coil pieces during manufacture by the coil manu-
facturing apparatus 20. Fig. 6(a) is a schematic diagram
(top view) illustrating prepared unit coil pieces. Figs. 6(b)
to 6(d) are development views illustrating the unit coil
pieces and welded coil pieces during manufacture. Fig.
6(e) is a view on an arrow in the V direction of Fig. 6(d).
[0084] Here, a case where a plurality of (four in this
case) U-shaped (Japanese katakana "ko"-shaped) unit
coil pieces C0 having two bent portions are prepared and
these unit coil pieces are connected (continuously joined)
together to manufacture a coil (helical structure) 50 in a
helical shape of two turns is shown by way of example.
Chain double-dashed lines at both ends of the coil pieces
in Figs. 6(b) to 6(d) indicate the finished ends of finished
coils. This example will be described assuming that no
finished ends change (the positions of the finished ends
do not move in the right or left direction in the figure).
[0085] First, one end faces (indicated by circles) of two
unit coil pieces C01 and C02 are connected together to
form a welded coil piece CC1 as shown in Fig. 6(b) in
the first cold pressure welding. Thereafter, in the next
cold pressure welding, one end face of the welded coil
piece CC1 (either one of the non-welded end faces of
the unit coil pieces C01 and C02) is cold pressure welded
with a unit coil piece C03 to form a welded coil piece CC2
(Fig. 6(c)). In the further subsequent cold pressure weld-
ing, one end face of the welded coil piece CC2 (any one
of the non-welded end faces of the unit coil pieces C01,
C02, and C03) is cold pressure welded with a unit coil
piece C04 to finish the coil 50 (Fig. 6(d)).
[0086] In other words, the first holding part 11 or the
second holding part 12 holds a bent (in this case, U-
shaped (Japanese katakana "ko"-shaped)) coil piece,
and the welded coil piece CC1, CC2 ... having a sequen-
tially lengthened helical structure is present near the first
holding part 11 or the second holding part 12. The first
holding part 11 and the second holding part 12 thus need
to have a configuration to avoid interference with such a
coil piece.
[0087] Fig. 7 includes diagrams for explaining a con-
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figuration of the first holding part 11. Fig. 7(a) is a diagram
showing a state in which the single unit coil piece C0 is
held by the first holding part 11 (a first upper holder 111
and a first lower holder 112) when opposed surfaces OS2
with respect to the second holding part 12 are viewed
from the front. Fig. 7(b) is a front view of the finished coil
50 as viewed from the direction of the axial center of its
helical structure. The coil piece in Fig. 7(a) corresponds
to a cross-sectional view taken along line B-B in Fig. 7(b).
Although only the first holding part 11 is described here,
the same applies to the second holding part 12. Fig. 7(c)
is a front view (a cross-sectional view taken along line A-
A in Fig. 7(a)) of the first holding part 11.
[0088] When a coil piece has two or more bent portions
(for example, in the case of a U-shaped (Japanese ka-
takana "ko"-shaped) coil piece) as shown in Figs. 7(a)
and 7(b), the first holding part 11 may possibly interface
with a portion excluding the coil piece being welded (in
Fig. 7(a), a coil piece C0’ making a U-turn from the coil
piece C0 held by the first holding part 11 and extending
toward the front side). In order to avoid this, the dimen-
sions of the first holding part 11 and the coil piece (finally-
obtained coil 50) are set to satisfy the following relation-
ships in the present embodiment.
[0089] More specifically, when U-shaped (Japanese
katakana "ko"-shaped) coil pieces are connected togeth-
er, one end face of the first holding part 11, specifically,
a holder end face that is configured by one end face 111S
of the first upper holder 111 and one end face 112S of
the first lower holder 112, which is coplanar with the end
face 111S, and that is perpendicular to the opposed sur-
faces OS2, is positioned in the internal space of the hel-
ical structure (including a space to be the internal space
of the helical structure) (hereinafter, such an end face
will be referred to as a helix internal end face IS). Note
that the helical portion end face IS refers to the front face
of the first holding part 11 closer to an operator, for ex-
ample.
[0090] Therefore, rectangular conductor holding
grooves 111A and 112A in the first holding part 11 need
to be provided at appropriate positions in order to avoid
the interference between the first holding part 11 and the
coil piece. A distance d1 from the helix internal end face
IS to the closest end of the rectangular conductor holding
grooves 111A and 112A (the upper end in Fig. 7(a)) is
defined to be smaller than a distance D1 of the internal
space of the helical structure (coil 50) along a third direc-
tion (a Z direction in the figure: the strip width direction
of the coil piece to be cold pressure welded).
[0091] Also, a length d4 (Fig. 7(c)) in the X direction of
the first holding part 11 is defined to be smaller than a
distance D2 (Fig. 7(b) in the internal space of the helical
structure (coil 50) along the X direction.
[0092] Note that a burr 55 is generated in the connect-
ed portion due to the pressing when two coil pieces are
cold pressure welded together. Thus, the coil piece
(welded coil piece) is removed from the first holding part
11 and the second holding part 12 to eliminate the burr

after the completion of the cold pressure welding. There-
after, such a coil piece (welded coil piece) is cold pressure
welded with another (new) coil piece.
[0093] Fig. 8 is a diagram corresponding to (viewed
from the same direction) Fig. 7(a) and showing a state
in which a welded coil piece CC is formed. In the coil
manufacturing apparatus 20 of the present embodiment,
the welded coil piece CC is formed on one side of the
first holding part 11 (the same applies to the second hold-
ing part 12), i.e., on the first lower holder 112 side in this
case.
[0094] Since the rectangular conductor holding
grooves 111A and 112A in the first holding part 11 are
linear grooves along the X direction, only part of the linear
portion of the welded coil piece CC including one end
face thereof is held by the first holding part 11 during the
cold pressure welding. Thus, in order to avoid the inter-
ference between the welded coil piece CC and the first
holding part 11 (the first lower holder 112), the coil piece
(in this case, the welded coil piece CC) is cold pressure
welded with the coil piece held by the second holding
part 12 while elastically deforming and/or plastically de-
forming a portion of the coil piece excluding the vicinity
of the end face to be cold pressure welded so as to ex-
pand in the helical traveling direction (direction along the
Y direction) of the helical structure.
[0095] A deformed amount D3 of the elastic deforma-
tion and/or plastic deformation of the coil piece (in this
case, the welded coil piece CC) in the helical traveling
direction is set to an amount to avoid the interference
between the first holding part 11 and the coil piece. In
other words, a length (thickness) d5, along the Y direc-
tion, of the holder of the first holding part 11 on the side
where the welded coil piece is being formed (in this case,
the first lower holder 112) is defined to be smaller than
the deformed amount D3 allowed for the elastic defor-
mation and/or plastic deformation of the coil piece (in this
case, the welded coil piece CC) in the helical traveling
direction.
[0096] Here, the first lower holder 112 is provided with
an interference avoidance space ES (see also Fig. 4) on
the front side in the helical traveling direction of the helical
structure (in this case, on the lower side in the thickness
direction of the coil piece being welded; on the front side
in the Z direction (operator’s side)). The interference
avoidance space ES is a space capable of accommodat-
ing part of the welded coil piece CC. The provision of the
interference avoidance space ES allows for the avoid-
ance of the interference between part of the welded coil
piece CC being connected and the holding part (in this
case, the first lower holder 112). Although the first lower
holder 112 has an L-shape as viewed from the side there-
of in Figs. 8 and 4(a), the first lower holder 112 may have
a flat plate shape with the thickness d5 (see Fig. 8). In
such a case, a space under the first lower holder 112
serves as the interference avoidance space ES.
[0097] As described above, the coil manufacturing ap-
paratus 20 of the present embodiment forms a helical
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structure by connecting coil pieces together by means of
the cold pressure welding while elastically deforming
and/or plastically deforming the coil pieces in the helical
traveling direction (the direction along the Y direction).
Thus, the coil pieces are connected (added) together
while being expanded in the helical traveling direction
during the manufacture of the helical structure. However,
after the finished helical structure is obtained, the helical
structure is integrally shaped (for example, pressed) to
obtain the coil 50 having helical turns in close contact
with one another by being subjected to the elastic defor-
mation and/or plastic deformation for compressing the
helical structure in the helical traveling direction.
[0098] The coil manufacturing apparatus 20 of the
present embodiment manufactures a coil with a desired
length L by employing coil pieces, which are lengthened
by a compressed amount (contracted amount) (length-
ened by a margin) due to the cold pressure welding, on
the basis of the finished length of the coil and adding the
coil pieces while repeating the compression (contraction)
thereof by the cold pressure welding.
[0099] Thus, on the occasion of the cold pressure weld-
ing, the cold pressure welding is performed while meas-
uring the distance of the coil piece in the strip longitudinal
direction. In order to measure such a distance in the strip
longitudinal direction, a sliding detection mechanism (not
shown) is provided in the first holding part 11 and the
second holding part 12 (or the vicinity thereof), for exam-
ple. This can detect the sliding of the coil piece (first coil
piece) held by the first holding part 11 and the coil piece
(second coil piece) held by the second holding part 12
when pressed against each other, thereby measuring the
distances of these coil pieces in the strip longitudinal di-
rection. Such a distance in the strip longitudinal direction
may be measured simultaneously (on a real-time basis)
with the cold pressure welding or measured before and
after the cold pressure welding (or before or after the cold
pressure welding). This can yield highly-accurate dimen-
sions of the finished coil.
[0100] As shown in Fig. 7(b), the generally right-angle
bent portions of the coil piece become the corner portions
of the coil 50. In other words, the coil manufacturing ap-
paratus 20 of the present embodiment can manufacture
the coil 50 having generally right-angle inner peripheral
and outer peripheral corner portions by connecting coil
pieces formed to have generally right-angle bent portions
by means of punching, for example. A rectangular con-
ductor coil has been manufactured in the conventional
technique by winding an elongated rectangular conduc-
tor. For such winding, however, at least the inner periph-
eral corner portion of the coil inevitably has a curved
shape, thus having limitations on improvements in space
factor and heat dissipation performance, for example.
[0101] According to the coil manufacturing apparatus
of the present embodiment, however, coil pieces can be
connected together while maintaining their shapes when
formed by the punching as they are. Thus, the coil man-
ufacturing apparatus of the present embodiment can

manufacture a coil capable of: having right-angle (gen-
erally right-angle) corner portions also on the inner pe-
ripheral side of the coil; improving its space factor; and
improving its heat dissipation performance by the elimi-
nation of the unnecessary space.
[0102] In particular, the welded portion CP is provided
not in the bent portion (corner portion) but in a linear
portion. In other words, pressure welding is performed
by utilizing the linear portion of the coil piece. Conse-
quently, the form accuracy of the bent portion can be
improved, and the corner portion shaped at a right angle
(generally right angle) by the punching can be maintained
as it is, for example.

<Coil manufacturing method>

[0103] A coil manufacturing method of the present em-
bodiment will be described next. The coil manufacturing
method of the present embodiment can be carried out in
the coil manufacturing apparatus 20 described above,
for example.
[0104] More specifically, the coil manufacturing meth-
od of the present embodiment is a method of forming a
helical structure (coil) by connecting a plurality of rectan-
gular conductors (coil pieces) together. In the coil man-
ufacturing method, a plurality of strip-shaped rectangular
conductors (coil pieces) capable of forming a helical
structure when continuously joined together are pre-
pared; a prepared length L0, corresponding to the total
distance of the plurality of rectangular conductors (coil
pieces) in the strip longitudinal direction, is set to be long-
er than a finished length L of a helical structure to be
finally obtained (coil) in the helical longitudinal direction
by a margin M; end faces of the plurality of rectangular
conductors (coil pieces) are cold pressure welded togeth-
er while being pressed against each other along the strip
longitudinal direction and thus shortening their distances
in the strip longitudinal direction; and a total shortened
distance S, corresponding to an amount shortened by
cold pressure welding all of the plurality of rectangular
conductors (coil pieces), is set to the margin M.
[0105] Specifically, a case where four U-shaped (Jap-
anese katakana "ko"-shaped) unit coil pieces C0 (C01 to
C04) each having two bent portions are prepared and
these unit coil pieces are connected (continuously joined)
together to manufacture a coil (helical structure) 50 in a
helical shape of two turns will be described by way of
example with reference to Fig. 9. As with Fig. 6, Fig. 9(a)
is a top view illustrating the coil pieces C01 to C04. Figs.
9(b) to 9(d) are development views of connected coil piec-
es. A broken line in the figure indicates the axial center
of the helical structure of the finally-obtained coil 50 (the
center of a welded portion CP). Chain double-dashed
lines at both ends of the coil pieces in Figs. 9(b) to 9(d)
indicate the finished ends of the finished coils. This ex-
ample will be described assuming that no finished ends
change (the positions of the finished ends do not move
in the right or left direction in the figure).
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[0106] If the lengths of the unit coil pieces C01 to C04
in the strip longitudinal direction are defined as L01 to
L04, respectively, the prepared length L0, corresponding
to their total distance in the strip longitudinal direction,
equals L01 + L02 + L03 + L04. The prepared length L0
is set to be longer than the finished length L of the coil
50 in the helical longitudinal direction by the margin M
(L0 = L + M). When the unit coil piece C01 and the unit
coil piece C02 are cold pressure welded together by be-
ing pressed against each other along the strip longitudi-
nal direction, the length L01 of the unit coil piece C01 in
the strip longitudinal direction is compressed to L01’ (the
shortened (compressed) amount is a length correspond-
ing to a distance S1 from the center of the welded portion
CP) and the length L02 of the unit coil piece C02 in the
strip longitudinal direction is compressed to L2’ ((the
shortened (compressed) amount is a length correspond-
ing to a distance S2 from the center of the welded portion
CP) by the pressing. A welded coil piece CC1 (with a
length LC1) is thus formed (Fig. 9(b)). Thereafter, when
an end face of the welded coil piece CC1 (the non-welded
end face of the unit coil piece C01 or C02) is cold pressure
welded with the unit coil piece C03, the unit coil piece
C03 is compressed to L03’ (the shortened (compressed)
amount is a length corresponding to a distance S3 from
the center of the welded portion CP) and the welded coil
piece CC1 is compressed to LC1’ ((the shortened (com-
pressed) amount is a length corresponding to a distance
S4 from the center of the welded portion CP) by the press-
ing. A welded coil piece CC2 is thus formed (Fig. 9(c)).
When an end face of the welded coil piece CC2 (the non-
welded end face of the unit coil piece C01, C02, or C03)
is further cold pressure welded with the unit coil piece
C04, the unit coil piece C04 is compressed to L04’ (the
shortened (compressed) amount is a length correspond-
ing to a distance S5 from the center of the welded portion
CP) and the welded coil piece CC2 is compressed to
LC2’ ((the shortened (compressed) amount is a length
corresponding to a distance S6 from the center of the
welded portion CP) by the pressing. The coil 50 (helical
structure) with the finished length (length from a starting
point ST to an end point ET) L in the helical longitudinal
direction is thus formed (Fig. 9(d)). The sum of the short-
ened amounts of the coil pieces (total shortened distance
S = S1 + S2 + S3 + S4 + S5 + S6) before the finished
coil 50 is obtained by connecting the coil pieces (unit coil
pieces and/or welded coil pieces) together corresponds
to the margin M.
[0107] The coil manufacturing method of the present
embodiment will be described again in chronological or-
der. First, on the basis of the length L of the coil 50 in the
finished state, the lengths L01 to L04 of the unit coil pieces
are set and the compressed amounts S1 to S6 caused
by the cold pressure welding are set so that the total
shortened distance S is equal to the margin M.
[0108] With the thus set coil pieces, end faces of the
unit coil piece C01 and the unit coil piece C02 are con-
nected together by means of the cold pressure welding

while being pressed against each other by the set com-
pressed amounts S1 and S2 to form the welded coil piece
CC1. The compressed amounts S1 and S2 at this time
are obtained by detecting the sliding of the unit coil piece
C01 and the unit coil piece C02 when pressed against
each other and thereby measuring the distances of the
coil pieces in the strip longitudinal direction. Such a meth-
od of obtaining the compressed amounts can be similarly
used in the following cold pressure welding.
[0109] Due to the cold pressure welding of a welding
region (for example, the vicinity of the end faces of the
unit coil piece C01 and the unit coil piece C02 to be weld-
ed together), a burr is generated in the welded portion
by the pressing. Thus, a process of removing the burr is
performed after the cold pressure welding.
[0110] Next, the coil piece (the welded coil piece CC1)
is cold pressure welded with another coil piece (the unit
coil piece C03) while elastically deforming and/or plasti-
cally deforming a portion of the coil piece (the welded
coil piece CC1) excluding the vicinity of the end face to
be cold pressure welded (the non-welded end face of the
unit coil piece C01 or the unit coil piece C02) in the helical
traveling direction of the helical structure to be finally ob-
tained. The deformed amount of the elastic deformation
and/or plastic deformation of the welded coil piece CC1
in the helical traveling direction is set to an amount to
avoid the interference between the first holding part 11
and the second holding part 12, which hold the coil pieces
during the cold pressure welding, and the welded coil
piece CC1. Such a deformed amount is similarly em-
ployed in the following cold pressure welding.
[0111] Subsequently, a coil piece is similarly added.
More specifically, an end face of the welded coil piece
CC1 (non-welded end face of the unit coil piece C01 or
C02) and the unit coil piece C03 are connected together
by means of the cold pressure welding while being
pressed against each other by the compressed amounts
S3 and S4 to form the welded coil piece CC2. Thereafter,
the burr in the welding region is removed. An end face
of the welded coil piece CC2 and the unit coil piece C04
are pressed against each other by the set compressed
amounts S5 and S6 so as to be connected together by
the cold pressure welding while elastically deforming
and/or plastically deforming a portion of the welded coil
piece CC2 excluding the vicinity of the end face to be
cold pressure welded in the helical traveling direction of
the helical structure to be finally obtained. The finished
helical structure is thus obtained.
[0112] Fig. 10 is a diagram illustrating an example of
a finished helical structure 50’ (the number of turns in this
coil is different from the above-described embodiment).
Fig. 10(a) is a front view of the finished helical structure
50’ as viewed from its helix axial direction. Fig. 10(b) is
a view on an arrow in the V direction (side view) illustrating
the finished helical structure 50’ before being shaped.
Figs. 10(c) and 10(d) are side views each illustrating the
finished helical structure 50’ after being shaped.
[0113] The finished helical structure 50’ is shaped by
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press working, for example. More specifically, the helical
structure is elastically deformed and/or plastically de-
formed in the helical traveling direction in order to avoid
interference with the first holding part 11 and the second
holding part 12 during the cold pressure welding. Such
a helical structure thus has an unnecessary and non-
uniform distance (space) between adjacent helical turns.
The helical structure is thus elastically deformed and/or
plastically deformed in the helical traveling direction so
as to compress such spaces. In this manner, the helical
turns are brought closer to (brought into intimate contact
with) one another as much as possible (Fig. 10(c)).
[0114] Furthermore, the helical structure is shaped, if
necessary, to have a depressed form or a protruded form
in the axial center direction of the helical structure (the
radial direction of a stator core) in conformity with the
shape of the stator core, i.e., shaped to have a curved
form in which the inner peripheral end thereof is not co-
planar with the outer peripheral end thereof as shown in
Fig. 10(d).
[0115] Thereafter, the shaped helical structure is
dipped into a liquid insulating resin so as to be integrally
coated with the insulating resin. Note that the shaped
helical structure may be sprayed with a liquid insulating
resin so as to be integrally coated with the insulating res-
in. In the conventional technique, after an elongated con-
ductive wire with a finished coil length is coated with an
insulating resin, such a conductive wire is wound to form
a helical structure. In this case, however, the insulating
resin is stretched in the outer peripheral region of the
curved portion in such winding, resulting in reduction in
the coating thickness thereof and thus leading to deteri-
oration in the pressure resistance thereof. If the helical
structure is coated with an insulating resin before the
above-described shaping, for example, the coating thick-
ness of the insulating resin varies due to the press work-
ing, thus causing a similar problem as well. According to
the present embodiment, uniformity in the film thickness
of the insulating resin can be improved since the helical
structure shaped in a form to be attached to the stator
core is integrally coated with the insulating resin after
being shaped. Moreover, since the helical structure is
integrally coated with the insulating resin after being
shaped, the elements of the helical structure can be
bonded together by the insulating resin and the film thick-
ness can be coated with a uniform film thickness.

<Modified example of coil piece>

[0116] Fig. 11 is a diagram illustrating connection ex-
amples when coil pieces have different shapes.
[0117] Fig. 11(a) is a top view illustrating a connection
example when L-shaped coil pieces are used. A case
where four L-shaped coil pieces C0 are used to form a
connected coil piece for one turn is illustrated here. Al-
though the diagrammatic illustration is omitted for ease
of explanation, the respective coil pieces are configured
such that a prepared length L0 of these coil pieces, cor-

responding to their total distance in the strip longitudinal
direction, is also set to be longer than a finished length
L of a helical structure to be finally obtained (coil) in the
helical longitudinal direction by a margin M. The margin
M is set to a total shortened distance S corresponding to
an amount shortened by pressing when all of the plurality
of coil pieces are cold pressure welded together.
[0118] Note that the coil connected piece for one turn
may not be configured by the same shape (L-shape). In
other words, L-shaped, I-shaped (linear), and U-shaped
(Japanese katakana "ko"-shaped) coil pieces may be
combined with one another to form a coil connected piece
for one turn.
[0119] Fig. 11(b) is a top view illustrating a connection
example in which a C-shaped coil piece C0 and an I-
shaped coil piece C1 are combined with each other. Al-
though the diagrammatic illustration is omitted for ease
of explanation, the respective coil pieces are configured
such that a prepared length L0 of these coil pieces, cor-
responding to their total distance in the strip longitudinal
direction, is also set to be longer than a finished length
L of a helical structure to be finally obtained (coil) in the
helical longitudinal direction by a margin M. The margin
M is set to a total shortened distance S corresponding to
an amount shortened by pressing when all of the plurality
of coil pieces are cold pressure welded together.
[0120] Alternatively, a generally C-shaped coil piece
having three corner portions may be combined with an
L-shaped coil piece to form a coil connected piece for
one turn. Furthermore, coil pieces constituting a first turn
of a helical structure may have a combination different
from coil pieces constituting a second turn of the helical
structure.
[0121] Fig. 11(c) is a development view when a U-
shaped (Japanese katakana "ko"-shaped) coil piece C0
having two corner portions and a coil piece for one turn
of a helical structure to be finally obtained (0-shaped
(Japanese katakana "ro"-shaped) coil piece) C1 are com-
bined with each other to form a welded coil piece. Chain
double-dashed lines at both ends of the coil piece in Fig.
11(c) indicate the finished ends of the finished coil. This
example will be described assuming that no finished ends
change (the positions of the finished ends do not move
in the right or left direction in the figure).
[0122] The 0-shaped coil piece C1 is cut in its welded
portions. When one end of the U-shaped coil piece C0
and one end of the 0-shaped coil piece C1 are cold pres-
sure welded together, the U-shaped coil piece C0 is com-
pressed by a compressed amount S0 and the 0-shaped
coil piece C1 is compressed by a compressed amount
S1. A helical structure can be formed by repeating such
a step. In Fig. 9 (when the U-shaped coil piece C0 having
the same length is used), the welded portion CP is formed
at substantially the same position (overlapping position)
along the axial center of the helical structure in each turn
of the helical structure as shown in the figure. In the case
of Fig. 11(c), however, a connected portion CP is formed
at a position displaced by a predetermined amount along
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the axial center (broken line) of the helical structure in
each turn of the helical structure.

<Modified example of coil>

[0123] Fig. 12 includes diagrams illustrating a coil man-
ufacturing apparatus and a coil manufacturing method
according to a modified example. Fig. 12(a) is a sche-
matic diagram of a coil manufacturing apparatus 20’. Fig.
12(b) is a side view corresponding to Fig. 10(c), illustrat-
ing a coil 50 manufactured by the coil manufacturing ap-
paratus 20’. Fig. 12(c) is a perspective view of the coil 50.
[0124] As shown in Fig. 12(a), the coil manufacturing
apparatus 20’ may include a plurality of holding units 22
each configured by the above-described first holding part
11 and second holding part 12. The plurality of holding
units 22 (22A to 22E) may have the first holding parts 11
and the second holding parts 12 in which widths W
(widths along the Z direction; widths of rectangular con-
ductors in a strip width direction BS) of rectangular con-
ductor holding grooves 111A, 112A, 121A, and 122A are
different from one another (sequentially increased (or de-
creased)).
[0125] By using the plurality of holding units 22 each
having a different width W of the rectangular conductor
holding grooves 111A, 112A, 121A, and 122A as de-
scribed above, rectangular conductors having different
widths (widths WA to WE in the figure) can be welded
together. More specifically, a helical structure having coil
turns with respectively different lengths can be formed
by performing cold pressure welding in a different holding
unit 22 for each turn of the helical structure while moving
the helical structure sequentially among the plurality of
holding units 22. More specifically, with the use of U-
shaped (Japanese katakana "ko"-shaped) unit coil piec-
es having the same length in the strip longitudinal direc-
tion, the coil 50 (Figs. 12(b) and 12(c)) having an outer
shape of a truncated quadrangular pyramid can be
formed by connecting the coil pieces together by the cold
pressure welding while sequentially moving the coil piec-
es among the plurality of holding units 22.
[0126] Note that a plurality of holding units 22 each
having a different depth d3 of the rectangular conductor
holding grooves 111A, 112A, 121A, and 122A may be
employed. In this case, the plate thicknesses of the turns
of the helical structure constituting the coil 50 can be
made different from one another.
[0127] <Coil>
[0128] A coil of the present embodiment will be de-
scribed next with reference to Fig. 13. Fig. 13(a) is a front
view of the coil as viewed from the axial center direction
of the helical structure. Fig. 13(b) is a cross-sectional
view taken along line A-A in Fig. 13(a). Fig. 13(c) is a
side view of Fig. 13(a) as viewed from the V direction.
[0129] The coil 50 of the present embodiment is a hel-
ical structure obtained by continuously joining strip-
shaped rectangular conductors (coil pieces) together in
a helical shape. As shown in Fig. 13(a), the coil 50 in-

cludes non-curved corner portions (generally right-angle
corner portions) 50C on the inner and outer peripheral
sides of the helical structure. The coil 50 in this case has
been manufactured with the above-described coil man-
ufacturing apparatus and coil manufacturing method by
way of example.
[0130] In a conventional coil formed by winding an
elongated rectangular conductor longer than one turn of
the helical structure of a finished coil, the bent portion
thereof inevitably has a curved structure, thereby creat-
ing a large space when attached to a stator core. Such
a void leads to an increased heat retaining property, thus
placing limitations on improvement in the heat dissipation
performance of the coil. If an elongated rectangular con-
ductor is wound after being coated with an insulating res-
in, the coating thickness of the insulating resin is reduced
in the bent portion, thus deteriorating the pressure resist-
ance thereof.
[0131] In contrast to this, a shape for one turn of the
helical structure of the coil can be formed by punching
according to the coil 50 of the present embodiment. Thus,
a coil having a desired form as viewed from the front can
be formed. In other words, the coil 50 having a shape in
conformity with the shape of the stator coil and capable
of being positioned closer to the stator coil as much as
possible (at least the inner peripheral corner portion 50C
has a right-angle or generally right-angle shape) can be
obtained. This can minimize the space formed between
the coil 50 and a stator core 60 (indicated by a broken
line in Fig. 13(a)) unlike the wound coil. For example, the
length of the space (distance from the inner periphery of
the coil 50 to the stator core 60) per one side of the coil
50 can be reduced to 0.5 mm to 1.0 mm. This can improve
the heat dissipation performance. Moreover, since the
insulating resin can coat the entire coil 50 with increased
uniformity, deterioration in pressure resistance due to
variations in the film thickness of the insulating resin can
be prevented from occurring.
[0132] Moreover, in the coil 50 of the present embod-
iment, a width perpendicular to the helical traveling di-
rection of the helical structure (a width W1 of the coil
piece in the strip width direction) changes to a broadened
width W2 in the corner portion. This can also reduce coil
resistance.
[0133] Furthermore, the cold pressure welding is atom-
ic binding between metals. Thus, the connected portions
thereof are welded together reliably to an invisible level.
Thus, the stability of the connected portions can be en-
hanced significantly as compared to a configuration in
which flat surfaces of coils for one turn (or less) are con-
nected together with an adhesive material (for example,
with a fixing material or by brazing).
[0134] As shown in Fig. 13(b), part of the first helical
turn of the helical structure (for example, the first turn by
a welded coil piece CC1) is provided with a first thin por-
tion T1 having a plate thickness D8 thinner than a plate
thickness D7 of the other part of the rectangular conduc-
tor (coil piece). Also, part of the second turn (for example,
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the second turn by a welded coil piece CC2) continuous
with the first turn is provided with a second thin portion
T2 having the plate thickness D8 that is thinner than the
other part and the plate thickness D7 of the rectangular
conductor (coil piece).
[0135] As mentioned above, coil pieces are sand-
wiched by the first holding part 11 and the second holding
part 12 of the coil manufacturing apparatus 20 during the
cold pressure welding thereof. At this time, the total depth
of the rectangular conductor holding grooves 111A and
112A (the same applies to the total depth of the rectan-
gular conductor holding grooves 121A and 122A) is
smaller than the plate thickness D7 of the coil piece.
When the coil pieces are sandwiched by the first holding
part 11 and the second holding part 12 while being
pressed by the pressing parts 18, the sandwiched por-
tions are compressed in the plate thickness direction so
as to have the thickness (D8) approximately the same
as the total depth of the rectangular conductor holding
grooves 121A and 122A. The portions sandwiched by
the first holding part 11 and the second holding part 12
correspond to the first thin portion T1 and the second thin
portion T2. In other words, the first thin portion T1 and
the second thin portion T2 are formed corresponding to
the welded portions CP in the cold pressure welding. In
the case of a coil formed by connecting U-shaped (Jap-
anese katakana "ko"-shaped) coil pieces together, for
example, the first thin portion T1 is provided at two posi-
tions in the first turn, and the second thin portion T2 is
provided at two positions in the second turn. When U-
shaped unit coil pieces all have the same length, the first
thin portion T1 and the second thin portion T2 are pro-
vided at overlapping positions in the axial center direction
of the helical structure as indicated by a broken-line rec-
tangle.
[0136] When a U-shaped (Japanese katakana "ko"-
shaped) coil piece and an 0-shaped (Japanese katakana
"ro"-shaped) coil piece are combined as shown in Fig.
11, the first thin portion T1 and the second thin portion
T2, which are formed corresponding to the welded por-
tions CP in the cold pressure welding, are formed at po-
sitions displaced in opposite directions in the first turn
and the second turn so as to correspond to their connect-
ed portions CP (for the 0-shaped coil piece, only one thin
portion is formed per one turn).
[0137] All turns of the coil 50, together constituting the
helical structure, are integrally coated with an insulating
resin. This can enhance the degree of adhesion among
the turns of the helical structure. Although a gap SP of
the coil piece is formed between the first thin portion T1
and the second thin portion T2, part of the insulating resin
is embedded also in the gap SP. In other words, the in-
sulating resin enters into the gap SP since the helical
structure is dipped into the liquid insulating resin after
being finished (and after being shaped if necessary) as
described in the above-described manufacturing meth-
od. This can further enhance the degree of adhesion
among the turns of the helical structure.

[0138] In conformity with the shape of the stator core
60, the coil 50 may be shaped to have a depressed form
or a protruded form in the axial center direction of the
helical structure (the radial direction of the stator core),
i.e., shaped to have a curved form in which the inner
peripheral end thereof is not coplanar with the outer pe-
ripheral end thereof as shown in Fig. 13(c).
[0139] Fig. 14 is a graph comparing the coil 50 of the
present embodiment with a coil formed by winding a
round wire (round wire coil) for the measured heating
values thereof. The heating values (temperatures) of the
round wire coil and the coil 50 of the present embodiment
were measured over time at 5 V and 20 A.
[0140] The temperature of the round wire coil rose
sharply to 28.5°C in the first 10 seconds and to 42°C in
the first 30 seconds. Since the temperature rose to 73°C
in 90 seconds from the start, the experiment was ceased.
The temperature of the coil 50 (20 A) of the present em-
bodiment, on the other hand, rose gently to 21.1°C in the
first 10 seconds and to 21.5°C in the first 30 seconds.
The temperature reached saturation at 32.4°C after a
lapse of 1,530 seconds from the start.
[0141] As is apparent from this result, it can be said
that the temperature of the coil of the present embodi-
ment (coil in which the inner peripheral side thereof has
a generally right-angle shape (coil with the right-angle
inner periphery)) 50 hardly rises above a temperature
close to the ordinary temperature (for example, 40°C to
50°C) even during the operation thereof. Thus, it can be
said that the coil 50 of the present embodiment has sig-
nificantly high heat dissipation performance. Such high
heat dissipation performance can significantly reduce
coil resistance as compared to the conventional coil.
[0142] As shown in the same figure (b), a width W3 of
the starting edge and end edge of the helical structure
of the coil 50 may be set larger than the width W1 of the
coil 50 in the strip width direction. This can reduce coil
resistance at the starting edge and the end edge as with
the corner portions.
[0143] The coil 50 having the right-angle inner periph-
ery, which is formed by repeatedly welding end faces of
coil pieces together by means of cold pressure welding,
has been described in the present embodiment. Howev-
er, the present invention is not limited thereto. For exam-
ple, the end faces of the coil pieces may be welded ac-
cording to another welding method. Specific examples
may include various connection methods such as ultra-
sonic welding (high-frequency welding), electric welding,
and brazing.

<Method of attaching coil to stator core>

[0144] With reference to Fig. 15, an attachment exam-
ple of the coil 50 of the present embodiment to a stator
core will be described. Fig. 15(a) is a side view of the coil
50 and cassettes 51A and 51B. Fig. 15(b) is a top view
of Fig. 15(a). Fig. 15(c) is a side view top view illustrating
an attachment example to the stator core 60.
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[0145] The coil 50 of the helix axis present embodiment
is formed by being shaped in conformity with the outer
shape of the stator core as shown in Fig. 13(c) and then
being integrally coated with the insulating resin. The thus
obtained coil 50 is attached to the stator core afterward.
[0146] For this reason, the two cassettes 51A and 51B
having flanges 52A and 52B on one side in the axial cent-
er direction of the helical structure of the coil 50, for ex-
ample, are prepared as shown in Fig. 15(a). The coil 50
is introduced from the side of one cassette 51A where
no flange 52A is formed. Thereafter, the other cassette
51B is placed over the cassette 51A and these cassettes
are engaged with each other. The thus obtained coil 50
having the cassettes is inserted into the stator core 60.
Notches or engagement parts 53 to be fitted together are
provided in the cassettes 51A and 51B in the top view
shown in Fig. 15(b).
[0147] The coil 50 may be attached to one cassette
51C having a flange 52C only on one side in the axial
center direction of the helical structure and then installed
in the stator core 60 as shown in Fig. 15(c). In such a
case, the stator core 60 may be provided with a notch
61, and a retaining ring 62 for covering a portion above
the coil 50 having the cassette and the notch 61 of the
stator core 60 may be fitted together after the coil 50
having the cassette is attached to the stator core 60 in
order to prevent the coil 50 from coming off from the stator
core 60 (or from causing unnecessary movement (vibra-
tion)) due to centrifugal force during its operation.

[Helical structure of coil]

[0148] The helical structure of the coil will be further
described with reference to Figs. 16 and 17. Fig. 16 in-
cludes side views illustrating the coil 50 of the present
embodiment. Fig. 16(a) is a side view of the coil 50 as
viewed from its shorter side, and Fig. 16(b) is a side view
of the coil 50 as viewed from its longer side according to
one example. Fig. 16(c) is a side view of the coil 50 as
viewed from its shorter side, and Fig. 16(d) is a side view
of the coil 50 as viewed from its longer side according to
another example. Fig. 16(e) is a side view of the coil 50
as viewed from its shorter side according to still another
example. Fig. 17 shows a modified example of Figs. 16(b)
and 16(c). Figs. 16(a) and 16(c) are external perspective
views. Figs. 17(b) and 17(d) are side views on arrows in
Figs. 17(a) and 17(c), respectively.
[0149] When a plurality of U-shaped (Japanese ka-
takana "ko"-shaped) unit coil pieces shown in Fig. 6 are
connected together to form a helical structure, for exam-
ple, the unit coil piece is gradually deformed along the
helical traveling direction for one turn from the first helical
turn TC1 to the second helical turn TC2 so as to absorb
the thickness of the unit coil piece as shown in Figs. 16(a)
and 16(b). Such a step is repeated for each turn.
[0150] More specifically and strictly speaking, for the
coil 50 according to one example of the present embod-
iment, each coil piece is connected to the next coil piece

while being slightly tilted to form the helical structure as
shown in Figs. 16(a) and 16(b). Although a shorter-side
side surface (Fig. 16(a)) and a longer-side side surface
(Fig. 16(b)) of the coil 50 are illustrated here, all of the
four side surfaces of the coil 50 are tilted similarly.
[0151] The coil 50 of the present embodiment is not
limited to the above-described structure. Helical struc-
tures as shown in Figs. 16(c) to 16(e) may be employed.
[0152] More specifically, part of the first helical turn
TC1 of the helical structure is deformed to create a level
difference B corresponding to the thickness of the coil
piece along the helical traveling direction and part of the
second helical turn TC2 is deformed to have the level
difference B corresponding to the thickness of the coil
piece along the helical traveling direction as shown in
Fig. 16(b). Such a step is repeated to form a helical struc-
ture. An area where the level differences B are created
is present only on one side surface (for example, one of
the shorter-side side surfaces) of the coil 50. The level
differences B are created in the same area, i.e., the level
difference B in the second turn is created on the level
difference B in the first turn.
[0153] The thickness of the coil piece is absorbed by
the level difference B created only on one side surface
as described above. Thus, as shown in the longer-side
side view in Fig. 16(d), the coil pieces are layered gen-
erally horizontally without being tilted for the other three
side surfaces.
[0154] Such a configuration can make the outermost
peripheral surfaces of the coil flat without a starting edge
SE and an end edge EE of the coil 50 being projected.
More specifically, in the helical structure shown in Figs.
16(a) and 16(b), a surface (the lower end face in the
figure) of the coil 50 including the starting edge SE is not
coplanar with a coil surface SF11’ formed by making a
loop from a coil surface SF12’ of the starting edge SE
and positioned on a side opposite to the coil surface
SF12’, creating a level difference therebetween as shown
in Fig. 16(a). Similarly, a surface (the upper end face in
the figure) of the coil 50 including the end edge EE is not
coplanar with a coil surface SF22’ positioned on a side
opposite to a coil surface SF21’ of the end edge EE,
creating a level difference therebetween. Such level dif-
ferences cause no significant problem when the thick-
ness of the coil piece is relatively thin. When the coil piece
has a large thickness, however, spaces corresponding
to such level differences need to be provided when the
coil is set to the cassettes 51A and 51B as shown in Fig.
15. Additionally, the thus created gaps may cause a prob-
lem such as the backlash of the coil 50.
[0155] In contrast to this, a surface (the lower end face
in the figure) of the coil 50 including the starting edge SE
is provided (generally) coplanar with a coil surface SF11
formed by making a loop from a coil surface SF12 of the
starting edge SE and positioned on a side opposite to
the coil surface SF12, and a surface (the upper end face
in the figure) of the coil 50 including the end edge EE is
provided (generally) coplanar with a coil surface SF22
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positioned on a side opposite to a coil surface SF21 of
the end edge EE according to the helical structure shown
in Figs. 16(c) and 16(d). This can reduce the size of the
outer shape of the coil 50 and can enhance the degree
of adhesion to the cassettes 51A and 51B.
[0156] Fig. 16(e) shows another example having a hel-
ical structure similar to that shown in Figs. 16(c) and 16(d)
but having a different coil piece shape. The coil piece
has a (generally) square cross section having a width W
in the strip width direction BS and a thickness d2 approx-
imately equal to each other as shown in Fig. 16(e). When
the thickness d2 is large relative to the width W as in this
example, it is more preferred to employ the helical struc-
ture in which the level differences B are provided on one
side surface of the coil 50 as shown in Fig. 16(e).
[0157] Fig. 17 includes diagrams illustrating another
example of the present embodiment. As shown in Fig.
17, all of the coil pieces constituting the coil 50 (all of the
coil pieces connected together along the helical traveling
direction) may each have a different width W in the strip
width direction BS and a different thickness d2. For ex-
ample, in the coil 50 shown in Fig. 17, coil pieces, each
having a gradually increased width W (WA, WB ...) and
a gradually decreased thickness d2 from a starting edge
SE toward an end edge EE, are connected together.
[0158] Note that only the widths W of coil pieces may
vary (change) or only the thicknesses d2 of coil pieces
may vary (change) without being limited to the above-
described example.
[0159] With such a configuration, the coil 50 in a shape
of a desired truncated quadrangular pyramid can be man-
ufactured. If the helical structure as shown in Fig. 16(a)
is employed especially with a plurality of coil pieces hav-
ing different thicknesses d2 as in this example, a differ-
ence between the thicknesses d2 of the coil pieces in the
starting edge SE and the end edge EE causes a differ-
ence between the level difference values of the outer-
most peripheral (upper outermost peripheral and lower
outermost peripheral in the figure) coil surfaces. This in-
creases the size of the outer shape of the coil 50 and
makes the shape of the coil 50 non-uniform (asymmetric).
Therefore, an extra space further needs to be provided
in the cassettes 51A and 51B. Additionally, this leads to
an increased possibility of making the reliable attachment
of the coil 50 to the cassettes 51A and 51B difficult to
achieve. If the helical structure in which the level differ-
ences B are created on one side surface of the coil 50 is
employed in such a case, the outermost peripheral coil
surfaces can be made (generally) flat (coil surfaces SF11
and SF12 can be made coplanar with each other and coil
surfaces SF21 and SF22 can be made coplanar with
each other) even when the thicknesses d2 of the coil
pieces vary. Thus, a significant size reduction in the outer
shape of the coil 50 can be achieved and the trouble
when the coil 50 is attached to the cassettes 51A and
51B can be prevented from occurring.
[0160] Although the case where the level differences
B are provided on a shorter-side side surface of the coil

50 has been described by way of example in the above-
described example, the level differences B may be pro-
vided on a longer-side side surface of the coil 50. The
positions where the level differences B are provided can
be appropriately selected depending on the shapes of
the drawn starting edge SE and end edge EE.
[0161] The present invention can be configured by var-
ious embodiments without being limited to the above-
described embodiment. For example, the bent portion of
a coil piece may have a curved shape.
[0162] One of the coil piece is not limited to a coil piece
formed by punching a copper plate. One of the coil piece
may be formed by arranging a plurality of thin rectangular
conductors (for example, rectangular conductors each
having a square cross section in the strip longitudinal
direction as shown in Fig. 16(e)) in parallel. Alternatively,
a coil may be configured partially by a coil piece formed
by punching a copper plate and partially by a coil piece
formed by arranging thin rectangular conductors in par-
allel.

Industrial Applicability

[0163] The present invention can be employed, for ex-
ample, when a coil apparatus using a rectangular coil is
manufactured. Reference Signs List

10 cold pressure welding apparatus
20 coil manufacturing apparatus
11 first holding part
12 second holding part
50 coil

ITEMS

[0164]

1. A cold pressure welding apparatus comprising:

a first holding part capable of sandwiching a first
flat conductor;
a second holding part disposed opposite to the
first holding part and capable of sandwiching a
second flat conductor; and
a drive part for moving the first holding part and
the second holding part, wherein:

the drive part can move the first holding part
and the second holding part between a first
direction separated position and a close po-
sition along a first direction;
the drive part can move the first holding part
and the second holding part between a sec-
ond direction separated position and a
sandwiching position along a second direc-
tion;
in a sandwiching state, the drive part moves
the first holding part and the second holding
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part to the sandwiching position, so that the
first holding part sandwiches the first flat
conductor and the second holding part
sandwiches the second flat conductor;
in a pressure welding state, the drive part
moves the first holding part and the second
holding part in the sandwiching state from
the first direction separated position to a di-
rection toward the close position, so that an
end face of the first flat conductor and an
end face of the second flat conductor are
butted and pressed against each other, and
thus welded together; and
in a retracted state, the drive part moves the
first holding part and the second holding part
to the first direction separated position and
to the second direction separated position,
respectively.

2. The cold pressure welding apparatus according
to item 1, wherein
the first holding part is provided with a groove having
a depth smaller than a thickness of the first flat con-
ductor and a width equal to a width of the first flat
conductor, and
the second holding part is provided with a groove
having a depth smaller than a thickness of the sec-
ond flat conductor and a width equal to a width of
the second flat conductor.
3. The cold pressure welding apparatus according
to item 1 or 2, comprising
movement restraining members for holding the first
flat conductor and the second flat conductor at pre-
determined positions in the first direction at least in
the retracted state.
4. The cold pressure welding apparatus according
to any one of items 1 to 3, wherein
sandwiching surfaces of the first holding part and
sandwiching surfaces of the second holding part
each at least partially include an anti-slip finished
surface.
5. The cold pressure welding apparatus according
to item 4, wherein
the anti-slip finished surface is a surface with high
frictional resistance.
6. The cold pressure welding apparatus according
to item 4, wherein
the anti-slip finished surface is a high adsorptive sur-
face.
7. The cold pressure welding apparatus according
to any one of items 1 to 6, comprising
a biasing member for biasing the first holding part
and the second holding part in a direction in which
they are separated away from each other.
8. A coil manufacturing apparatus for forming a hel-
ical structure by connecting together a plurality of
strip-shaped flat conductors capable of having a hel-
ical shape when continuously joined together, the

coil manufacturing apparatus comprising:

a first holding part and a second holding part
capable of sandwiching one of the flat conduc-
tors and a different one of the flat conductors,
respectively, and disposed opposite to each oth-
er; and
a drive part for moving the first holding part and
the second holding part, wherein
the helical structure is formed by:

setting a prepared length, corresponding to
a total distance of the plurality of flat con-
ductors in a strip longitudinal direction, to
be longer than a finished length of the helical
structure to be finally obtained in a helical
longitudinal direction by a margin;
pressing end faces of the plurality of flat con-
ductors against each other along the strip
longitudinal direction and thus shortening
distances thereof in the strip longitudinal di-
rection to cold pressure weld the end faces
together; and
setting a total shortened distance, corre-
sponding to an amount shortened by the
cold pressure welding of all of the plurality
of flat conductors, to the margin.

9. The coil manufacturing apparatus according to
item 8, wherein:

the drive part can move the flat conductor and
the different flat conductor between a first direc-
tion separated position and a close position
along a first direction;
the drive part can move the first holding part and
the second holding part between a second di-
rection separated position and a sandwiching
position along a second direction;
in a sandwiching state, the drive part moves the
first holding part and the second holding part to
the sandwiching position, so that the first holding
part sandwiches the flat conductor and the sec-
ond holding part sandwiches the different flat
conductor;
in a pressure welding state, the drive part moves
the first holding part and the second holding part
in the sandwiching state from the first direction
separated position to a direction toward the
close position, so that an end face of the flat
conductor and an end face of the different flat
conductor are butted and pressed against each
other, and thus welded together; and
in a retracted state, the drive part moves the first
holding part and the second holding part to the
first direction separated position and to the sec-
ond direction separated position, respectively.
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10. The coil manufacturing apparatus according to
item 9, wherein:

the first holding part and the second holding part
are each configured by a first holder and a sec-
ond holder capable of moving along the second
direction;
the first holder and the second holder each in-
clude a flat conductor holding groove, and the
flat conductor and the different flat conductor are
held by the flat conductor holding grooves when
the first holder and the second holder abut
against each other;
one holder end face constituted by one end face
of the first holder and one end face of the second
holder is positioned in a space to be inside the
helical structure; and
a distance from the holder end face to the closest
end of the flat conductor holding groove is small-
er than a distance of the space to be inside the
helical structure along a third direction.

11. The coil manufacturing apparatus according to
item 9 or 10, comprising
movement restraining members for holding the flat
conductor and the different flat conductor at prede-
termined positions in the first direction at least in the
retracted state.
12. The coil manufacturing apparatus according to
any one of items 8 to 11, wherein
sandwiching surfaces of the first holding part and
sandwiching surfaces of the second holding part
each at least partially include an anti-slip finished
surface.
13. The coil manufacturing apparatus according to
item 12, wherein
the anti-slip finished surface is a surface with high
frictional resistance.
14. The coil manufacturing apparatus according to
item 12, wherein
the anti-slip finished surface is a high adsorptive sur-
face.
15. The coil manufacturing apparatus according to
any one of items 8 to 14, comprising
a biasing member for biasing the first holding part
and the second holding part in a direction in which
they are separated away from each other.
16. The coil manufacturing apparatus according to
any one of items 8 to 15, wherein
the flat conductor is cold pressure welded with the
different flat conductor while a portion of the flat con-
ductor excluding a vicinity of an end face to be cold
pressure welded is elastically deformed and/or plas-
tically deformed in a helical traveling direction of the
helical structure.
17. The coil manufacturing apparatus according to
item 16, wherein
a deformed amount of the elastic deformation and/or

the plastic deformation of the flat conductor in the
helical traveling direction is set to an amount to avoid
interference between the first and second holding
parts and the flat conductor.
18. The coil manufacturing apparatus according to
any one of items 8 to 17, wherein
at least one of the flat conductor and the different flat
conductor is a U-shaped coil piece having two corner
portions.
19. The coil manufacturing apparatus according to
any one of items 8 to 18, wherein
the cold pressure welding is performed while meas-
uring the distances in the strip longitudinal direction.
20. The coil manufacturing apparatus according to
item 19, wherein
sliding of the flat conductor and the different flat con-
ductor when pressed against each other is detected
in the measurement of the distances in the strip lon-
gitudinal direction.
21. The coil manufacturing apparatus according to
item 10, wherein:

a plurality of holding units each comprising the
first holding part and the second holding part are
provided;
the plurality of holding units each at least have
a different depth of the flat conductor holding
groove; and
the helical structure having an outer shape of a
truncated quadrangular pyramid is formed while
being sequentially moved among the plurality of
holding units.

22. The coil manufacturing apparatus according to
any one of items 8 to 21, comprising
an interference avoidance space for accommodating
part of the flat conductor on a front side in a helical
traveling direction of the helical structure.
23. A coil manufacturing method of forming a helical
structure by connecting a plurality of flat conductors
together, the method comprising:

preparing the plurality of strip-shaped flat con-
ductors capable of forming the helical structure
when continuously joined together;
setting a prepared length, corresponding to a
total distance of the plurality of flat conductors
in a strip longitudinal direction, to be longer than
a finished length of a helical structure to be finally
obtained in a helical longitudinal direction by a
margin;
pressing end faces of the plurality of flat conduc-
tors against each other along the strip longitu-
dinal direction and thus shortening distances
thereof in the strip longitudinal direction to cold
pressure weld the end faces together; and
setting a total shortened distance, correspond-
ing to an amount shortened by the cold pressure
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welding of all of the plurality of flat conductors,
to the margin.

24. The coil manufacturing method according to item
23, wherein
the flat conductor is cold pressure welded with a dif-
ferent one of the flat conductors while a portion of
the flat conductor excluding a vicinity of an end face
to be cold pressure welded is elastically deformed
and/or plastically deformed in a helical traveling di-
rection of the helical structure.
25. The coil manufacturing method according to item
24, wherein
a deformed amount of the elastic deformation and/or
the plastic deformation of the flat conductor in the
helical traveling direction is set to an amount to avoid
interference between the holding parts holding the
flat conductors respectively and the flat conductor
during the cold pressure welding.
26. The coil manufacturing method according to any
one of items 23 to 25, wherein
at least one of the flat conductor and the different flat
conductor is a U-shaped coil piece having two corner
portions.
27. The coil manufacturing method according to any
one of items 23 to 26, wherein
the cold pressure welding is performed while meas-
uring the distances in the strip longitudinal direction.
28. The coil manufacturing method according to item
27, wherein
sliding of the flat conductor and the different flat con-
ductor when pressed against each other is detected
in the measurement of the distances in the strip lon-
gitudinal direction.
29. The coil manufacturing method according to any
one of items 23 to 28, comprising:

a step of integrally shaping the helical structure
in a desired form; and
a step of integrally coating the shaped helical
structure.

30. The coil manufacturing method according to any
one of items 23 to 29, wherein
the helical structure is shaped in a curved form in
which an inner peripheral end thereof is not coplanar
with an outer peripheral end thereof.
31. A coil comprising a helical structure formed by
continuously joining strip-shaped flat conductors in
a helical shape, wherein
a first helical turn of the helical structure partially in-
cludes a first thin portion with a plate thickness thin-
ner than a plate thickness of the other part of the flat
conductor, and
a second turn continuous with the first turn partially
includes a second thin portion with a plate thickness
thinner than the plate thickness of the other part of
the flat conductor.

32. The coil according to item 31, wherein
the first thin portion is provided at least at two posi-
tions in the first turn, and
the second thin portion is provided at least at one
position in the second turn.
33. The coil according to item 31 or 32, wherein
the first thin portion and the second thin portion are
provided at overlapping positions in an axial center
direction of the helical structure, and a space is cre-
ated between the first and second thin portions.
34. The coil according to any one of items 31 to 33,
wherein the helical structure is integrally coated.
35. The coil according to any one of items 31 to 34,
wherein
the helical structure is shaped in a curved form in
which an inner peripheral end thereof is not coplanar
with an outer peripheral end thereof.
36. The coil according to item 34, wherein
a gap of the flat conductor is formed between the
first thin portion and the second thin portion, and part
of the coating is embedded in the gap.
37. A coil manufacturing method comprising:

a step of preparing a plurality of strip-shaped flat
conductors capable of forming a helical struc-
ture when continuously joined together and con-
necting end faces of the plurality of flat conduc-
tors together to form the helical structure;
a step of integrally shaping the helical structure
in a desired form; and
a step of integrally coating the shaped helical
structure.

38. The coil manufacturing method according to item
37, wherein
part of a first helical turn of the helical structure is
deformed to have a level difference corresponding
to a thickness of the flat conductor along a helical
traveling direction, and part of a second helical turn
of the helical structure is deformed to have the level
difference corresponding to the thickness of the flat
conductor along the helical traveling direction.
39. The coil manufacturing method according to item
38, wherein
the part of the first turn and the part of the second
turn are positioned on a same side surface of the
helical structure.
40. The coil manufacturing method according to any
one of items 37 to 39, wherein
at least some of the plurality of flat conductors have
different widths in a strip width direction and/or dif-
ferent thicknesses.
41. The coil manufacturing method according to item
31, wherein
part of the first turn of the helical structure is de-
formed to have a level difference along a helical
traveling direction, and part of the second turn is de-
formed to have a level difference along the helical
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traveling direction.
42. The coil manufacturing method according to item
41, wherein
the part of the first turn and the part of the second
turn are positioned on a same side surface of the
helical structure.
43. The coil manufacturing method according to any
one of items 31, 41 and 42, wherein
the helical structure has varying widths in a strip
width direction and/or thicknesses of the flat conduc-
tors connected along the helical traveling direction.

Claims

1. A coil manufacturing apparatus for forming a helical
structure by connecting together a plurality of strip-
shaped flat conductors capable of having a helical
shape when continuously joined together, the coil
manufacturing apparatus comprising:

a first holding part and a second holding part
capable of sandwiching one of the flat conduc-
tors and a different one of the flat conductors,
respectively, and disposed opposite to each oth-
er; and
a drive part for moving the first holding part and
the second holding part, wherein
the helical structure is formed by:

setting a prepared length, corresponding to
a total distance of the plurality of flat con-
ductors in a strip longitudinal direction, to
be longer than a finished length of the helical
structure to be finally obtained in a helical
longitudinal direction by a margin;
pressing end faces of the plurality of flat con-
ductors against each other along the strip
longitudinal direction and thus shortening
distances thereof in the strip longitudinal di-
rection to cold pressure weld the end faces
together; and
setting a total shortened distance, corre-
sponding to an amount shortened by the
cold pressure welding of all of the plurality
of flat conductors, to the margin.

2. The coil manufacturing apparatus according to claim
1, wherein:

the drive part can move the flat conductor and
the different flat conductor between a first direc-
tion separated position and a close position
along a first direction;
the drive part can move the first holding part and
the second holding part between a second di-
rection separated position and a sandwiching
position along a second direction;

in a sandwiching state, the drive part moves the
first holding part and the second holding part to
the sandwiching position, so that the first holding
part sandwiches the flat conductor and the sec-
ond holding part sandwiches the different flat
conductor;
in a pressure welding state, the drive part moves
the first holding part and the second holding part
in the sandwiching state from the first direction
separated position to a direction toward the
close position, so that an end face of the flat
conductor and an end face of the different flat
conductor are butted and pressed against each
other, and thus welded together; and
in a retracted state, the drive part moves the first
holding part and the second holding part to the
first direction separated position and to the sec-
ond direction separated position, respectively.

3. The coil manufacturing apparatus according to claim
2, wherein:

the first holding part and the second holding part
are each configured by a first holder and a sec-
ond holder capable of moving along the second
direction;
the first holder and the second holder each in-
clude a flat conductor holding groove, and the
flat conductor and the different flat conductor are
held by the flat conductor holding grooves when
the first holder and the second holder abut
against each other;
one holder end face constituted by one end face
of the first holder and one end face of the second
holder is positioned in a space to be inside the
helical structure; and
a distance from the holder end face to the closest
end of the flat conductor holding groove is small-
er than a distance of the space to be inside the
helical structure along a third direction.

4. The coil manufacturing apparatus according to claim
2 or 3, comprising

movement restraining members for holding the
flat conductor and the different flat conductor at
predetermined positions in the first direction at
least in the retracted state.

5. The coil manufacturing apparatus according to any
one of claims 1 to 4, wherein

sandwiching surfaces of the first holding part
and sandwiching surfaces of the second holding
part each at least partially include an anti-slip
finished surface.

6. The coil manufacturing apparatus according to claim
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5, wherein

the anti-slip finished surface is a surface with
high frictional resistance.

7. The coil manufacturing apparatus according to claim
5, wherein

the anti-slip finished surface is a high adsorptive
surface.

8. The coil manufacturing apparatus according to any
one of claims 1 to 7, comprising

a biasing member for biasing the first holding
part and the second holding part in a direction
in which they are separated away from each oth-
er.

9. The coil manufacturing apparatus according to any
one of claims 1 to 8, wherein

the flat conductor is cold pressure welded with
the different flat conductor while a portion of the
flat conductor excluding a vicinity of an end face
to be cold pressure welded is elastically de-
formed and/or plastically deformed in a helical
traveling direction of the helical structure.

10. The coil manufacturing apparatus according to claim
9, wherein

a deformed amount of the elastic deformation
and/or the plastic deformation of the flat conduc-
tor in the helical traveling direction is set to an
amount to avoid interference between the first
and second holding parts and the flat conductor.

11. The coil manufacturing apparatus according to any
one of claims 1 to 10, wherein

at least one of the flat conductor and the different
flat conductor is a U-shaped coil piece having
two corner portions.

12. The coil manufacturing apparatus according to any
one of claims 1 to 11, wherein

the cold pressure welding is performed while
measuring the distances in the strip longitudinal
direction.

13. The coil manufacturing apparatus according to claim
12, wherein

sliding of the flat conductor and the different flat
conductor when pressed against each other is
detected in the measurement of the distances

in the strip longitudinal direction.

14. The coil manufacturing apparatus according to claim
3, wherein:

a plurality of holding units each comprising the
first holding part and the second holding part are
provided;
the plurality of holding units each at least have
a different depth of the flat conductor holding
groove; and
the helical structure having an outer shape of a
truncated quadrangular pyramid is formed while
being sequentially moved among the plurality of
holding units.

15. The coil manufacturing apparatus according to any
one of claims 1 to 14, comprising

an interference avoidance space for accommo-
dating part of the flat conductor on a front side
in a helical traveling direction of the helical struc-
ture.

16. A coil manufacturing method of forming a helical
structure by connecting a plurality of flat conductors
together, the method comprising:

preparing the plurality of strip-shaped flat con-
ductors capable of forming the helical structure
when continuously joined together;
setting a prepared length, corresponding to a
total distance of the plurality of flat conductors
in a strip longitudinal direction, to be longer than
a finished length of a helical structure to be finally
obtained in a helical longitudinal direction by a
margin;
pressing end faces of the plurality of flat conduc-
tors against each other along the strip longitu-
dinal direction and thus shortening distances
thereof in the strip longitudinal direction to cold
pressure weld the end faces together; and
setting a total shortened distance, correspond-
ing to an amount shortened by the cold pressure
welding of all of the plurality of flat conductors,
to the margin.

17. The coil manufacturing method according to claim
16, wherein

the flat conductor is cold pressure welded with
a different one of the flat conductors while a por-
tion of the flat conductor excluding a vicinity of
an end face to be cold pressure welded is elas-
tically deformed and/or plastically deformed in
a helical traveling direction of the helical struc-
ture.
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18. The coil manufacturing method according to claim
17, wherein

a deformed amount of the elastic deformation
and/or the plastic deformation of the flat conduc-
tor in the helical traveling direction is set to an
amount to avoid interference between the hold-
ing parts holding the flat conductors respectively
and the flat conductor during the cold pressure
welding.

19. The coil manufacturing method according to any one
of claims 16 to 18, wherein

at least one of the flat conductor and the different
flat conductor is a U-shaped coil piece having
two corner portions.

20. The coil manufacturing method according to any one
of claims 16 to 19, wherein

the cold pressure welding is performed while
measuring the distances in the strip longitudinal
direction.

21. The coil manufacturing method according to claim
20, wherein

sliding of the flat conductor and the different flat
conductor when pressed against each other is
detected in the measurement of the distances
in the strip longitudinal direction.

22. The coil manufacturing method according to any one
of claims 16 to 21, comprising:

a step of integrally shaping the helical structure
in a desired form; and
a step of integrally coating the shaped helical
structure.

23. The coil manufacturing method according to any one
of claims 16 to 22, wherein

the helical structure is shaped in a curved form
in which an inner peripheral end thereof is not
coplanar with an outer peripheral end thereof.
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