-1- METHOD AND DEVI CE FOR PRODUCI NG A MULTI CORE CABLE
The invention relates to a met hod and to a device for
producing a nulticore cabte, in particul ar a ribbon
cable, of the generic e defined in the preanbl e of
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used to a large extent in conputers and in contro

systens, for exanple for machine tools. They have a
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The objectlon of the inventionis to specif
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p ri bbon cable, with which a high-quality,
9h?é%¢&y%ﬁexﬁhle mul ticore cable, in particular ribbon
cable for universal cable guidance even with
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t he eatures of c 1, ng claim9. The advant age of--
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bef ore being encapsul ated with the highly elastic

pl astic by clanping the conductor bundl e and tautening
Tn@eogggg@%@r of S@6LI QR eWhi 6h aLe tlo FREIMERIHNE and a
two clanping points, so that a high degreé of
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According to the invention, the object is achieved by the

features of claim 1 and claim 9.

The advantage of the inventive method and the inventive device
is that the conductors can be oriented exactly in parallel
before being encapsulated with the highly elastic plastic by
clamping the conductor bundle and tautening the conductor
sections which are located between the two clamping points, so
that a high degree of insulation is ensured between the
conductors too. Successive repetition of the method steps on
successive length sections of the conductor bundle means

length sections of the conductor bundle which are provided in



5 quality nmulticore cables of any desired | ength can be
produced in this way. In this case, the conductors nay
be in the formof individual cores, for exanple copper
wires, or twisted wires or shegathed cores. 10 Expedi ent
enbodi nents of the inventive nethod together wth
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detvairks, 26r| twhEeBuf wired. ofhendemiLe ddldist rat ed
perspectively in fig. 1 is used to produce a highly

flexible ribbon cable 10 as an exenplary enbodi nent
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connected to one another with two nutually 3 facing

shapi ng faces 141, 151. The two shaping parts 14, 15

ar 8heoaneenedoby iscdewchdbktd 16 whkehear decpasielelow with

reference to an exemplary embodiment which is

illustrated in the drawing, in which

20
fig. 1 shows an exploded illustration of a
device for producing a ribbon cable,
fig. 2 shows an enlarged illustration of detail
25 IT from fig. 1., '

The device illustrated perspectively in fig. 1 is ‘used
to produce a highly flexible ribbon cable 10 as an
exemplary embodiment for a general multicore cable. A
30 ribbon cable 10 of this type has a plurality of
electrical conductors 11 which run parallel to one
another and are embedded in an insulating sheath 12.
© The electrical conductors 11 may be individual cores,
for example copper wires, or twisted wires or sheathed

35  wires.

The device has a mold 13 having two shaping parts 14,
15 which can be placed one on the other and can be

releasably connected to one another with two mutually
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t hrough t hrough-holes 17 in the upper shaping part 14

and are screwed into threaded holes 18.in the lower 5

shapi ng part 15. A channel 19, which extends in the

| ongi tudinal direction of the shaping part 15 and is

bounded at its ends, is made’in the shaplng face 151,
two 10.transverse filling | sSsue
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adbgh §nga§Qreng50f the channel 19. Each gui de region
22, 23 conprises an arrangenent of parallel grooves 25
whi ch each extend fromthe end of the channel to the

end ofcHammeshaping @EiéhlSeﬁﬁdn@@d ihireehy allomie teddnal
of hapi ng f.ace 20 151. Th i us. of t tical.

grgévgg%é88|§g§&hemm PG R Hgg B %%a?ﬁ%ng 4 ﬁ% its
eI@@ﬁﬁbcahscomﬁﬂtionnalthau)aha@nnghefeaﬁdudﬁans &bd two
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pl e.l_qsef‘LS %hled%a{ 11Isoror§‘.eq:lpé/ identical grooves 25 is somewhat
larger than the radius of an electrical conductor 11,
go that the conductors 11 which are placed into the
grooves 25 are able to move axially in the grooves 25.
The shaping face 141 (not visible in fig. 1) of the
shaping part 14 is formed in the same way as described
for the shaping face 151. When the shaping faces 141,
151 of the two shaping parts 14, 15 are placed one on
the other, the channels 1.9, the filling channels 20, 21
and the grooves 25 in the upper shaping face 4141'and in
the lower  shaping . face 151 respectively rest
congruently one on the other, so that the channels 19
form a casting space, the filling channels 20, 21 form
two filling channels for pouring plastic into the
casting space, and the grooves 25 form closed guide

ducts for the individual conductors 11.

A pair 26 or 27 of clamping pieces which is formed by
two clamping pieces 261, 262 oxr 271, 272 is arranged at
each end of the mold 13. The pairs 26, 27 of clamping
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two clanping pieces 261, 262 or 271, 272 is arranged at
each end of the nold 13. The pairs 26, 27 of clanping 4
pi eces are used to clanp the conductor bundle 24 in
front of and behind a guide region 22, 23. The pair 26
of clanping pieces at the reaf i'n fig. 1is flxed to
the .nold 13 mher%gs the_front pair 27 of clanping 5
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the | ower_.cl a I ece
30 1n the u peéléﬁamplng piece 261 and are screwed into

threaded holes 31 in the lower clamping piece 262.

The lower clamping piece 272 of the fromnt pair 27 of
clamping pieces in fig. 1 is guided on guide pins 32
‘such that it can move in the longitudinal direction of
the shaping part 15. The guide pins 32 are pressed into
corresponding receiving holes 33 which are made in the
lower shaping part 15 of the wmold 13 starting from its
end face 152. A through-hole 35 which runs parallel to
the guide pins 32 and has an internal thread section
(not visible here) is made in the lower clamping piece
272. A screw bolt 36 having an external thread section
361 (fig. 2) can be screwed into this internal thread
section, with the end of the bolt being supported on
the end face 152 of the lower shaping part 15. The
distance between the lower clamping piece 272 and the
end face 152 of the lower shaping part 15 can be
increased or decreased by increasing or decreasing the

depth to which the screw bolt 36 1is screwed in the
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272. A screw bolt 36 havi ng an external thread section
361 (fig. 2) can be screwed into this internal thread
section, with the end of the bolt being supported on 35
the end face 152 of the | ower shap| ng part 15. The

di stance between the | ower Tl n'pi ng piece 272 and the

end fac wer sha |ng art. 15 can be
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| 272, 1N order.t
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cl anpi ng pieces, with only the clanping faces 262a and

27%a_of he | ower clanylng pi.eces 262, 272 being shown
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gu'Pe . 2), which are made in the clamping faces 262a,
272a, 1s provided on each clamping face 262a, 272a,
said grooves being aligned with the grooves (25) in the
guide regions 22, 23 and each extending over the entire
clamping face 262a, 272a. The radii of the grooves 43
are smaller than those of the grooves 25 in the guide
regions 22, 23, so that the conductor sections situated
in the grooves 43 are clamped in a force-fitting and
interloéking manner when clamping pieces 261, 262 and
271, 272 rest one on the other.

The highly flexible ribbon cable 10 is produced using

the above-described device as follows:

A conductor bundle 24, which has any desired number of
conductors 11 which is restricted only by the number of
- grooves 25 in the guide regions 22, 23 of the shaping
faces 141, 151 or Jgroove arrangements 42 on the
clamping faces of the clamping pieces 261, 262, 271,
272, is'placed between the two shaping parts 14, 15



10

15

20

25

30

35

regions 22, 23, so that the conductor sections situated
in the grooves 43 are clanped in a force-fitting and

i nterl ocki ng manner when cl anpi ng pi eces 261, 262 and
271, 272 rest one on the other. 30 The highly flexible
ri bbon cable 10 is produced uUsing the above descri bed
devl C8 aéhfollo A_conduct or %y

| e )
de red AURDET CF&% conducforseffeﬁﬁ SRS rgg??ﬁctFQ%n
orthe byolmelhuncleempﬁnedgromkés 251ia rherg@ru@dleegamsvn,
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arrangenents 42 on anplng aces of I ng
piEtles bbe, PEEDVer7125 AP the pee?éeeueéeweﬂéﬁfeatcrre £vo and

shapihamardsoddes 13 Gor afi@rgtdie, < anaiaifntentl 4o Ebn the
de reased _and dried when the nbld 13 is opened,
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gr%% %?Jrlénggrre%t ija“&)n 1'fgneple'r(%)&?’/\slerl%l gﬁ';lgﬁgigcgce 5 e
of bl & eaegpanr 281 obractédnpinng-lp etewer Tied amipdper plece
le@?' fltﬁé %Efe r&& %t@ . 2& E%n&ﬁ "Yection

pi eces 1s t ace e region and braced
oncf heh¢ oq\emde%%e ngl pﬂrecehq@ pEcey FeEhstRE gFeoves 25

SCEEWRO! fﬁog'@ gﬁlaengegieﬁ $€Chh Ofhe oéha;hﬁ@ome@tmﬁ of

11 i s then t h 25 f t
GuFE 18 BnSBSPaRGT BeTEnas g Fackons piid o e and
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grg?g%ﬁlng ggc%gga 5?9%% @*éaﬂgﬁ nElé% gﬂﬁe%%e% 2272 of

ace ower anpl n
theher oﬁrozp‘au rp2¥rof 221 agpi nglareces. Hh%c@lfpperThe upper

cl amRihpon P! %ﬁ%c%”-z"/ﬂ’f otfhetkflé O@E‘OH@' ok 0b7 ClAPENEMping
pieces is then fixed on the | ower i ece 272.

byPiREamsier CRRE S¢¥EH BBl Fléles?zOW?ﬁeC%Rﬂ}é%n&Iah%?*ﬁgz” by
Pi fE8ns of the screw bolts 37. The lower clamping piece

272 is now increasingly pressed away from the end face
152 of the lower shaping part 15 by turning the screw
bolt 36, as a result of which the sections of
conductors 11 between the two pairs 26, 27 of clamping
pieces are tautened and thus aligned exactly parallel
in the region of the channel 19. The mold 13 is closed
by the upper shaping part 14 being placed on the lower
shaping part 15 and being braced on the lower shaping
part 15 by means of the screw bolts 16. A highly
elastic plastic which can be processed in a casting
method is now poured in via the two filling ducts which
are formed by the filling channels 20, 21 in the upper
and in the lower shaping face 141, 151. The plastic
used is preferably a two-component silicone elastomer.
This plastic f£ills up the casting space which is formed
by the two channels 19, which rest .congruently one on
the other, in the shaping faces 141 and 151 of the two
shaping.parts 14, 15 which rest one on the other, and
surrounds each of the conductor sections of the

conductors 11 which are oriented in parallel in the
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conductors 11 between the two pairs 26, 27 of clanping
pi eces are tautened and t hus 7ali gned exact!y paral | el
25 in.the region of the channel_ 19. The nold 13 is. :
cISGSEd %y SPREC uppet™ SHApithS pat3s e herRGiusesced dH-Ihly
rﬁddanﬁE spaasﬂgcpa@hgk@smndthapngﬁbqacadlan theliably
Qwer._-sha 15 t ew bolts 1
A HGHEA 2 el asﬁl cn&p ast v&ﬁ%@ ¢l o ellpr I SRE iqRorher
casmirﬁ;QM)UhﬂluntaxdaunN poured in via the two filling
ducts which are formed by the filling channels 20, 21
in the upper and in the |ower shaping face 141, 151.
THO it E CusEad | @fpr@?eerabwt%pt%ceﬁﬁpéﬁéh@n 44, the

sindonezel ast g ﬁed te5i Pl 281 enbl | dSnapctde easkhiBg 24
space whi ch is the two channels 19, which

b .
r &S iFr uBaERy & %’ﬁe RfStie BRFRSUIF 1M dhapiSngremoved
f aftesn 1idde anoll d 5103 pfad hel Tuetrsstwapiirg faft sL 141n Idrder to
rest th her and sul ounds ch of _the
congn% ‘tor %8 ctﬁ%%%rg %eng% et ars ff‘wﬁagﬁ gr &ttHan
omnaukﬁtlngpahaatélmawthbe7coudgttng dpache CHi ng now

t o Pl @St Cripk Oéi'féétfoﬂ?' cgf” é(rrcgdz xd bdu%:Pi a@ﬂé end, which

encapsul ation 44 which reliab % i nsul at es ,
i nef i duEte chreriet BRsti9- ffon? n*éh%nra%%%ﬁmaﬁ]acw%%wn

ou445| g@ot5u5@tsl QM?lﬂtg EHEI Rha@heliher Pl B3EHREELY beyond the
crespRuLal 00 46, (0%l 15 s obsned cel.nd e 1,
emdap$u¢kampmd4ﬂnlSheenegedn bfonhehplaatd;l@ncapsulatlon
ApsLipt s Lo gl oogercho A0uablaln Bl m
sh‘é%ﬂicFPQ@rt RengéRdrk oS beaared24ogsthew Wdcmd%i‘eor
di §66t 1O obrakhew 4 iwnidualt e-c@NGonthlicdbrs 11 into the
grooves 25 in the front guide region 23 on the shaping
- face 151 of the lower shaping part 15, with the
conductor sections cbntinuing in the grooves 43 of the
grocve arrangement 42 on the clamping face 272a of the
lower clamping piece 272 of the front pair 27 of
clamping pieces. The front pair 27 of clamping pieces
is closed and pulled away from the mold 13 until the
individual conductors 11 which run in the channel 19
‘are tautened and thus run parallel to one another. The
mold 13 is then closed and the plastic is poured in.
This produces a further plastic encapsulation 44 which
seamlessly adjoins the previously cast  plastic
enéapsulation 44 and overlaps the latter at the joint,
with the edges of the two plastic encapsulations 44

merging with one another in the second casting process.

If the plastic encapsulation 44 is cured, the mold 13
is opéned. again .and the above-described method steps
are performed again on a conductor bundle 24 which is

moved in the direction of arrow 45 by the length of the
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is at the front in fig. 1, of the plastic encapsul ation
44 protrudes into the channel 19 slightly beyond the 15°
rear end of the channel 19. The conductor bundle 24 is
then clanped in the region of the plastic encapsul ation
44 by the rear pair 26 of cl &mping pieces. The

conductor bundle 24 is placed together with conductor
sa@v opsastictheenagbeidabionr &0 coftigct dnditidumt o nedighod
2059100V es 25 f%béét%cfr%tthgum@ regtQPned oqa]!@e of the
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pr erpecabied hengeboeé.ri bbon cable 10 is produced. 5
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In order to obtain a different arrangenent of the
paral l el conductors 11, thggguide regions 22, 23 are

not fornmed directly in the Shaping faces 141, 151 of

t hg,sbapi ng parts 14, 15 but on exchangeabl e adapters
10, which can be inserted flush into the shaping faces
14i[ P84 in the sanme positions. It is also possible to
change the cl anping faces 262a and 272a on the pairs

26, 27 of clanping facdesy FEEEHERYilHg t he cl anpi ng

pi eces 261, 262 and 271, 27%5M% i s therefore not only

15 possible for the ribbon gahls 10 to be of elongate
design, but also to formcurves between cabl e sections,
with the parallel conductors 11 running in the plane of
the cable, as before. -9- 209.990E 20.12. 2009 ATLAS
ELEKTRONI K GrbH  Br emeAAPAFENGLELM M5 1. A nethod. for
producing a nmulticore cable, in particular a ribbon
ca?le (10) s whi.ch_has a conductor 5 bundle (24)_ which,

i stsit vt FBSFRACEn FREUI RIS featth FHIY15REScoRBPLEes 1D
el paetticalacorductiissen (€dp1ahi(th) f urhipar aldelat ecfdeéctor
an ract.er ji.zed_by.the. fol l.owi_ng . method. st eps:
thghgg% ug?gpsq%ﬁf#%o%st%é%B%Eagcﬁgr undr e” ﬁaﬁnglgﬁeath
ar ¢18) aapedcenpriseburdectréghonsomtichons e (§pacedich run

zf?EEaEEQﬂ‘QBGOQEOER%Eh@&Ehchgggeeggﬂgégrbzfgggfgéllowing

uated in the bundle regions being. orie _
pafsFhef, sERBS¢onduct or sections of the conductor

bundl e tA& wWaineficioe sl ocatjedobetweerdigicHAMbN1e (24)

points g£g clamped in two bundle regions which are spaced
apart from one another with the conductor sections
situated in the bundle regions being oriented in
parallel,

- the conductor sections of the conductor bundle
which are located between the clamping points are
tautened by increasing the distance between the
clamping points, and _

- the tautened conductor sections are encapsulated
with a highly elastic plastic which can be

processed in a casting method.

2. The method as claimed in claim 1, characterized in
that the conductor sections are each placed into a
groove arrangement comprising parallel grooves (25) in
order to achieve parallel orientation of the conductor

~sections in the two bundle regions.

3. The method as claimed in claim 1, characterized in
that parallel orientation of the conductors (11) in one
bundle 'region 1is produced by the previously cast
plastic encapsulation (44), and in that the conducters
(11) of the conductor bundle (24), which conductors
emerge from the plastic encapsulation (44), are placed

into a groove arrangement comprising parallel grooves



taut ened by increasing the distance between the
cl anpi ng points, and the tautened conductor sections
are encapsulated wth a highly elastic plastic which
can be 20 processed in a castlng nmet hod. 2. The net hod
as claimed in claim1, characi®%rized in that the
conduct Qr section re each pl ace to roove

o Gertht SEOREY 6, Mt | BEE g bbbeCreosfafhops of the
ordendnotachlewe panathelothefﬂﬁuﬁdky1nﬁgﬂdna conduct or
sections in the two bundle regions. 3. The nethod as
claimed in claiml1, characterized in that paralle
or fent aThenmgthpHe agovdadmedsipl¢)aim dnechdfabumdieed in

SVGQhQE'ﬁié”ﬁ&%%%ﬁbbﬁn&QEs@I@Nh995|X4?3%E RIAStiSich that
encapsulatlon (44 In that he conductors (11) of

t hétc NGFEHS b%% @O{léﬂ&tO%Peﬁd%%ndaéeoraé tifergelint at
" fremithe plrast | a eAcapsukbatten (%ﬁh,leare aceélmwt Othe

| -
(2SS EaRhUT SR G RAAPEIE pararrer oo Ent Slon of the
conductors (11) in the other bundle region. 4. The

10”9‘5“00' %ﬁ Cl ALARd i N g' ahﬂ%gﬂ ghapacterd Z‘?% | %1a§méhat1 4,
pl astic encapsula i on ? I s cast such that :
ov@hlaa|9§tteﬁé2@dncnuttbhabuﬁart@n(fah}oat anile plotmitingt 1n the.

whicgh the sal dré?@mwa)fe byoek erfld) o8Xthe tBRe conductor

previ ously cast plastic encapsuhatlon 44) 10 5. The

metR6§1885cl aPhed §h ord"GALEf &l s 1SUCCeThatact EPPLUGEOT

I N skldatoaki et ahieoroartcebagpi(hy) L N the. two bundle
15regions are perforned on the sane conductor sections

or on inmedi ately successive conductor sections of the

corfduct Ghe (IEthots @s ThéaimpeHdodias @iai med igladme ofl-5,

cl @h%a%t%’rlz%@ar a6t eihaed thet hatadhes Plasdd ¢ used T $yo-
2 égibonent silicone elastomer.

20 7. The method as claimed in one of claims 1-6,
characterized in that the electrical conductors (11)
used are Dblank or sheathed individual cores or
preferably twisted wires comprising a plurality of
individual cores.

25
B. The method as claimed in one of claims 1-7,
characterized in that the eiectrical conductors (11)
are degreased before the casting prdcess and are dried
after being degreased.

30
9. A device for carrying out the method as claimed in
one of claims 1-8, characterized by the following
features:

- a mold (13) has two shaping parts (14, 15) which

35 '~ can be placed one on the other and can be

releasably connected to one another with mutually
faéing shaping faces (141, 151),
- an elongate channel (19), which &runs in the

longitudinal direction of the shaping part (14,
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conmponent silicone el astoner. 20 7. The nethod as
clained in one of clains 1-6, <characterized in that
the electrical conductors (11) wused are blank or
sheat hed individual cores or _preferably tw sted wires
conﬁrh3|ng a plurality of “ihdividual cores. 25 B. The
nmet ho claimed in one of clainms 1-7, .characterized
in thatﬁt?héi e%?r#@&nggnéﬁbtb¢§ BRF5 dfe Wil etBedCh
3eforesh?@im@sﬁbm@ pildéessSangd are dried after being
egreased.- . A_devj _ I g e od

\a l%%s%ongngf %?§F%§E1?§¥I%%§_ éﬁgnﬁél i) 21)

as claimedin- racteri zed by 't he
f ol | owiisguefsediniceghea chehael 131 %has two shapi ng parts

(14, 1% whigh 331680 (be plhaged gneon-dhenod hes and as
can be releasably connected to one another with

mut ual 1508 feRd iy sHfpi HPH Re LTI 1B PP SS difgate el
cpapﬂdgéfgves\MmZg)ru@gchnlﬁheeyhonghtwdﬁnmldﬁqixndinal
0 e shapi ng par s 15) a s, bo ed at

ends, W%Jﬁ%aégﬁﬂ %%c%%esﬁgﬁFﬁggfé%gﬂilhif’1g$€;q%?i sdive
Iﬁasthdhﬁsfpastt¢eﬁihgim@echannémcmdmh 21)) , i ssldegnisntighe
the c 5.+ ui region (22, 23) , which
reachegggg(?éﬁgggl(?ﬁ%§§%d<§%)fhe shaging paat andIC
compri s partanrels grid8ves ¢REYe wHieH &% endZin £Re and

| ongi t L@iﬂ?‘ing dingcidohn piot her shapi fge paid {HApidd) faces
anq serve for_positioning the conductors 1) ,
adj oi ns(ther &@Pbﬁ@“bﬂ- Cﬁﬁaﬁﬂﬂ 9PP§fFe®%e channel s
(19), qwi ginegi(ews (22, 23) abdmping pieces having two
clamping pieces (261, 262, 271, 272) 1is arranged
at each end of the mold (13), it being possible to
press mﬁtually facing clamping faces (262a, 272a)
. of said clamping pieces against one another,
- one pair (26) of clamping pieces is firmly fixed
to the mold (13), and
- one pair (27) of claﬁping pieces is designed such
that it can be moved in the longitudinal direction
of the mold (13).

10. The device -as claimed in ciaim 9, characterized in
that one clamping piece (262) of the pair of the
clamping pieces (26) which is fixed to the mold (13) is
integrélly formed with a shaping part (15), and the
other clamping piece (261) can be clamped on this

clamping piece (262).

11. The device as claimed in <claim 9 or 10,
characterized in that one clamping piece (272) of the
movable pair (27) of clamping pieces is movably guided
on guide pins (32) which extend in the longitudinal
direction of the shaping part (15), are secured in the
shaping'part (15) and protrude at right angles from its
end face (152), and in that the other clamping piece
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filling channels (20, 21) in the two shaping faces
(141, 151) are identical and congruent, a pair (26, 27)
of clanping pieces having two 15 cl anpi ng pi eces (261,
262, 271, 272) is arranged each end of the nold
(13), it being possible to ess nutually faci ng

cl 'n fac (262a 72a) ie
aég?ﬁét §not%l mpeoC%e paltrh% 2@?‘]9?% ﬁplr%gcpp ecegl]ng
i@iében197ﬂbxed 20 to the nold (13), and one pair (27)
of clanping pieces is designed such that it can be-
moved in the |ongitudinal direction  of the mol d ('13).
28210. THRe Hlicte 33 elaiRed itd @@ ollchahaseerrFeded

l :fin that emerel a Eplan&mﬂﬁo%ﬁﬁa—(h%?%) 3f5tt,hah@ahr ief phrbeided
cl anpi ng pj ece ich is fixe

B 1 Eh P Re s e o A Sttty fﬁ%ﬁ&(%?ug@ﬁg SELEE
o@h&meclﬁnmlng mm@ce 26k carlthe( 34 Jampedcionithissippddted

I e R oFal e Ean cor e REREI0REFE) Ty gnd bas

racterize ¢l anp
plaex:ee}(tzeﬁz)abf thheadnseablenpaidtl( Zli)arbfb%l §h‘§ﬁﬁ§ed into

pi S-Jvahbly guizded 35 on guide pins (32) which
ef%é%gtPhO%%' onglﬁud?nal direction of the shaping
part (15), are secured in the shaping part (15)  and

Priof r udg At delygbe angl esidmi tis ana face ¢15Hs and2,
in that the other claqglng pi ece -

cIHHIEFIET 3% mVabi3gui ded BF8RYT nggrﬁﬁégsmﬁﬁgz) (42)
12z omighe sdevy C@aaalabal m;doonesl ai4d)llischépaceedriared edh

| nLhat, Ahece L o 4y oUghhgl oo 39). vhieh i a1 oy dedds

Sec in thé novab anplng
pi @oan{i27] ) pieees a Eheéﬂlgéppveﬁ6}nwﬁ@§ﬁ|Q?%ﬁuﬁﬁﬁ fthing

onsthe end fReRveLS2)29f bheashapidey Raftod 1922and3hasand
having a clear cross section which is smaller than that

of the grooves (25) in the guide regions (22, 23).

" 14. The device as claimed in one of claims 9-13,
characterized in that the two elongate channels (19) in
fhe shaping faces (141, 151) of the two shaping parts
(14, 15f have such a channel shape that they enclose a
~casting space which speéifies the contour of the
insulating sheath (12) of the ribbon cable (10) when

they rest one on the other in a congruent manner.

15. The device as claimed in one of claims 9-14,
"characterized in that at least one guide region (22,
23) with grooves (25) 1s arranged on an adapter which
is inserted into the shaping part in an exchangeable

manner.

16. The device as <claimed in one of claims 09-15,
characterized in that the grooves (43) on the clamping
faces‘(262a, 272a) of the clamping pieces (261,'262,
271, 272) of at least one pair (26; 27) of clamping



an external thread section (361) can be threaded into
10 said through-hole (35). 13. The device as clained in
one of clainms 9-12, characterized in that a groove
arrangenent (42) conprising;pacallel grooves (43) is
formed on each 15 clanping face (262a, 272a) of the

PRile 26,2 1%) 4081 gkl @NBLOY PheEEShetiRe$e18h0aYesni Aind/or
each case conti nuin fromthe grooves (25) of a guide

r §iodA le2zam He SAEN9RAVi ng a clear cross section which
is smaller than that of the grooves (25) in the guide
regions (22, 23). 20 14. The device as clained in one
of clains 9-13, characterized in that the two el ongate
channels (19) in the shaping faces (141, 151) of the
two shaping parts (14, 15) have such a channel shape
that they enclose a 25 casting space which specifies
the contour of the insulating sheath (12) of the .

ri bbon cable (10) when they rest one on the other in a
congruent manner. 15. The device as clained in one of
clainms -9-14, 30 characterized in that at |east one
gui de region (22, 23) with grooves (25) is arranged on
an adapter which is inserted into the shaping part in
an exchangeable manner. 35 16. The device as cl ai ned
in one of clains 9-15, <characterized in that the
grooves (43) on the clanping faces (262a, 272a) of the
cl anpi ng pieces (261, 262, 271, 272) of at |east one .
pair (26, 27) of clanping 13 pieces are designed such.
that their orientation and/or profile can be changed.



