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It has been found that with a conventional shap- ing technique it is very
difficult in a rational production An electric connector terminal,
primarily a so-cal-  to manufacture the strips with two loop portions with
led ISDN-jack, and a method of manufacturing con-  the required accuracy,
since there will occur a block- tact strips therefor. Jacks of this type
and a method   5   ing of the supply of strip material to two sets of loop
of manufacturing contact strips therefor are known  shaping tools operating
at the same time. In connec- from practice and from EP-A-0039569.
tion with the invention, however, there is provided a The present invention
relates to an electric con-  particular method, which makes it possible to
produce nector terminal, primarily a so-called ISDN-jack, of  such strips
rapidly and rationally with the use of two the type in which a plurality of
contact strips extend   10  sets of conventional shaping tools having loop
form- side by side between a contactor area adapted for en-  ing piston
members each cooperating with a matrix gagement with a complementary
terminal and a con-  tool. nector area, in which the contact strips are
shaped    This method is characteristic in that the strip ma- with a bent
out U- or V-loop adapted to receive re-  terial is caused to be
stationarily fixed in the area be- spective connector wires, preferably by
receiving the   15  tween the two loop bending areas and also to be fixed
wire ends in V-shaped recesses in the loop portions.  or clamped somewhat
outside these areas, here by The development tends towards a global stan-
means of clamping tools, which are positively dis- dardization of that type
of connector jacks, at least as  placed inwardly towards the loop bending
areas, and far as the shaping of the contactor area is concerned,  that
these fixing or clamping tools during the opera- and it will then be
essential that the associated con-  20  tion of the loop forming piston
members are caused tactor area can be provided as cheaply and suitably  to
be positively displaced in such a manner that they as possible. It is here
a quite advantageous solution  will produce a controlled supply of strip
material to the to make use of rearwardly projecting extensions of  loop
bending areas. Hereby it is achieved that the the flat contact strips and
to shape each of these with  loop bending piston members shall perform
nothing the said loop portion, which may appear out of a sur-  25  but
their primary task, viz. to compel or guide the strip face area of a
plastic body, in which the contact strips  material out into the desired
bent-out shape without are cast in for a safe mutual anchoring with a quite
any substantial stretching of the strip material, while small mutual
spacing. Particularly when provided   the feeding of the strip material to
the loop forming with the said V-shaped recesses these integrated   areas
can take place by a separate feeding action, i.e. loops will be suitable
for receiving the respective wire  30  without being dependent of a pull in
the strip material ends without the use of further connector elements.
exerted by the piston members. By the said fixation For the discussed type
of jacks there are very  of the strip material in the area between the loop
form- narrow space conditions, and it is commonly accept-  ing areas It
will be obtained that no problems will arise able that only a single wire
end can be connected to  with respect to an oblique drawing of the strip
material each contact strip, as the possibility of a selective   35  as a
consequence of unequal drawing actions by the connection of but a single or
two wire ends to the said  piston members on the interfacing stretches of
the loop will imply certain practical difficulties. In the con-  two loop
portions. ventional termination technique it has been possible   When the
exterior fixation tools are moved into to mount several wire ends e.g. by
insertion Into a  mutually well defined final positions it will also be
ach- connector socket or clamp, but this is incompatible  40  ieved that
the resulting shortening of the original, flat with an easy wire connection
to a loop on a flat con-  strip memberwill be accurately determined bythe
as- tact strip.                                        sociated reduction
of the distance between the tool However, itwould be highly desirable If
each con-  sets, even if the loop bending operations should In- tact strip
could receive at least two connector wires in  volve a certain, unknown
stretching of the strip mate- an easy manner, and according to the present
inven-  45  rial, I.e. both the front and the rear ends of the strips tion
this is achievable by the single contact strips be-  will in all
circumstances be correctly located relative ing provided not only with a
single loop portion, but  the location of the loop portions, this being
very im- with two or even more loop portions located mutually  portant
particularly in view of the set of contact strips spaced in the
longitudinal direction of the strip. It is  having to be partly embedded in
a surrounding cast- very important that use can be made already of just  50
ing of plastic, i.e. the strips should be placed in a two loops, which will
allow for the connection of two  mould, whereby it is very critical that
the strip loops wires to each contact strip with small space require-  as
bentoutfrom the mould cavity are located very ac- ments; it has been found
that the practical need for  curately relative the contactor portions of
the strips as connecting more than one wire predominantly refers  likewise
protruding from the mould cavity. to just two wires, and despite the
existence of this  55  In the following the invention is described In more
need it is to be noted that the relevant connector ter-  detail with
reference to the drawing, in which minals of the prior art have not been
provided with    Fig. 1 Is a perspective view of an ISDN-jack, more than a
single loop on each contact strip.         Fig. 2 is a perspective view of
a main part thereof, 2    



3                   EP0534 940 B1                     4 Fig. 3 is a
perspective view of contact strips be-  elements 8, 12, 13, which extend
from the broad rear longing to this main part,                      end
area of each setforwardlyto a narrowed front end Fig. 4 is a lateral
sectional view of said main part,  area holding the outer contact strips 8.
The rearmost Fig. 5is a plan view of a stamped out contact strip  strip
portions are constituted by parallel, relatively unit for use in the said
main part,        5   broad strips 13, which are to be provided with the
Fig. 6 is a perspective view of a system for carry-  loops 14, i.e. which
have a length larger than the final ing out the discussed method according
to the in-  distance between the foremost and the rearmost vention,
ends of the single contact strips in the final, embed- Fig. 7 is a side
view of this system,           ded condition thereof. In each of the strip
sets 5 the Fig. 8 is a corresponding view of the system in a   10  strip
portions 13 are interconnected by cross strip final position thereof,
portions 21, which are cut off at a later stage of the Fig. 9 is a plan
view of a contact strip member for  production, viz. after the moulding in
of the strip set a modified ISDN-jack,                          in the
plastic body 10. Fig. 10 is a longitudinal sectional view of a main  A
partial area of a plate strip set 5, viz. some of portion of such a
modified jack,          15  the broader strip portions 13 thereof, are
shown in Fig. 11 is a view corresponding to Fig. 1, repre-  Fig. 6 in
connection with the strip set being fed to an senting a rechangeable cover
element, and       apparatus for forming the loops 14 on these strip por-
Fig. 12 is a perspective view of a terminal block  tions. The strip
portions 13 are preshaped with the designed according to the invention.
wedge recesses 16, which, after the shaping of the In Fig. I is shown a
wall socket 2 having a lower  20  loops 14, will be located at the
outerends thereof, and receiver opening 4 for a connector jack, the socket
2  midway between the respective recesses 16 the strip being mounted e.g.
on an installation channel device  portions are provided with middle holes
24, while cor- 6 as shown in dotted lines. In the receiver opening 4
responding outer holes 25 are provided with the same some contact strips 8
are visible.                 spacing outside the recesses 16. These holes
are These strips 8 are seen also in Fig. 2, viz. as bent  25  adapted to be
engaged by tool means of a loop bend- out strip portions at the lower end
of a plate member  ing apparatus as described below. 10, which constitutes
the main part of the socket 2 in-  This apparatus, as also shown in Figs. 7
and 8, asfar as it contains connector strips 12 between the  has a row of
lower tools 26,28, 30, 32, 34, the upper contact strips 8 and strip
portions 13, which are shap-  ends of which are located in a common plane
in which ed with contact portions 14 forreceiving external con-  30  they
can support the strip portions 13 of the sets 5 as nector wires, these
contact portions being bent out  supplied to the apparatus in such a manner
that the from the plate member 10. They constitute bent out  holes 24
become located just above the tool 30, while portions of the strips 12, and
as shown in more detail  the recesses 16 are centered over the outer tools
26 in Fig. 3 they are provided with downwardly narrowing  and 34. The tools
30 and 26, 34 are provided upper notches 16 suitable for receiving
respective wire ends   35  holes 36, which will be located just underneath
the re- by a mere pressing down of these ends, whether or  spective holes
22 and 24 in the strip portions 13. The not they are insulated.
tools 28 and 32 have matrix heads 38 adapted for The contact strips 8 are
quite narrow, viz. having  shaping the loops 14, which are thus actually
shaped a width of less than 1 mm, preferably 0,5 mm with a  as
downpressings. mutual center distance of 1 mm, but to the rear of the   40
The illustrated upper tools are correspondingly main plate member 10 they
are widened into broader  designated 40,42,44,46 and 48, and they
constitute strips 13, on which the bent out contact portions 14  a row of
tools, which, afterthe introduction of the strip are provided. The entire
contact strip set 8, 12,13, 14  portions 13, can be lowered in common for
clamping Is moulded into the plate member 10, see also Fig. 4,  the strip
portions 13 against the lower tools, though in such a manner that the bent
out loops 14 are sta-  45  this is of course achievable also by raising of
the lower bilized by moulding material occurring as spotwise  tools. On the
lower ends of the uppertools 40,44 and perforated cross ribs 18, between
which there are  48 are provided downwardly projecting, optionally
preferably provided longitudinal connecting ribs 10.  pointed holding pins
50, which by the bringing togeth- The thickness of the plate member should
be as small  er with the lower tools will intrude into the holes 24 as
possible, but it has been found advantageous to  50  and 25 of the strips
13 and further into the holes 36 provide for the thickening shown at the
edge of the  in the lower tool parts 26, 30 and 34, such that the bent out
contact springs 8.                        strip portions 13 will be locked
very effectively to The strip member set embedded in the plate     these
respective pairs of interacting tools without this member 10 is
manufactured out of a plate material  locking effect being conditioned
solely by the associ- length 22 as shown in Fig. 5. This plate length, pre-
55   ated clamping together of these pairs of tools. ferably consisting of
a thin bronze material, is pre-  The upper tools 42 and 46 are constituted
by treated by the stamping out of consecutive strip mem-  blocks, in each
of which there is mounted a crosswise ber sets 5, i.e. by the stamping out
of singular strip  oriented, downwardly displaceable piston plate 52, 3    



5                  EP 0 534 940 B1                 6 the top of which is
connected with a working cylinder  es by suitable controlling the speed of
the piston 54, by means of which the piston plate or guiding pis-  plates
52 by means of their associated cylinders 54. ton 52 may be depressed into
the respective, upward-  In the initial phase the downward motion of the
tool ly open cavity, designated 56, in the underlying ma-  parts 42 and 44
will take place much faster than the trix head 38 for the shaping of the
respective bent out   5   feeding motion, but it is possible, then, to
effect a rel- loops 14.                                         ative
lifting of the piston plates such that a synchron- The lower row of tools
26-34 is mounted on sup-  ous piston displacement will occur anyway. Corre-
ports 56, which in a non-illustrated manner are hori-  spondingly, during
the final phase of the depressing zontally displaceable in the length
direction of the row  of the material Into the openings 56 it will be
relevant on a guiding base 58, such that the tool parts are dis-  10  to
effect an accelerated lowering of the piston plates placeable towards and
away from each other.       for maintaining their synchronous speed. On
this The tools in the upper row are interconnected by  background It is
important that the cylinders 54 be means of a system of inclined pivot arms
60, which ex-  controlled with a good accuracy from a control unit62 tend
zig-zag-wise such that a forcing together of the  or that the synchronous
movements are obtained by outer tool parts 40 and 48 will result in a
downwardly  15  other kinds of control means. The primary task of the
directed displacement of the tool parts 42 and 46,  arm system 60 is to
ensure that the feeding move- such that the piston plate portions 52
thereof will be  ments will take place in a synchronous manner from
displaced down into the matrix openings 56 in the un-  both sides, but it
will be appreciated that even this derlying tool portions 28 and 38. For
the bringing to-  could be achievable otherwise. gether of the outer tool
members 40 and 48 it would  20  If the central clamp tools 30,44 are held
in a sta- be possible to use horizontally operating pressure cy-  tionary
position, then the outer ends of the strip por- linders 62, but it would
also be possible to use pres-  tions 13, i.e. to the left of the apparatus
according to sure means for separately pressing down the tool  Figs. 6 and
7, will be drawn towards the right, while members 42, inasfar as such a
pressing down via the  the entire feeding strip 22 at the right hand side
of the arm system 60 would result in a contracting of the out-  25
apparatus will be pulled correspondingly to the left, er tools 40, 48
towards each other. Additionally it will  yet only as much as corresponding
to the strip mate- be achieved that the tool parts 42 and 46 will con-
rial consumption fortheformation of the loop 14 in the stantly, due to the
guiding function of the pivot arms  right hand tool 28,42. If the right
hand clamp tool 26, 60, be located exactly midway between the respec-  42
is kept stationarily, the working will not produce tive tools 44,
respectively 40 and 48.       30  any feeding movements of the feeding
strip. Thus, immediately by the initial actuation of the  It should be
added that the advantages of the dis- apparatus there will be effected both
a pressing down  closed active material feeding will be substantial even of
the strip portions adjacent the recesses 16 into the  for the production of
but a single loop 14 or more than matrix openings 56 and a longitudinal
feeding of strip  two such loops or other kinds of deformations. These
material to the press down areas from both sides  35  would not even have
to be of uniform size, inasfar as thereof. This feeding is effected in an
active manner  the apparatus may well be designed with individually by the
bringing together of the respective sets of  adapted tools and moving
mechanisms for each sin- clamping tools, such that it is not the piston
plates 52,  gle operational section. It is even possible to make which
shall draw the strip material down into the  use of individual movement
means for each pair of the openings 56. When the feeding of the strip
material  40  cooperating tools, e.g. with the use of step motors from both
sides takes place exactly with the speed,  controlled or programmed for
highly accurate cooper- by which the material is forced down into the
openings  ation. 56, then the material will be subjected almost exclu-  In
Fig. 9 is shown a contact strip unit 70, in which sively to the influence
of being bent over the edge  the strip portions 13 are extended at both
ends into down to the opening 56 and thereafter of being re-  45  contact
strip areas 8' and 8", which are mutually stag- straightened, while it will
not be subjected to any con-  gered such that by a folding of the unit
about a trans- siderable pull and not at all to any oblique pull, viz. for
verse middle area 72 these areas can be brought into drawing of the
material across the lower ends of the  a side by side location, which is
indicated in dotted piston plates 52. These lower ends will not have to
lines. The folded unit can be cast into a common body exert any particular
pressure on the material, but al-  50  74, Fig. 10, from which the contact
strips 8 in the two most only ensure that the strip material is guided
areas 8' and 8" will be projecting as one long row of down into the
openings 56.                        contact springs, and fromwhich the bent
out loops will In the disclosed movement system based on the  project to
opposite sides. It can in fact be desirable arm system 60 the desirable
linear relation between  that one and the same strip portion 13 is
electrically the material feeding speed and the speed of the  55
accessible through two terminal strips or springs 8. downmovement of the
piston plates will of course not  As indicated in Fig. 10 the strips 13 may
be cut be achievable in a direct manner, but it is perfectly  between the
loops 14, e.g. by an associated removal possible to fully compensate for
the speed differenc-  of the folding area 72, whereby the number of differ-
4    



7                  EP 0 534 940 B1                 8 ent connector strips
will be doubled, although each of  (44,30) preferably being provided also
midways them will now have but a single loop 14. It would be  between the
matrix tools, whereas the deforma- possible, however, to provide each strip
with four   tion of the strips is effected by a controlled bring- loops,
e.g. by a repeated treatment according to Figs.  Ing together of both the
matrix tools and the strip 6-8, such that each individual strip portion may
nev-   5  holders in such a mannerthat the respective strip ertheless be
provided with two loops.                 portions, by the associated
diminishing of the dis- It is shown in Fig. 11 thatthe socket 2 may be pro-
tance between the strip holders, will be brought vided with a cover 76, the
receiving opening 4 of     to progressively bulge Into a shaping opening
which may be relatively narrow, it being shown in dot-  (38) in the
respective matrix tools, assisted by a ted lineswhich width the opening
should haveforena-  10  guiding piston (52) which is introduced into the
bling an insertion of a connector jack for cooperation  shaping opening
(56) In synchronism with the with all the contact strips 8. By way of
example a    compulsory feeding of the strip material (12) to choice may be
made between six or four contacts, re-  the respective shaping openings
(56). spectively. Hereby the same socket may be used in both cases,
provided the correct cover 76 Is chosen.  15  4. A method according to
claim 3, characterized by Fig. 12 illustrates a terminal block shaped with
the use of strip holders (40,26; 44,30; 48,34) and jack legs 80, which,
pairwise, are extensions of cross-  matrix tools (42,38; 46,32) with
associated guid- wise arranged contact strips each being shaped with  ing
pistons (52), which are coupled together in a two loop portions in
accordance with the invention.  fixed mechanical system including
parallello- 20      gram-held guide means (60), which, by the said bringing
together, continually maintain a position- Claims
ing of the matrix tools and the guiding pistons (54) or guiding means for
these parts midways be- 1. An electric connector terminal, primarily a
so-cal-  tween the adjacent strip holders, whereby these led ISDN-jack, of
the type in which a plurality of  25  guiding means are concurrently
brought nearer contact strips (12) extend side by side between   towards
the strip, the guiding pistons being con- a contactor area (4) adapted for
engagement with  trolled in such a manner relative to the movement a
complementary terminal and a connector area,    of the respective guiding
means that the ends of in which the contact strips are shaped with a bent
the guiding pistons (52) carry out a resulting, out U- or V-shaped loop
(14) adapted to receive   30  even and synchronous motion into the matrix
respective connector wires, preferably In a V-    openings (56). shaped
recess (16) in these loops, characterized in that each contact strip (12)
is shaped with two  5. A method according to claim 3, characterized in or
more loop portions (14) arranged mutually      that contact strips (12)
having contact spring ter- spaced on the length direction of the strips
(14)  35  minals (80) at both ends are provided with the and adapted to
receive respective connector       loop portions (14) and are then folded
at an area wires.                                            between the
loops for providing a double contact- ing area on the finished, cast-out
terminal ele- 2. A terminal according to claim 1, characterized in  ment,
the strips (12) optionally being cut through that the contact strips (12)
at both ends are con-  40  in the folding area after being cast out. nected
with outwardly protruding contact springs (8',8") and are folded at an area
between two of the loops (14) such that the mutually staggered
Patentanspruche contact spring areas will be located side by side and
generally in a common plane.          45  1. En elcktrischer
Verbindungsanschlua, haupt- sachlich eine sogenannte ISDN-Buchse der Art,
3. A method of manufacturing a set of contact strips  bei der eine Mehrzahl
Kontaktstreifen (12) sich (12) for use in a connector terminal according to
nebeneinander zwischen elnem zum Eingriff mit claim 1, by shaping a U-
orV-bent, outwardly pro-  elnem komplementiren AnschluM geeigneten truding
loop (14) on the strips by a deformation   50  Kontaktbereich (4) und elnem
Verbindungsbe- of these out into a matrix tool, characterized in  reich, in
dam die Kontaktstrelfen mit einer her- that for the shaping of two loops
(14) on each    ausgebogenen U- bzw. V-f8rmigen Schleife (14) strip (12)
use is made of two consecutively ar-   ausgebildet sind, die zurAufnahme
enteprechen- ranged matrix tools (46,38; 52,38), which are dis-
derVerbindungsdrAhte, vorzugsweise in einerV- placeable towards and away
from each other,  55   fOrmigen Ausnehmung (16) in diesen Schlelfen, and of
correspondingly displaceable strip holders  geeignet sind, dadurch
gekennzeichnet, daB je- (40,26; 48,34) located at respective opposite
der Kontaktstreifen (12) mit zwei oder mehr sides of this set of matrix
tools, such a strip holder  Schlelfenbereichen (14) ausgebildet Ist, die in
5    



7                   EP 0534 940 B1                  8 ent connector strips
will be doubled, although each of  (44,30) preferably being provided also
midways them will now have but a single loop 14. It would be  between the
matrix tools, whereas the deforma- possible, however, to provide each strip
with four     tion of the strips is effected by a controlled bring- loops,
e.g. by a repeated treatment according to Figs.  ing together of both the
matrix tools and the strip 6-8, such that each individual strip portion may
nev-   5  holders in such a mannerthatthe respective strip ertheless be
provided with two loops.                  portions, by the associated
diminishing of the dis- It Is shown in Fig. 11 that the socket 2 may be
pro-  tance between the strip holders, will be brought vided with a cover
76, the receiving opening 4 of      to progressively bulge into a shaping
opening which may be relatively narrow, it being shown in dot-  (38) in the
respective matrix tools, assisted by a ted lines which width the opening
should haveforena-   10  guiding piston (52) which is introduced into the
bling an insertion of a connector jack for cooperation  shaping opening
(56) in synchronism with the with all the contact strips 8. By way of
example a     compulsory feeding of the strip material (12) to choice may
be made between six or four contacts, re-    the respective shaping
openings (56). spectively. Hereby the same socket may be used in both
cases, provided the correct cover 76 is chosen.  15  4. A method according
to claim 3, characterized by Fig. 12 illustrates a terminal block shaped
with   the use of strip holders (40,26; 44,30; 48,34) and jack legs 80,
which, pairwise, are extensions of cross-  matrix tools (42,38; 46,32) with
associated guid- wise arranged contact strips each being shaped with    ing
pistons (52), which are coupled together In a two loop portions in
accordance with the invention.    fixed mechanical system  including
parallello- 20      gram-held guide means (60), which, by the said bringing
together, continually maintain a position- Claims
ing of the matrix tools and the guiding pistons (54) or guiding means for
these parts midways be- 1. An electric connector terminal, primarily a
so-cal-  tween the adjacent strip holders, whereby these led ISDN-jack, of
the type in which a plurality of  25  guiding means are concurrently
brought nearer contact strips (12) extend side by side between     towards
the strip, the guiding pistons being con- a contactor area (4) adapted for
engagement with   trolled in such a manner relative to the movement a
complementary terminal and a connector area,      of the respective guiding
means that the ends of in which the contact strips are shaped with a bent
the guiding pistons (52) carry out a resulting, out U- or V-shaped loop
(14) adapted to receive   30  even and synchronous motion into the matrix
respective connector wires, preferably in a V-      openings (56). shaped
recess (16) in these loops, characterized in that each contact strip (12)
is shaped with two  5. A method according to claim 3, characterized in or
more loop portions (14) arranged mutually       that contact strips (12)
having contact spring ter- spaced on the length direction of the strips
(14)  35  minals (80) at both ends are provided with the and adapted to
receive respective connector        loop portions (14) and are then folded
at an area wires.                                              between the
loops for providing a double contact- ing area on the finished, cast-out
terminal ele- 2. A terminal according to claim 1, characterized in   ment,
the strips (12) optionally being cut through that the contact strips (12)
at both ends are con-  40  in the folding area after being cast out. nected
with outwardly protruding contact springs (8',8") and are folded at an area
between two of the loops (14) such that the mutually staggered
Patentansprfiche contact spring areas will be located side by side and
generally in a common plane.           45  1. Ein elektrischer
VerbindungsanschluB, haupt- sachlich eine sogenannte ISDN-Buchse der Art,
3. A method of manufacturing a set of contact strips   bei der elne
Mehrzahl Kontaktstreifen (12) sich (12) for use in a connector terminal
according to   nebeneinander zwischen einem zum Eingriff mit claim 1, by
shaping a U- or V-bent, outwardly pro-  einem  komplementaren Anschlua
geeigneten truding loop (14) on the strips by a deformation   50
Kontaktbereich (4) und einem Verbindungsbe- of these out into a matrix
tool, characterized in  reich, in dem die Kontaktstreifen mit elner her-
that for the shaping of two loops (14) on each      ausgebogenen U- bzw.
V-fdrmigen Schlelfe (14) strip (12) use is made of two consecutively ar-
ausgebildet sind, die zurAufnahme entsprechen- ranged matrix tools (46,38;
52,38), which are dis-  derVerbindungsdrAhte, vorzugsweise in einerV-
placeable towards and away from each other,  5s    f6rmigen Ausnehmung (16)
in diesen Schleifen, and of correspondingly displaceable strip holders
geeignet sind, dadurch gekennzeichnet, daf& je- (40,26; 48,34) located at
respective opposite       der Kontaktstreifen (12) mit zwel oder mehr sides
of this set of matrix tools, such a strip holder  Schlelfenbereichen (14)
ausgebildet ist, die in    9                  EP 0534 940 B1
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*C   L  M   S.* Langsrichtung der Strelfen (12) zueinander be-
rungsmittel glelchzeitig an den Streifen angena- abstandet angeordnet und
zur Aufnahme ont-        hertwerden, wobei die F(hrungskolben relativzu
sprechender Verbindungsdrahte  ausgebildet        der Bowegung der
entsprechenden Ffhrungs- sind.
mittel derart gesteuert werden, dae die Enden ;>
.    5       der FKhrungskolben (52) eine daraus sich erge- 2. Ein Anschlu%
nach Anspruch 1, dadurch gekenn-     bends gleichmilige und synchrone
Bewegung in zeichnet, dae die Kontaktstreifen (12) an belden  die
Matrizen-rffnungen (56) ausaben. Enden mit nach auBen auskragenden
Kontaktfe- dern (8',8") und in einem Bereich zwischen zwel  5. En Verfahren
nach Anspruch 3, dadurch gekenn- der Schleifen (14) gefaltet sind, so dae
die zuein-  10  zeichnet, dail Kontaktstreifen (12), die an beiden ander
versetzten Kontaktfederbereiche sich ne-    Enden Kontaktfeder-Anschlusse
(80) haben, mit beneinander und ailgemoin In einer gemeinsa-      den
Schlelfenbereichen (14) versehen und dann men Ebene befinden.
in einem Bereich zwischen den Schleifen gefaltet werden, um oinen doppelten
Kontaktbereich an 3. Ein Verfahren zur Herstellung eines Satzes Kon-  15
dem fertigen, ausgeformten Anschlu~element zu taktstreifen (12) zur
Verwendung in einem Ver-    schaffen, wobel die Streifen (12) fakultativ
nach bindungsanschlug nach Anspruch I durch das        dem Formen in dem
Faltbereich durchgeschnit- Ausbilden einer U- bzw. V-gebogenen, nach au-
ten werden. Ben auskragenden Schlelfe (14) an den Streifen durch Verformung
derselben in ein Matrizen-  20 werkzeug hinein, dadurch gekennzeichnet, daB
Revendlcations zurFormgebung von zwei Schlelfen (14) injedem Streifen (12)
zwei aufeinanderfolgend angeord-  1. Borne de connecteur 6lectrique,
principalement nete Matrizenwerkzeuge (46,38; 52,38), die auf-   une prise
dite ISDN, du type dens lequel une plu- einander zu und voneinander weg
bewegbar  25      ralite de barrettes de contact (12) stendentcote sind,
und entsprechend bewegbare Streifenhal-     a cote entre une zone de
contacteur (4) adaptie ter (40,26; 48,34), die sich an entsprechenden
pour s'engager avec une borne oompl6mentaire entgegengesetzten Seiten des
Satzes Matrizen-     et une zone de connecteur, dans laquelle les werkzeuge
befinden, verwendet werden, wobel       barrettes de contact sont
conform6es en pr6sen- ein solcher Streifenhalter (44, 30) vorzugsweise  30
tant une boucle courbee en forme de U ou de V auch mitten zwischen den
Matrkzenwerkzeugen       (14) adapt6e pour recevoirdes fils de connecteur
vorgesehen ist, wahrend die Verformung der        respectifs, de pr6f6rence
dans un evidement en Streifen derart durch sin gesbtuertes Annahern
forms de V (16) dans ces boucles, caract6rishe sowohl der Matrizenwerkzeuge
als auch der         en ce quo chaque barrette de contact (12) est
Streifenhalter bewirkt wird, daB die entsprechen-  35  conformee en ayant
deux ou plus parties de bou- den Streifenbereiche, durch entsprechendes
cle (14) agenc6es de fagon mutuellement espa- Verringern des Abstandes
zwischen den Strel-      c6e sur la direction longitudinale des barrettes
fenhaltern, zum fortschreitenden Ausbauchen in    (12) etadaptees
pourrecevoirdesfils de connec- sine formgebende 6ffnung bzw. Aufnahme (38)
tour respectifs. Yj     in den entaprechenden Matrizenwerkzeugen ge-  40
bracht werden, und zwar mit Hilfe eines Frlh-  2. Borne salon la
revendication 1, rungskolbens (52), der synchron rnitderZwangs-
caracteris6e en ce quo les barrettes de contact zuf~hrung des
Streifenmaterials (12) zu den ent-  (12), aux deux extr6mit6s, sont reli6es
a des res- sprechenden formgebenden 6ffnungen (56) In        sorts de
contact faeisant sallie vers Iext6rieur die formgebende Offnung (58)
eingeffhrt wird.   45  (8',8 ) et sont pll6es au niveau d'une zone entre
deux des boucles (14), de sorts quo les zones 4. Ein Verfahren nach
Anspruch 3, gekennzeichnet      6lastiques de contact mutuellement d6cal6es
se- durch die Verwendung von Streifenhaltern          ront situ6es c*te a
c*te et ghn6ralement dans un (40,26; 44,30);48,34) und Matrizenwerkzeugen
plan commun. (42,38;46,32) mit zugehorigen F~hrungskolben  5o (52), die in
elnem fosten mechaniachen System  3. Prochd6 de fabrication d'une serie de
barrettes zusammengekoppelt sind, des parallelogramm-       de contact (12)
utilisables dans une borne de gehaltene Fiihrungsmittel (60) enthalt, die
durch  connecteur selon la revendlcation 1, en confor- genannte
Zusammenbringen kontinuierlich sin       mant une boucle (14) faisant
saillie exterieure- Positionierung der Matrizenwerkzeuge und der  55  ment
en U ou V our les barrettes par une defor- F~hrungskolben (54) oder
Fu1hrungstnittel dieser  mation de celles-cl dens un outil de matricage,
Teils mitten zwischen den benachbarten Strel-     caracterise en ce que,
pour la conformation de fenhaltern aufrechterhalt, wodurch diese Fuh-
deux boucles (14) sur chaque barrette (12), on 6    
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HIIli II Ii! utillse deux outils de matrigage agenc6s de fagon consecutive
(46,38;52,38), qui sont deplagables l'un vers l'autre et au loin l'un de
l'autre, et des supports de barrette d6plagables de fagon correspondante
(40,26;48,34) situhs sur des C6-   5 tes opposea respectifs de ce Jou
d'outils de ma- trigage, un tel support de barrette (44,30) 6tant prevu
6galement de pr6fhrence A mi-chemin en- tre les outils de matrigage, tandia
quo la deforma- tion des barrettes ost effectu6e on amenant, de  lv fagon
contr61ee, les uns vers les autres les outils do matricage et les supports
de barrette de fagon que les parties de barrette respectives, par la di-
minution associ6e de la distance entre les sup- ports de barrette, seront
amen6es A faire saillie  15 progressivement dans une ouverture de confor-
mation (38) dans [es outils de matrigage respeo- tifs, assistes par un
piston de guidage (52) qui est introduit dans l'ouverture de conformation
(56) en synchronisms avec I'amen6e obligatoire de la  20 matiere des
barrettes (12) vers lea ouvertures de conformation respectives (56). 4.
Proc6d6 selon la revendication 3, caracteris6 par l'utilisation de supports
de barret-  25 te (40,26;44,30;48,34) et d'outils de matrigage.
(42,38,46,32) avec des pistons de guidage asso- cl6s (52), qui sont couples
ensemble dans un sys- teme m6canique fixe incluantdes moyens de gui- dage
(60) sous forme de parallelogramme, qui,  so par ledit rapprochement,
maintiennent continual- lement le positionnement des outils de matrigage et
des pistons de guidage (54) ou des moyens de guidage pour ces places A
mi-chemin entre les supports de barrette adjacents, grace a quoi ces  3S
moyens de guidage sont amenes, de fagon concourantb, plus pres de la
barrette, les pistons de guidage etant commandbs d'une fagon telle, par
rapport au d6placement des moyens de gul- dage respectifs, quo les
extremites des pistons  40 de guidage (52) effectuent un mouvement r6sul-
tant, r6gulier et synchrone dans les ouvertures de matrigage (56). 5.
Proced6 selon la revendication 3,         45 caracterbe en ce quo les
barrettes de contact (12) ayant des bornes 6lastiques de contact (80) aux
deux extrdmitbs sont munies des parties de boucle (14) et sont alors pliees
enune zone entre les boucles pour fournlrune zone de contact dou-  50 ble
sur l'6l6ment de borne moul6 fini, lea barret- tea (12) etant
bventuellement decoupees dans la zone de pliage apres avoir bte moul6es. 65
7    


