2164875 1 METHOD OF MANUFACTURI NG A JACK This invention relates to a nethod
of manufacturing a jack. Hitherto, a jack is conventionally manufactured by
a prgpess conprising a step of formng an el ectro-conductive met'al sheet
conveged in one direction into nultiple contact pieces by usi%§4§’7" 7
progressive press and a die, a step of nounting a specified n %&E;e
contact pieces on an automatic assenbly nmachine, a step of setting a jack
body to predeterm ned position, and a step of incorporating each contact
piece into the jack body by operating the automatic assenbly machine. In
such conventional manufacturing nethod, however, a serious problemexists
in that it is necessary to be equipped with the automati c-assenbly machi ne
which is several tinmes nore expensive than the die, considerably increasing
t he -whol e equi pnent cost and, noreover, since it is required to nount a

fi xed nunber of contact pieces, which have undergone conplicated pressing
bendi ng steps, on the automatic assenbly machi ne, the working process as a
whol e takes nuch tine and | abor. 2 -

METHOD OF MANUFACTURING A JACK

This invention relates to a method of manufacturing a

-

jack.

Hitherto, a jack is conventionaliy manufactured by a
process comprising a step of”foiming an |
electro-conductive metal.Sheet cdnveyed in one direction
into multiple contact pieces by using a progressive
press and a die, a step of mounting a specified number
of these contact pieces on an“automaiic assembly
machine, a step of setting a jack.body to predetermined
position, and a step of incorporating éach contact piece
into the jack body. by operating the automatic assembly

machine.

In such conventional manufacturing method, however, a
serious problem exists in that it ié necessary to be
equipped with the automatic assembly machine which is
several times more expensive than the die, considerably
increasing the whole equipment éost and, moreover, since
it is required to mount a fixed number of contact
Pieces, which have undergone compligated pressing
bending steps, on the automatic assembly machine, the

working process as a whole takes much time and labor.



Such being the situation, it has been difficult to automatize conpletely

t he nanufacturlng nmet hod, which is yet another problem According to the LP
pnesent,lnventlon there is prOV|ded a met hod of manufacturing an electrlcm

j ack. conprd sing the steps of: punching a netal sheet so as to forma

pIuraI|T “of side- by-si de contact piece elenents interconnected with each

other at their. sides and each having two portlgns extendi ng from opposite

ends of a center portion and at | east one Iead ext endi ng fron1a di stal end

of a respective one of ald t por.ti ons, or each lead fqQrm.ng a free

0
end, each of said PWSBpOEEAGNS aﬁﬂﬁ&aﬁ&ﬁﬁhe % R@sebger R3EEICHdditRy said
port on;  pos E?%ﬁ%ﬁ&og%“té%ﬁt S8y 3ol ve s, BR3P elode, P isud
contact piece ele Qti ?%% ?%%H g a cutter so as to cut’ each said

contact piece ele P the €0F each other contact pi ece el enent and

so as-to force each cut of f contact piece element by neans of the cutter
into or onto the adjacent jack body to becone ‘i ncorporated therewth.

causing said hol egcld rage gmoerwcgct}e%m GPieRTA R ith@ riar Qist Plrlodi % ediaCh
are formed on the jack bo to retain the contact piece elenent in or on
the jack body. method of manufacturing an electrical jack comprising
. the steps of:-
- punching a2 metal sheet so as to form a plurality of
e - 8ide-by-side contact piece elements interconnected with
each other at their sides and each having two portions
" extending from opposite ends of a center portion and at
least one lead extending from a distal end of a
respective one of said two portions, the or each lead
forming a free end. each of said two portions héving
punched therein a hole:;
bending said two portions together with the lead or
leads relative to said center portion: |
positioning a jack body adjacent said plurality of
side-by-side contact piece elements;

- and operating a cutter so as to cut each said
contact piece element off from the or each other contact
piece element-and s0 as to force each cut-off contact
piece element by means of the cutter into or onto the
adjacent jack body to become incorporated therewith,
causing said holes to become engaged with corresponding
ﬁrojections which are formed on the jack body to retain

the contact piece element in or on the jack body.



- el evation sh

3 It is believed possible by neans of the present invention to’ provide a
novel method of manufacturing a jack by which a conplete automati zation is
easkhy attained, thereby inproving considerably a productivity and sawving -
thci lity cost.. The invention wll be described by way of exanple th
refefence to the acconpanying drawi ngs, wherein:- Fig. 1is a plan Wew of

a part of an el ongated el ectro-conductive tal sheet; Fig. 2 is a plan

vi ew wherein said netal sheet is punched anhd forned into a plurality of

t act | t d sjde-by-sid di t th
e e e
how both 17 eCyfy o%mf’%‘aeg‘ik%fm 106" aPhEVE) TmERRON S nRBfbadRUBIRE s 1O ¢
el ement is Co%aif by [ @ﬁhgr F@f‘ésau{:bﬁat?zéﬁh@nsfgtéQQ?ij front

ng a positiona t1 on anbng each contact pi %CE el enent, a

~punch of a cuitedimed, atma@&bpoﬂupweﬂnéU&shamea&mfoatﬁeaaeeefhe enent
by the cutter and forcedly i ncorporating the element into the jack body:

Fig. 6 is a paidpssvring vheVeseDWi 6@ Gopositional relation between each
contact piece elenment and the jack body when cutting off each contact piece
el enment and _ , :
The invention will be described by way of example with
reference to the accompanying drawings, wherein:-

Fig. 1 is a plan view of a part of an elongated - ‘\J
electro-conductive metal sheet;

Fig. 2 is a plan view wherein said metal sheet is
punched and formed into a plurality of.contact piece
elements arfanged side-by-side and in a direction
orthogonal';o_a conveying direction of the sheet metal:-

Fig. 3 is a plan view showing how both free ends of
each contact piece element are bent.downward:

Fig. 4 is a plan view showing by one-dot chain
lines where each contact piece element is cut off from
other elements:

Fig. 5 is a sectioned front elevation shbwing a
positional relation among each contact piece element, a
punch of a cutter and a jack body.when cutting each
contact piece element by the cutter and forcedly
incorporating the element inﬁo the jack body:;

Fig. 6 is a perspective view showing a pdsitional
relation between each contact piece element and the jack
body when cutting off each contact piece element and

forcedly incorporating into the jack body;



forcedly incorporating into the jsack body; 4 Fig. 7 is a side view
showng the positional relation anong each contact piece elenent, the ch
of theecutter and the jack body; Fig. 8 is a perspective view of a | -~
nanufac&#ged by a nmethod in accordance with this invention: and Fig. 9 is~a
sectionaf view of the jack in Fig. 8 Fig. 1 shows a part of an

el ectro-conductive el gngated netal sheet 1 whigch is used as a material in
~form ng contact pieces of a jack, and on which positionally holes la are

formed at specified diggtance . , eqges. of,. | itudin i . Fig. 2
shows a st altoe wher ei n Fi”& ﬁ’reall%lntasc%’f%ecgﬁte}ctéhp(?% tet}eenl:'eon is':%zoqieacs)1 f or?n
finally each indipg |, ' | e ; | ' I on
orthogonal to a gg#\%%%%%tefyoﬁpg‘ﬂ%ggﬁféeet ngétlgﬁuté]q.{{dm;&ﬁsfopg"géyﬁ gdl\%e

with each other RpdWitidld avd k' epick®ady;l. These contact piece
el ements 2 are connected with a remalning outer franme of the netal sheet 1

through connecting pi gdgf. 30.i9 gdrspeutingg Wil o £nfadle wanuk £l et
each other are al so connected together at their sides through other
connecting pi ecedy’a metheall itn dowo mdanue twinth tthiss prnvdradiony iand board by
soldering or the like is integrally fornmed at one end or each end
respectively of Fig. 9 is a sectional view of the jack in Fig. 8

Fig. 1 shows a part of an electro-conductive elongated
St metal sheet 1 which is used as a material in forming
contact pieces of a jack._and.on which positionally
holes 1la are formed at specifiéd distanqe on both edges
of longitudinal sides. Fig. 2 shows a state wherein a
plurality 6f contact piece elements 2 to form finally
each individual contact piece of the jack are formed in
a direction orthogonal to a conveyipq direction of the
sheet metal 1 and side-by-side with each other by
punching said sheet metal 1. These contact piece
elements 2 are connected with a remaining outer frame of
the metal sheet 1 through connecting pieces 2g, and the
contact piece elements 2, 2 adjacent each other are also
connected together at their sides through other
connecting pieces 2g. A lead 2a for connecting to a
printed-wiring board by,soideriﬁg or the like is
in;egrally formed at one end or each end respectively of
each contact piece element 2. Before or after the
punching step, a contacting point 2b bulging or being
enlarged downward is formed in the center portion 2' of

each contact piece element 2. Furthermore, before the



each contact piece element 2. Before or after the punching step, a

ti-ng point 2b bulging or being enlarged downward is formed i'n the .
ce’ portion 2' of each contact piece elenment 2. Furthernore, hefore.the
5 puriching step or at the tine of. punching, circular positioning holes?2d
are formed between the centre portion 2' and portions 2h of each contact
piece element 2. and in addition two rectangul ar holes 2e are punched
respectively in two portions 2h extending from opposite ends of the center
portion 2' (the n1the di stal.end,of the

aSSOC|ated|MNQQé§FEﬁ§ £$§d°§a§§é%§gg£g§ﬁfr gpg?%BIQHErE?ﬁcﬁbfﬁ portions
2h of eaCh‘“ﬁgégﬁzf%ﬁfﬁ eﬁﬁ?@@ % QPénfﬁrhgagg%gﬁeart eOLeEEQ?h are bent

downwar d, eac etmeen
ehpl €

respective C'rﬁ%&é&oﬂof‘téﬂ@'ﬂ&r@?&ﬁs2ﬁh38ﬂ dhén’ ﬁﬁQSH' {ePUNGYE

& ﬁ .
2e. Figs. 4 and 5 show a cutting step wherein eacﬁ contac plece el enent 2

is cut off by & paehi® #ddpefoht oo ateéb@nd@lat ON616802634£8 PineAEadot
chain line in Fig. 4. Meanwhile, a jack body 3 is conposed of an insulating

materi al such pespeetinedly imstwo portibonshzhcentendiher £obmaoppogite

insertion hole 3a running through fromthe front side to the rear side is

formed. Furtheendsrpf the center portion 2' (the or each lead 2a
extending from the distal end of the associated portion

2h).

Fig. 3 shows a bending step wherein both portions 2h of
each contact piece element 2 formed into the state of
Fig. 2 are bent downward, each making a right angle at
the middle part between the respectiVe circular

poéitioning hole 24 and the rectangular punched hole 2e.

Figs. 4 and 5 show a cutting step wherein each contact
piece element 2 is cut off by a punch 5 of a cutter at

the portions indicated by one-dot chain line in Fig. 4. T

Meahwnile. a jack body 3 is composed of an insulating
matetial.such as synthetic resin, and at the center
thereof a plug insertion hole 3a running through from
the front side to the rear side is formed. Further, on
the outside of both side walls, which are parallel with
said plug insertion hole 3a, projections 34 for the
retention of the contact piece elements are formed, said
projections 34 being eventually engaged ﬁith the

rectangular punched holes 2e of the contact piece



the out.side of both side walls, which are parallel with said plug insertion
hol e 3a, projectjons 3d for the retention of the contact piece elements are
fsor med; sai d projections 3d being eventually engaged with the rectangularf
puncheqﬁﬂples 2e of the contact piece 6 el enents 2. The projections 3d" (zg;
are so forned that each upper side thereof is gradually inclined downward,

and a projecting piece 3d" projecting dowwarg is formed underneath the
outside tip of each projection 3d Furthernore, in order to individually

5 cor r oanongi ngt TERFhES. 2P ihe *pr8yefREBas 0 Th 8L ePLE o ERRAT AR, o8ROV CS
sides of the uppgpp@a’ ki@ Ene:bséy 8- gfga?ﬁilghQnHE@ﬁEdshﬁﬁpﬁLrﬁacg grgove

3b, a positioning projection 3c iIs tor e ngagi ng sl |oning

hole 2d of the rﬁﬁe?éétYﬁgCQﬂééét3B“E§EOQEEEER§ ao&hoatabﬁxeforheaadd't'On
at the center part of the body 3. openings 3e are fornmed so as to

communi cate withuh8erfedghi oREr bucsibel eigaofTeaBh ph6 jeathkohodd.3 is
pl aced i medi atel y underneat h each contact piece element 2 forned into the

state of ‘Fig. 4.Fasthaomoren Engor8ebytboindivfddatbyt baspuochnd hbléhe
cutter from above the netal sheet 1 toward a fermale form4. in which an
openi ng pernittiphecmi@ddle part 2' of each contact piece element 2,
grboves 3b corresponding to the width of the middle part
.2' are formed on both sides of the upper part of the
N body 3, and at the upper side of each groove 3b, a
| positioning projection 3c is formed for engaging with
the positioning hole 24 of the respective contact piece
. element 2 from above. In addition, at the center part

of the body 3, openings 3e are formed so as to

communicate with the plug insertion hole 3a. '

Then, the jack body 3 is placed immediately underneath
~~each contact piece element 2 formed into the state of
Fig. 4, as shown in Fig. 5 by lowering down the punch §
of the cutter from above the metal sheet 1 toward a
female form 4, in which an opening permitting each
contact piece in the mentioned above to be inserted is
formed, every connecting piece 2g is cut off. thus
separating the connections-among the'plurality of
contact piece eleménts 2. By further lowering down the
punch 5, by extending the stroke theréof. each cut away
contact piece element 2 is'forcedly incorporated into
the jack body 3 located underneath. 1In this step, the

portion 2h (together with lead 2a if any) of each



contact piece in the mentioned above to be inserted is forned, every S
connecting piece 2g is cut off. thus separating the connections ampng the .
pl ugghyty of contact piece elenments 2. By further |owering down t he punch 5 «
by - 8¢ endi ng the stroke thereof, each cut away contact piece elenenbzggls
forcedly incorporated into the jack body 3 | ocated underneath. In thi's

step, the portion 2h (together with | ead 2a9i f any) of each 7 cont act

pi ece el enent 2 which is bent downward, naking a right angle is diverged

outwardly al ongoatharebedceaed enlenth® ﬂhﬁb%?ﬁso%e%Q Ao R %H%@pglarly
punched hole 2e is engaged.-with an inside of the projecting piece

the projecti onr3ghbyangler isngivesged YultwardayeladshlgCial  aPerlede sadeer i al ,
and at the sanme tinme the circular positioning holes 2d are respectively

engaged with tbé phei projengipnopdct ithen Ite rectbingulailg pudaBedcont act
pi ece el enent 2 can be forcedly incorporated.into the jack body 3 while
keepi ng an exaholeezatuseepqageﬂow1ahdann1asaheaomammerpaajh@thmgrel|ab|y
retained. Also in this step, as shown in Fig. 8, since the upper openings
of the body 3 aiecalﬁéétOéoﬁppepépyeGGﬂeneédwahrem@rmnmsrmnﬂﬁaﬁdy by

hori zontal portjons_2' haying the contacting points 2b |ocated thereon,
entrance of dUSPefFBﬂFEBS9§Y|vaFPFuHFFfréégpléPélﬁt the same time the

circular positioning holes 2d are respectively engaged
with the positioning projections 3¢. 1In this manner,
each contact piece element 2 can be forcedly | \or
incorporated into the jack body 3 while keeping an exact
-relative position and in such a manner as t& be reliablj
retained. Also in this step, as shown in Fig. 8, since
the.upper_openings df the body 3 are almost completely
covered with the intermediate horizontal portions 2'
having the contacting points 2b located thereon,
entrance of dust from above is virtually completely
prevented, while a contact state with a plug (not
illustrated) is ensured by protruding the contacting

points 2b into the plug insertion hole 3a.

Accordingly, when using the manufacturing method of a
jack as described above, an expensive automatic assembly
machine is hot required at all, automization being
easily'attained. and moreover cost of dies, working

cost, working time, etc are saved.

Thus, in case of the foregoing embodiment, plural

contact piece elements 2 are formed by punching so as to



6revenyed, whil e a contact state with a plug (not illustrated) is ensured
by priotrudi'ng the contacting points 2b into the plug insertion hole 3a. _
Accordingly, when using the manufacturing nethod of a jack as describeqé{)
above,™an_expensi ve automatic assenbly machine is not required at all,

- aut om'Zatt on being easily attained, and noreover cost of dies, working
cost, working tine, etc are saved. Thus, in cgse of the foregoing

enbodi ment, plural contact piece elenents 2 aﬁe formed by punching so as to

8 be orthogonal to the conveying direction qof the sheet netal .and. arranged
si de- by- si de wi t ReoREtRRGOPRA ,tgn&“ﬁh&ﬁ“@&@ﬁ“@bgﬁé@F‘ﬂP@cgfeF@%eﬁP%ftis cut

ofl rgepect velypeabe o Ssdbboaieaioqr e il quthe el e | 2ok

or thogonal hée conveying direction

of the sheet nEtgﬁgﬁfegépt%o%ﬁa@%skgkggeglhﬁﬁﬁﬂ!Qtﬁkyc%Qd%&Qeath each

cont act piece el 0 be sepa by cutting. This invention

however, is not Lighlaaqdit@151eof (greeggirr&dq@bqqli%rmﬂedeqq{tloe&h@ fjaciher
ormed b

enbodi ment wherein the plural contact pieces are y punching in the

same direction agelfe 3CoRKRYijaekdiboR$t 1301 sofc o yeide €r oiettdle it otticm

cutting each contact piece element to be incorporated forcedly into the

jack body, the jazithbadnal to the conveying direction of the sheet metal
so as to be positioned immediately underneath each

contact piece element'z to be separated by cutting.

This.invention. however, is not limited fo the foregoing
embodiment but enables a further embodiment wherein the
plural contact pieces are formed by punching in the same
direction as the conveying direction of the sheet metal,
and when cutting each contact piece element to be
incorporated forcedly into the jack body. the jack body
3 is conveyed from the same direction as the conveying
direction of the sheet metal so as to be positioned
immediately underneath each contact piece element to be

separated by cutting.



3 is conveyed fromthe sanme difection as the conveying direction of the,
sheet netal so as to be positioned i nmediately underneath each contact .
pieéﬁgelenent to be separated by cutting. 9 CLAIMS: - 1. A .met hod of =«
mariNgAct uring an electrical jack conprising the steps of:- punching;a*ﬁbtal
sheét so as to forma plurality of side-by-side contact piece el ener

i nterconnected with each other at their sidgs and each having two portions
extending from opposite ends of a center portion and at | east one |ead

ext endi ng fron&eaﬂﬁgtgl end of a respective one of said two portions, the
or each lead fornrnga free end, each of said two portions having punched
therein a hole; bending said two portions together with the |ead or | eads
relative to said center portion; positioning a jack body adjacent said

plurality of side-by-gigetheat aet m@hetactheiBYt Sn aNdceBeEali fack Cutter so
as to cut each said contact piece elenent off fromthe or each other

contact piece edmpeisingdtie aseps bpbrse each cut-off contact piece el enent
by means of the cutter into or onto the adjacent jack body to becomne
i ncor porated t herepandhing a metal sheet so as to form a plurality of
side-by-side contact piece elements interconnected with
each other at their sides and each having two portions
extending from opposite ends of a center portion and at
least one lead extending from a distal end of a o/
respective one of said two portions, the or each lead
forming a free end, each of said two portions having
punched therein a hole;
bending said two portions together with the lead or
leads relative to said centé: portion; |
.positioning a jack body adjacen; said plurality of
" gide-by-side contact piece elements;
and operating a cutter so as to cut each said
contact piece element off from the or each other contact Q_J
piece element and so as to.force each cut-off contact
pieqe element by means of the cutter into or onto the
adjacent jack body to become incorporated therewith,
causing said holes to become engaged with corresponding

projections which are formed on the jack body to retain

;ne'contact piece element in or on the jack body.

2. A method as claimed in claim 1 wherein the jack

body is positioned immediately underneath said one
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causing said holes to becone engaged with correspondi ng proj ections which
are. formed on the jack body to retain the contact piece el ement in or on
t:he j agk body. 2. A method as clained in claim 1l wherein the jack body
i s positioned i mediately underneath said one 10 contact piece el enent?
and - wWhér€in the cutter is operated downwardly for the cutting-off and o
forcing steps. 3. _ A net hod of nanufacturigg,a jack as claimed in claim
1 or 2, wherein said holes are each rectangul and wherein said
projections are farmned on.quter faces of t side walls which are in

parallel with a 5 aicﬁs@{lﬁc(?n:r}am@’?f at"r‘?e | Bodpe &“?t:rafmﬂgcﬁ;ﬁ;e
[ | LN clal r er.ein .
of each of ogid SPuhiARA e ok Sukelng- 4t land, SR 4tRad Do

downward, and projecting pieces projecting downward are formed on outside
ends of a bottom part of each projection, so that said two portions of the

cut-off contact pieces a qdfdd ©F *aﬁﬁ%mi‘fﬁ’?ﬁ%{]c}im !a%ech%Lir'J%c%%[ of

said projections and so that each of said punct l'es i's engage ith an
i nside of the prejladin N9 o @Ge whierddd) sid Hlied dde \Waldh!G et atlg@IlaC! t Y
of each contact piece. 5. A nmet hod of manufacturing a jack as clai ned
in and wherein said projections are formed on outer faces

of two side walls which are in parallel with a plug

insertion hole of the jack body.

4. A method of manufacturing a jack as claimed in
claim 1, 2 or 3, wherein an upper side of each of saiad
- projections is so formed as to be gradually inclined
downward, and projecting pieces projecting downward are
formed on outside ends of a bottom part of each
projection, so that said two portions of the cut-off
contact pieces are made to diverge on upper inclined
surfaces of said projections and so that each of said
punched holes is'gngaged with an inside of the
projecting piece of each projection by virtue of

elasticity of each contact piece.

5. © A method of manufacturing a jack as claimed in
any'precedinglclaim. wherein before the cutting step. a
bulging contact point is formed in the center portion of
each contact piece element, and also an opening is
formed on the upper side of the jack body so as to

communicate with the plug insertion hole, and said
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any preceding claim wherein before the cutting step, a bul ging contact. .
point is formed in the center portion of each contact piece elenment, and .
al n opening is formed on the upper side of the jack body so as to .~ s
co%ﬁgaicate with the plug insertion hole, and said contact point QF*Each
contdct piece elenent is arranged facing said opening so as to be pfdfacted
into said plug insertion hole. 6. A met hgd of manufacturing a jack as
claimed in any preceding claim wherein at the punching step. positioning

hol es are T or My jael g siTie o lladh Fi:%rx{:!ao& %ﬁdeéeaiedx {féh P réiaox!lsagxg%qqﬁgc“

contact piece glement, "and wherein positioni Mg projections Tor en

respectively wighlisai ¢ %i&deg{gr{%asftpgagsz & S Y &E@qﬂc?‘%?deg]i

upper side of the jack body, h of sal d "positioning
engaged with eaglke?ftivd hdl@si tioning projections when each cut-off contact
pi ece elenment is forcedly incorporated into the jack body. 7. A et hod
of manufacturing a jack as clained in any one of clains 1 to 6. wherein at
t he punching step, the plurality of contact piece elenments are fornmed in a
direction ortheégonal .o methodyef mamifaaturimgfa shEak e adlaimesd fand
si de- by-side wth one anot her, and when each contact piece obtained by
cutting of f eaélmyc@seseding claim, wherein_at the punching step,
positioning holes are formed between the center portion
and said two portions of each contact piece element, and
wherein positioning projections for engaging -/
respectively with said positioning holes are formed on
both_edges of an upper side of the jack body, so that
each of said positioning holes is engaged with each of
said poéitioning projections when each cut-off contact
piece element is forcedly incorporated into the jack

body.

7. | A method of manufacturing a jack as claimed in
any one of claims 1 to 6, wherein at the punching step,
the plurality of contact piece elements'are formed in a
direction orthoqonal to a conveying direction of saiad
metal sheet and side-by-side with one another, and when
each contadt piece obtained by cutting off each contact
'piece element at the cutting step is forcedly

- incorporated into the jack body, the jack body is
conveyed from a direction orthogonal to a conveying
direction of the sheet metal to be positioned adjacent

each contact piece element to be cut off.
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pi ece el enent *at the cutting step is forcedly incorporated into the jack
body, the jack body is conveyed froma direction orthogonal to a conveying
di rection of. the sheet netal to be positioned adjacent each contact

el emrent> tg be cut off. 1111111.1121111111111222121111111 * C L

* 17+78. A nmet hod of manufacturing a jack as clainmed in any one of
clains 1 to 6, wherein at the punching step thg plurality of contact piece
el ements are fornmed in the sane direction as a conveying direction of said
. metal sheet and gide-byzsj 3t RO : « . gn o ct pi ece
obt ai ned by cutL?hg offAeggﬁhggnpgcRgﬂggggQgF%ﬁgng Q?%?hggcgggﬁﬁ%ﬁségp S

forcedly incorpopaiednknbe Eﬂsihgcg gedxu bﬁerbgakaQOQnei§uaeﬁ!%§e§tkbonla

direction the sane”as the conveyin irection of the sheet netal "to.be

Egsitioned adj acgfk patRateRyacE Boacace! piece eleh@netd! adll fokhballh 111

S

the same direction as a convgjing direction of said
metal sheet and side-by-side with one another, and wﬁen
each contact piece oBtained by cutting off each contact
piece element at the cutting step is forcedly
incorporated into the jack body., the jack bpdy is

— conveyed from a direction the s#me as the conveying
direction of the sheet metal to be positioned'adjacent

each contact piece element to be cut off.
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