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1. GENERAL 

1.1 Scope of Section 

1. 1. 1 The purpose of this section Is to 
provide Instruction for using the 710 

Modular Splicing System to splice switchboard 
cab I es and mu It !conductor cab I es hav Ing c:ommon 
erlernal shields CABAM or AEM4 type cable). 
The 710 Is capable of splicing 50 conductors 
of one cable to 50 conductors of another cable 
In one unit. Mixed gauges. 22 through 26. are 
authorized In the same 11Ddule. 

A. The splicing connector consists of an 
I ndex str Ip• connector nodu I e and cap. 
It Is used for straight splicing <Figure 
4). 

B • The br I dge con nectar cons I sts of a 
bridge 111:>du le and cap. It Is used In 
conjunction with a splicing connector to 
permit a 3-way splice <Figure 4). 

c. The ha If-tap connector cons I sts of an 
Index strip. half-tap connector module 
and cap. The half-tap connector permits 
joining one cable to through conductors 
In nonworking cable or working cable 
without Interruption of service. 

1.1.2 The 710 Connector Components (Figure 4) 

A. Index Strip - holds the pairs from the 
f lrst or through cab le. It has color 
coded peaked projections used to 
separate the tip and ring conductors. 
Wire grippers hold the conductors In the 
I ndex str Ip and are a I so used for er I en­
tat Ion of the Index strip for piecing In 
the 1oo1. 

e. Connector Module - contains the double­
ended slotted beam contact element for 
spllclng through Insulation to contact 
the metal I le conductors. The top of the 
module Is slml lar to the Index strip and 
holds the pairs fran the second cable. 

NOTICE 

3.3 Splicing Rig Setup 
4. ~INTENANCE 
4.1 ReplaC91119nt of Knife Blade 
4.2 Cleaning 
5. APPLICATIONS 
5.1 Dead Ending Cables 
5.2 Half Tap 
5.3 Straight Splice 
5.4 Half-Tap "Y" or "T" Spl Ice 
5.5 Straight Splice With Bridge and Multiple 

Appearance Sp 11 ce 
• 6. VERIFICATION 

c. Bridge Module - top of the bridge module 
ls the same 115 the connector 11Ddu le 
except the s I atted beams are exposed In 
the bottom portion of the connector. 

o. The Cap provides the flnal wire reten­
s I on when pressed onto the connector 
bridge and half-tap 11Ddule. 

1.2 Associated Information 

1.2.1 Refer to Section 370 of this handbook 
for methods of spl Icing Individual 

wires with the KS-21256 Solder Sleeves* and 
the 700-type connectors. 

1.2.2 Refer to Handbook 8, Section 400, for 
Instructions on butting and stripping 

switchboard cable •. 

1.2.3 ED-94964-10 provides additional 
Information on the 710 Connector and 

Its Central Office applications. 

1.2.4 Refer to 900 series sections of 
Handbook 9 for Information on test Ing. 

1.3 Precautions 

1.3.1 Before spllclng Into an existing cable 
stub er otherwise, the functions and 

colors of the leads should be verified physi­
cally to Insure that when 1111tlng existing 
cable with new cable electrlcal continuity 
wl 11 be attained with the proper circuit func­
tion. 

1.3.2 Reused equipment may have different 
assignments because of changed 'termina­

tions, broken leads, different vintage of 
cable, substituted cable, added wire, etc ••• 
Do no rely on connecting d:>cuments for exist­
Ing cable terminated In the past. 

1 .3.3 When the col or 1155 I gnment of each cab le 
Is the same or after matching the two 

cables per the above, the wires shouid be 
fanned Into the 710 Connectors In consecut Ive 
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color code sequence wherever posslble. 

I .3.4 Precautions to be teken against 
personal Injury, equlp•nt damage. and 

sa-vlce Interruptions are covered In Handbook 
O; and 'they shal I be observed at al I tllllH as 
they apply to operations being performed. 

I • .3.5 Precautions to be fol lowed during the 
assenoly of the 710 Connector are 

covered In the Individual application para­
graphs. 

1 .4 Arrangemen't of Tools 

1.4.1 Prior to starting operations covered by 
t'hls section, the tools and other ITelllS 

required should be arranged a't the work loor­
tlon so as to minimize fatigue and Inconveni­
ence when handllng. 

1 .5 Verification 

1.5.t Items for general wrlflcat-lon are 
covered in Paragraph 5 of this section. 

Addltlonal Items related to specific appllca­
t Ions are II sted at the end of their respec­
tive paragraphs. 

1 .6 Au'thorlzatlons and Approvals 

1 .6.1 The 710 Connector system Is approved 
for spl Icing the fol lowlng t-ypes of 

cables: 

l:tf!. ~ 
CL 22. 24 
M 22. 24 
A 22. 24 

800A 26 
R 22. 24 

1.6.2 Other t-ypes of shielded cable (coaxial 
or t-ypes .. Ith lndlvldual ly shlelded 

pairs and other gauges of wire) are not 
covered by this method. 

1.6.3 Splicing, recabllng, et-c., may be done 
only If authorized In Operating Canpany 

or Western Electric speclflcat-lons, by ather 
instructions from the Equipment Engineering 
Organization, or by Operating Canpany let'ter 
applying to the partlcular cables Involved. 

2. INSTALLATION EQUl~NT 

2.1 Tools 

2.1.1 558 Tool Set 

2.1.1.1 The 558 Tool Se't Is composed of the 
R-5001 Cutter-Presser and the 710A 

Tool Mount. 

2.1.1.1.1 The R-5001 Is composed of the 
Cutter-Presser CF I gure 1 >, a carry­

Ing case, Instruction sheet, plastic accessory 
k It, error-tector, "E" Module S·1pport, "F" 
Module Support, "C" Knife Assembly, brush and 
hex wrench set (Figure 2). 

2.1.1.1.2 The 710A Tool Mount Is canposed of 
various parts to fact 111-ate mount­

Ing of the R-5001 Cuttet Presser <Figure 3). 

2.1.2 The R-4519, R-4612, and R-4707 may 
stl 11 be used, but they have been rated 

Manufacture Discontinued and superceded by the 
new toollng associated with the 558 Tool Set. 

2.1 • .3 Addltlonal tools that 11111y be required 
Include.the followlng: 

R-4477 
R-2984 
R-2986 
ITE-5717 
AT-8810 
AT-8764 
840A 
AT-8948 
AT-8927 

2.2 Suppl les 

Heat Shrink Gun 
Tool Supporting Column 
Column Top Support 
cable Locator 
"G" Long Nose P I I ers 
"D" lnsertlon-Cu'ttlng Tool 
Half-Tap Cut-Off lbol 
"L" Connector-Presser 
"C" Br I dge Remova I Tool 

• 710 Forming Board 

2.2.1 The 710-SD1-25 Connector can be used 
for both straight and half-tap spllces• 

It can spllce 50 conductors of one cable to 50 
conductors of anather cable In one unit. 

2.2.2 The 710-B01-25 Bridge (Figure 5) Is 
used to attach an addltlonal leg to the 

710-SD1-25 or the 710-S0-25 Connector. It 
wl 11 tennl nate up to 50 conductors and shou Id 
be supp 11 ed on the Job. 

2.2 • .3 Addltlonal supplies required to 
complete the operations are as follows: 

R-2916 
R-3428 
KS-21256 

KS-21766 
710-Bl 
701-2AR 
702-2AR 

Twine 
3/4" Wide Gray Plastlc Tape 
Heat- Shrlnkable Solder 
Sleeves* 
Heat Shrink Tubing • 
lnsulatlng Cover 
Wire Connector (Butt) 
Wire Connector (Half-Tap) 

3. REQUIRO£NTS ANO METHODS 

3.1 710 Connector Configurations 

3.1.1 The 710 Connectors can be assent>led 
Into the various configurations shown 

In FI gure 6. The methods necessary to assem-
b le the configurations are Indicated Cby para­
graph) with the figures. 

3.2 Preparation of Cable 

3.2.1 Switchboard and ASAM Cor AS-f4) cable In 
non-grounded app II cat Ions sha I I be but­

ted and stripped In accordance with Handbook 
a. Sections 400, 410, and 411. 

3.2.2 In Toll applications. where Interrupted 
shield grounds are mandatory, ~ Cor 

Amot4) cable shal I be prepared with the strict 
assurance that the aluminum shield shall not 
be cut untl I the ground Is extended to by-pass 
the stripped portions of the C1Jble. For the 
method of preparatl on wh I ch assures ground 
contlnult-y, consult the Job specifications and 
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drawings which Indicate the standard ct-awing 
which contains the appllcable Instructions 
(I.e., ED-9n79-10). 
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3.2.3 For recanniended stripped lengths of 
cables, the fol lowing lengths should be 

used: 

Either Straight or Half-Tap 
Stub Cables: Spllce Appllcatlons 

1 Connector 
2 Connectors 
3 Connectors 
4 Connectors 
5 Connectors 
6 Connectors 

15 Inches 
24 Inches 
33 Inches 
42 Inches 
51 Inches 
64 Inches 

• Continuous Cable: 1!!!.!_-Tap Splice 

1 Connector 
2 Connectors 
3 Connectors 
4 Connectors 
5 Connectors 
6 Connectors 

21 Inches 
30 Inches 
38 Inches 
46 Inches 
57 Inches 
70 Inches 

3.2.3.1 The extra 6 Inches of slack Is needed 
to manipulate the cable. In some 

special appllcatlons, a minimum of 3 Inches 
can be used. 

3.3 Spllclng Rig Setup 

3.3.1 Using- the 710A Tool Mount, the R-5001 
Cutter-Presser can be mounted 85 shown 

In Figures 7 and 8. 

3.3.2 Mount the R-5001 so that the head of 
the Cutter-Presser Is 4" from the butt 

of cab le A. Leads from cab le B shou Id be long 
enough to extend at least 4" beyond the sp 11 c-
1 ng head 85 shown In Figure 9. 

3.3.3 After each module Is completed, move 
the splicing head away frcn the butt of 

cable A, <as Indicated by the arrow In Figure 
9 > • a d I stance of approx I mate I y 8" for each 
connector. 

3.3.4 The connectors should be placed In a 
I lne down one side of the cable. or two 

connectors can be placed across from each 
other and secured In that position by twine or 
plastic tape <Figure 10). 

3.3.5 A forming board can be made to assist 
In securing the cable In place and 

I nsurlng the correct distance between connec­
tors. The fonn Ing board shou Id be made 
according to Figure 11. 

3.3.6 The forming board should be located and 
secured to the cable rack or other 

cables using R-2916 Twine or equivalent 85 
shown In Figures 12 and 13. 

3.3.7 If the forming board Is not used, 
secure the cab le be Ing sp 11 ced to an 

aval lab le anchor point, other cables, or 
framework. 
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4. MAINTENANCE 

4.1 Replacement of Knife Blade 

4.1.1 When the knife blade becanes worn, 
uneven cutting of wires wll I be evi­

dent. I f the b I ade r ; worn or the teeth are 
broken, replace with 1 new blade. 

4.1 .1 .1 Loosen, but do not remove the 4 al len 
screws on tt e back sl de of the T-Bar 

(F I gure 1 4 > . 

4.1.1.2 Bring the T-Bar back to Its down 
pos It Ion and remove the screws CF I g-

ure 15). 

4.1.1.3 SI Ide the old blade and support out 
of the side of the T-Bar (Figure 16). 

4.1.1.4 Remove the old blade from the support 
and replace It with a new blade <Fig-

ure 17>. 

4.1.1.5 Slide the new blade and holder back 
Into the T-Bar. 

4.1.1.6 Insert the 4 allen screws Into the 
T-Bar and hand tighten. 

4.1.1.1 Insert an Index strip Into the tool. 

4.1.1.8 Raise the T-Bar Into position over 
the Index strip and push down on the 

hand I e to seat the b I ade aga I nst the I ndex 
strip. 

4.1.1.9 Tighten the 4 al len screws snugly, 
but do not over t I ghten. 

4.1.1.10 Raise the T-Bar and rotate to Its 
orl gl nal pos It Ion; check to Insure 

that a s II ght cut llppears a II the way across 
the Index strip. • 

4.2 Cleaning 

4.2.1 Bits of copper or Insulation can 
Interface with satisfactory operation 

of the tool Itself. 

4.2.2 Open the T-Bar and use the brush 
supplied with the tool to loosen debris 

fran the base and end posts (Figure 18). 

4.2.3 The knife blade and Insertion teeth 
shou Id be brushed In a very thorough 

manner to remove all debris from this area 
CF I gure 19). 

5. APPLICATIONS 

5.1 Dead Ending Cables 

5.1.1 General 

5.1.1.1 Scope of Application 

5.1.1.1.1 Dead end terminations can be made 
on cables that have been di scon­

nected and are expected to be reused at a 
later date. A number of the other configura­
tions can then be used with them <see Figure 
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20>. A 710-SOl-25 Connector Is used for this 
appl I cation. 

5.1.1.2 Precautions 

5.1.1.2.1 Precautions to be followed during 
the assent> I y of the 710 Connector 

are found throughout at appropriate points. 

5.1.2 Requirements and Methods 

5.1.2.1 Assembling The Connector 

5.1.2.1.1 Positioning The Index Strip 

A. Place the Index strip In-to the connector 
holder of the sp 11 cl ng head CF I gure 21>. 

B • Depress the "I.• spr I ng button w I th 
thunt>. push Index strip to bottom of 
ho I der • and re I ease but-ton. The "I.• 
spring should now hold the Index strip 
securely <Figure 22). 

5.1.2.1.2 Fanning Wires Into Index Strip 

A. As an aid In fu-ture arrangements. fan 
the wires Into the Index strip In con­
secutive order where possible. When 
fanning paired tip and ring wires. place 
the tip wire to the left and the ring 
wire to the right. 

B. Fan the wires Into the Index strip and 
seat them Into the wire arches. They 
shou Id be snapped l n-to the notches about 
ha I f way down the arches < see F I gure 
23). Leave about 112• of wire slack 
behind the Index strip. 

C. After the wires have been fanned Into 
the Index strips. check for tip and ring 
reversals. two wires In one slot. open 
positions. and other wiring errors. 

o. All spare wires In the r.able should be 
spliced as far as possible. 

5.1.2.1.3 Cu1'1'lng Wires From Index Strip 

CAUTION: KEEP FINGERS AWAY FROM BUDE CF 

T-BARS. 

A. Pivot the T-Bar up until It snaps Into 
position over the Index strip (Figure 
24). 

B. Push down on the T-Bar head and rotate 
handle to cut and seat wires In Index 
strip (Figure 25). 

NOTE: With fabric-Insulated wire. It may 
be necessary to separate them from 
the Index strip wt-th a slight 
twist. 

c. Raise the T-Bar by rotating the handle 
to the up position and !If-ting the T-Bar 
head <Figure 26). 

o. Pivot the T-Bar to Its down position. 

E. Al I wires should be cut and seated In-to 
the Index strip (Figure 27). 

5.1.2.1.4 Positioning The Connector Body 

A. Place a connector body Into the connec­
tor holder on top of the Index strip. 
facing the same direction as the Index 
strip. and wire arches toward the front 
CFI gure 28). 

NOTE: - The connector body shou Id be pos 1-
tloned over the Index strip and 
para! lei to It using both hands so 
that the metal contac-ts wt 11 not be 
damaged. Fat lure to do this may 
result In opens. shor-ts. or 
crosses. 

5.1.2.1.5 Seating The Connector Body 

CAUTION: KEEP FINGERS AWAY FROM BUDE CF 

A. Plvo-t the T-Bar up until 11' snaps In-to 
posl-tlon over the connector body (Figure 
29). 

B. Push down on the T-Bar head and rotate 
handle to lartch connector body to Index 
strip <Figure 30). 

c. Raise the T-Bar by rotating the handle 
to the up position and lifting the T-Bar 
head. 

O. Pl vot the T-Bar to Its down pos It Ion. 

E. The connector body and the Index strip 
should be latched together (Figure 31). 

5.1.2.1.6 Posl-tlonlng The Cap 

A. PI ace the cap In the connector ho I der of 
the spllclng head so tha-t the flat side 
with la1'ches Is facing forward toward 
the T-Bar <Figure 32). 

5.1.2.1.7 Seating The Cap 

CAUTION: KEEP FINGERS AWAY FROM BLADE CF 

,. 
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5.3.2.1.2 When the connectors are placed In a 
horizontal or vertical cab le rack 

or where the connectors w 11 I be pressed Into 

313 

'hf 1st. 

adjacent cables, the stripped length of the c. 
splice shal I be covered with KS-21766 Heat 

Raise the T-Bar by rotating the handle 

Shrink Tubing. To determine the correct 
length of tubing, add 6" to the sheath open-

to the up position and llftlng the T-Sar 
head. 

Ing. o. Pivot the T-Bar to Its down position. 

5.3.2.1.3 Slip the tubing either cable A or E. A I I w I res shou I d be cut and seeted I nto 
the Index strip (Figure 27). cable B before the splicing opera-

t Ions beg Ins. 

5.3.2.2 Assent>llng The Connector 

5.3.2.2.1 Positioning the Index Strip 

A. Place the Index strip Into the connector 
ho I der of the cutter-presser and secure 
In the "L" spring. The wire arches and 
the notched base should be feeing the 
color code strip (Figure 22>. 

5.3.2.2.2 Fanning Wires Into Index Strip 

A. As an aid In future errengements, fan 
the wires Into the Index strip In con­
secutive order where possible. When 
fennlng paired tip end ring wires, place 
the tip wire to the left and the ring 
wire to the right. 

B. Fen the wires Into the Index strip and 
seet them Into the wire arches. They 
should be snapped Into the notches about 
half way down the arches (Figure 23). 
Leave about 1/2" of wire slack behind 
the Index strip. 

c. After all the wires have been fanned 
Into the Index strip, check for tip end 
ring reversals, two wires In one slot, 
open positions, end other wiring errors. 

o. Al I spare wires In the cable should be 
spliced as fer as possible. 

5.3.2.2.3 Cutting Wires From Index Strip 

CAUTION: KEEP Fl NGERS AWAY FROM BLADE OF 

T-BAR. 

A. P1¥ot the T-bar up until It snaps Into 
position over the Index strip (Figure 
24). 

s. Push T-Bar heed down and rotete handle 
to ort and seet wires In Index strip 
(Figure 25). 

With fabric lnsuleted wire, It may 
be necessary to separate them frcm 
the Index strip with a slight 

5.3.2.2.4 Positioning The Connector Body 

A. Place a connector body Into the connec­
tor holder CJr1 top of the Index strip, 
facing the same direction as the Index 
strip and wire arches toward the front 
<Figure 28). 

NOTE: The connector body shou Id be PoS I-
t I oned over the I ndex str Ip and 
parellel to It using both hands so 
that the metlll contacts wl 11 not be 
dameged. Failure to do this may 
result In opens, shorts, or 
crosses. 

5.3.2.2.5 Seating The Connector Body 

CAUTION: KEEP FI !'GERS AWAY FROM BLADE OF 

T-BAR. 

A. Pivot the T-Ber up until It snaps Into 
position over the connector body. 

B. Push down on the T-Bar head end rotate. 
hendle to letch connector body to the 
Index strip. 

c. ·Raise the T-Bar by rotating the handle 
to the up position and llftlng the T-Bar 
head. 

D. Pivot the T-Bar to Its down position. 

E. The connector body and the Index str Ip 
should be latched together. 

5.J.2.2.6 Fanning Wires In Connector Body 

A. Take the wires from the secon~ ~able and 
fan them Into the connector body In the 
same manner and color code sequence as 
the first cable (Figure 48). 

s. After all the wires have been fanned 
Into the Index strip, check for tip and 
ring reversals, two wires In one slot, 
open positions, and other winning 
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errors. 

c. Al I spare wires In 1'he cable should be 
spliced m far as posslble. 

5.J.2.2.1 Cu1'1'1ng Wires Fran Connecf'or Body 

CAUTION: KEEP FINGERS AWAY FROM BL.AOE IN 

T-BAR. 

A. Plvo1' the T-Sar up un1'11 11' snaps Into 
posl1'1on over the connecf'or body. 

B. Push down on T-Sar head and rotate han­
d le to cut and sea1' wires In connecf'or 
body. 

NOTE: With fabric lnsula1'ed wire. It may 
be necessary to separate them fran 
the connector body with a sllght 
twist. 

- 8 -

c. Raise the T-Sar by rotating the handle 
to the up position and llftlng the T-Sar 
head. 

D. Pivot the T-Bar to Its down position. 

E. Al I wires should be cut and sea1'ed Into 
the connector body (Figure 49). 

5.3.2.2.a Positioning and Seating The Cap 

A. Place the cap In the connecf'or holder of 
the splicing head so tha1' the flat side 
wl1'h latches Is facing forward (Figure 
50). 

CAUTION: KEEP FINGERS AWAY FROM BLADE CF 

B. Plvo1' T-Sar up un1'l1 It snaps Into posl-
1'1on over the cap. 

c. Push down on the T-Sar head and rotate 
1'he handle to sea1' the cap. 

D. Ra I se the T-Sar and p I vot to the down 
position. 

E. The cap should be fully latched to the 
connec1'or body and Index sirlp. 

5.J.2.2.9 Canpletlng The Splice 

A. Remove the canp lated module by depress-
1 ng the "L" spring but-ton and lifting 
the module out of the holder. 

a. If additional modules are necessary. 
move the cutter-presser B" further tNay 
fr0111 the but1' of the cable and repeat 
Paragraphs 5.3.2.2.1 through 5.3.2.2.9. 

A. If the connecf'ors are not In a tight 
form after the sp 11 ce Is comp I eta. use 
R-2916 Twine to form the connectors and 
w I res. • I f the connecf'ors are back-to­
back. they must be secured In place with 
plastic tape or twine. 

B. Cu1' a 7" long sirlp of KS-21766 Adhesive 
Tape, 10-1/2" If the cable Is less than 
1 /2" In diameter. Remove the adhes Ive 
tape fran the back Ing. 

c. Wrap the strip of adhesive tape upon 
ltsel f • 1 /2" tJWll'f fran the cab le butt on 
the sheathing (Figure 51). Do not 
s1re1'ch the adhes Ive. 

o. Repeat Steps B and C for the other 
cable. 

E. SI Ide the heat shrink tubing previously 
placed In Paragraph 5.3.2.1.3 so that 11' 
overlaps the rolled adhesive a1' each 
end. 

F. Use the R-4477 Hea1' Gun or approved 
equlvalen1' to shrink the Tubing for the 
last 2" of each end <Figure 52). Do no1' 
shrink the entire Ieng-th of the tub I ng7""" 

5.4 Half-Tap "Y" or "T" Spllce 

5.4.1 General 

5.4.1 .1 Scope of Appl I cation 

5.4.1.1.1 The Half-Tap "Y" or "T" splice, as 
shown In Figure 53, Is made when a 

stub cable, B, Is to be spliced to a con1'lnu­
ous cable, A. 

5.4.1.1.2 In most appllcatlons (relocations, 
rearrangemen1's, and retennlna-

1'1ons>, the con1'1nuous cable will be live and 
connected a1' both ends. 

5.4.1.2 Precautions 

5.4.1.2.1 Precautions to be fol lowed during 
the assembly at the 710 Connector 

are found thr0Ughout at appropr I ate pol n1's. 

, 
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5.4.2 Requirements and Methods 

5.4.2.1 Prellmlnary Operations 

5.4.2.1.1 Cable B should be run In the same 
dfrec-tlon, If possible, as the part 

of the continuous cable that It wl 11 replace. 

5.4.2.1.2 The correct length of heat strlnk 
tub Ing shou Id be cut and s II pped 

over cable B prior to beginning the splicing 
operation. The proper length of heat shrink 
tub Ing Is 6 more than the sheath open Ing of 
the spl Ice. The sheath opening Is measured 
fr011 the butt of Cable B to The butt of Cable 
A opposite Cable B, after the slack has been 
pulled In <see Figure 54>. 

5.4.2.2 AsseRDllng The Connector 

5.4.2.2.1 Mlrthod No. 1 

5.4.2.2.1.1 Positioning The Index Strip 

A. Place the Index Strip Into the connector 
holder of the Cutter-Presser and secure 
In the "L" spring. The wire arches and 
the notched base should be facing the 
color code strip <Figure 22>. 

5.4.2.2.1.2 Fanning Wires Into Index Strip 

A. As an aid In future arrangements, fan 
the wires Into the Index Strip In con­
secutive order where possible. When 
fanning paired tip and ring wires, place 
the tip wire to the left and the ring 
wire to the right. 

NOTE: The side to be removed at a later 
time should enter the front of the 
Index Strip. 

B. Fan the wires Into the Index Strip and 
seat them I n the w I re arches. They 
s hou Id be snapped Into the notches about 
half way down the arches (Figure 41 ). 

c. After all wires have been fanned Into 
the Index Strip, check for tip and ring 
reversals, two wires In one slot, open 
slots, and other wiring errors. 

D. Al I spare wires In the cable should be 
spliced es fer as possible. 

5.4.2.2.1.3 Positioning The Connector Body 

A. Place a Connector Body Into the Connec­
tor holder on top of the Index Strip, 
facing the same direction as the Index 
Strip, with archer toward the front (see 
Figure 42). 

NOTE: The Connector Body should be posi­
tioned over the Index Strip and 
parallel to It using both hands. 
Failure to do this may result In 
opens, shorts, or crosses. 

5.4.2.2.1.4 Seating The Connector Body 

CAUTION: KEEP FINGERS AWAY FROM BLADE OF 

T-BAR. 

A. Pivot the T-Bar up untll It snaps Into 
position over the Connector Body and 
push down on the T-Bar (Figure 43). 

Bo Rotate the handle to latch Connector 
Body to Index Strip. 

c. Raise the T-Bar by rotating the handle 
to the up position and I lftlng the T-Bar 
head. 

o. Pivot the T-Bar to Its down position. 

E. The Connector Body and the Index Strip 
should be latched together. 

5.4.2.2.1.5 Fanning Wires In Connector Body 

A. Take the wires fran the stub cable and 
fan them Into the Connector Body In the 
same manner end color code sequence 
(FI gure 55) • 

B. After el I -the wires have been fanned 
Into the Connector Body, check for tip 
and ring reversals, two wires In one 
slot, open positions, and other wiring 
errors. 

c. Al I spare wires In the cable should be 
spl Iced es far as poss Ible. 

5.4.2.2.1.6 Cutting Wires Fran Connector Body 

CAUTION: KEEP FINGERS AWAY FROM BLADE IN 

A. Pivot the T-Bar up untll It snaps into 
position over the Connector Body. 

B. Push down on the T-Bar heed an rot.;~e 
handle to cut and seat wires In Connec­
tor Body. 

NOTE: With fabric-Insulated wire, It may 
be neces~,ry to separate them fran 
the Connector Body with a slight 
twist. 
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c. Raise the T-Bar by rotating the handle 
to f"he up pas It Ion and II ft Ing the T-Bar 
head. 

O. Pivot the T-Bar to Its down position. 

E. Al I wires shou Id be cut and seated Into 
the Connector Body CF I gure 56). 

5.4.2.2.1.7 Positioning and Seating The Cap 

A. Place the cap Into the connector holder 
of the splicing head so that the flat 
side with latches In facing forward 
<FI gure 57). 

CAUTION: KEEP FI NGERS AWAY FROM BLADE ey: 

T-BAR. 

- 10 -

B. Pivot T-Bar up untll It snaps Into posi­
tion over the cap. 

c. Push down on the T-Bar head and rotate 
the handle to seat the cap. 

D • Ra I se the T-Bar and p I vot to the down 
position. 

E • The cap shou I d be fu I I y I atched to the 
Connector Body and Index Strip. 

5.4.2.2.2 Method 2 

5.4.2.2.2.1 Positioning F Module Support 

A. Place the F Module Support Into the con­
nector ho I der w I th the cut out s I ot 
toward the "L" spring (Figure 58). 

5.4.2.2.2.2 Positioning The Connector Body 

A. Place the Connector Body Into the con­
nector holder on top of the F Module 
Support <Figure 59). 

5.4.2.2.2.3 Fanning Wires Into Connector Body 

A. Fan 111lres Into Connector Body In con­
secutive order where possible. When 
fanning paired tip and ring wires, place 
the tip wire to the left and the ring 
wire to the right (Figure 60). 

B. Check for tip and ring reversals, two 
wires In one slot, open positions, and 
other wiring errors. 

C. Al I spare wires In the cable should be 
spliced as far as possible. 

5.4.2.2.2.4 Cutting Wires In Connector Body 

CAUTION: KEEP FINGERS AWAY FRC ◄ BLADE IN 

A. Pivot the T-Bar up untll It snaps Into 
position over the Connector Body. 

.B. Push down on the T-Bar head and rotate 
hand le to cut and seat w Ires In the Con­
nector Body CF I gure 61). 

NOTE: With fabric-Insulated wire, It may 
be necessary to separate them from 
the Connector Body with a sllght 
twist. 

c. Raise the T-Bar by rotating the handle 
to the up position and lifting the T-Bar 
head. 

o. Pivot the T-Bar to Its down position. 

E. Al I wires shou Id be cut and seated Into 
the Connector Body. 

5.4.2.2.2.5 Positioning and Seating the Cap 

A. Place the cap In the connector holder of 
the spllclng head so that the flat side 
with latches Is facing forward. 

CAUTION: KEEP FI NGERS AWAY FROM BLADE ey: 

T-BAR. 

B. Pivot the T-Bar up until It snaps Into 
position over the cap. 

c. Push down on the T-Bar head and rotate 
the handle to seat the cap. 

o. Raise the T-Bar and pivot to the down 
position. 

E. The cap should be fully latched Into the 
Connector Body (Figure 62). 

5.4.2.2.2.6 Pretennlnated Connector Body 

A. Remove the pretermlnated Connector Body 
from the Cutter-Presser. Remove the F 
Module Support fran the Cutter-Presser. 

, 
I 

1 

ii 
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5.4.2.2.2.7 Thru or Continuous Cable 

A. Position an Index Strip Into the connec­
tor holder. 

B• Fan the wires Into the Index Strip In 
consecut Ive order where poss Ible. When 
fanning paired tip and ring wires, place 
the tip wire to the left and the ring 
wire to the right (Figure 41). 

NOTE: - The side to be removed should enter 
the front of the Index Strip. 

c. After all the wires have been fanned 
Into the Index Strip, check for wiring 
errors. 

5.4.2.2.2.s Pretermlnated Connector Body 

A. Position the pretermlnated Connector 
Body Into the connector holder above the 
Index Strip and facing the same direc­
tion (Figure 63). 

NOTE: The pretermlnated Connector Body 
shou Id be pos ltloned over the Index 
Strip and paral lei to It using both 
hands so that the metal contacts 
wl 11 not be damaged. Fal lure to do 
this may result In opens, shorts, 
or crosses. 

CAUTION: KEEP FI NGERS AWAY FROM BLADE ~ 

T-BAR. 

B. Pivot the T-Bar up until It snaps Into 
position over the Connector Body and 
push down on the T-Bar head. Rotate the 
hand le to latch the preterml nated Con­
nector Body to the Index Strip. 

c. Raise the T-Bar by rotating the handle 
to the up position and lifting the T-Bar 
head. Pivot the T-Bar to Its down posi­
tion. 

D. The pretennlnated Connector Body and 
Index Strip should be latched. 

5.4.2.2.2.9 Completing The Splice 

A. Remove the canpleted module by depress­
Ing the "L" spring button and lifting 
the module out of the connector holder. 

5.4.2.3 Protection 

5.4.2.3.1 Prior To Cutout 

A. If the connectors are not In a t I ght 
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fonn after the splice Is complete, use 
R-2916 Twine to form the connectors and 
w I res. If the connectors are back-to­
back, they must be secured In place with 
plastic tape of twine. 

B • When the connectors are p I aced in a hor-
1 zonta I or vertical cable rack or where 
the connectors w I I I be pressed Into 
adjacent cables, the stripped length of 
the sp 11 ce sha 11 be covered w I th KS-
21766 Heat Shrink Tubing. 

c. Cut a length of tubing 6" longer than 
the sheath open Ing. ( In some cases, two 
pieces of tubing may be needed.> 

D. Slit the tubing along Its length and 
fold around the canpleted spl Ice. 

E. Half-lap gray plastic tape on top of the 
tubing to hold It In place and protect 
the sp II ce. 

5.4.2.3.2 After Cutout 

A. After that part of the continuous cable 
to be removed has been cut out, cut a 7" 
long strip of KS-21766 Adhesive Tape, 
10-1/2" If the cable Is less than 1/2" 
In diameter. Remove the adhes Ive tape 
from the backing. 

B. Wrap the adhesive tape upon 11-self, 1/2" 
fran the cab le butt, on the sheath. Do 
not stretch the adhesive. 

c. Repeat Steps P. and B for the other s I de 
of the splice <Figure 64). 

o. Slide the previously prepared (Paragraph 
5.4.2.1.2> heat shrink tubing over the 
spll ce (FI gure 65). 

E• Assure that the tubing Is centered over 
the splice and overlaps the rolled 
adhes I ve on each end. 

F. Use the R-4477 Heat Gun, or approved 
equlvalen1", to shrink the tubing for the 
last 2" of each end. Do not shrink the 
tubing over the connector~lgure 66). 

5.5 Straight Splice With Bridge and Multiple 
Appearance Splice 

5.5.1 General 

5.5.1.1 Scope of Application 

5.5.1.1.1 Both the straight splice with 
Bridge <Figure 67) and the Multiple 

Appearance Splice (Figure 68) have the same 
basic assembly. The straight splice with 
bridge Is obtained by adding a 710-BD1-25 
Bridge Module to a previously prepared 
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s1ralght splice. The Multlple Appearance 
Spl Ice Is obtained by adding the s- Bridge 
Module to a previously prepared Half-Tap tty• 
o.- -r• sp I Ice. 

5.5.1.2 Precautions 

A. Precautions to be· fol lowed dur-1 ng the 
assent, I y of the sp 11 ce are found 
throughout at appr-cpr-1 ate pol nts. 

5.5.2 Requirements And Methods 

5.5.2.t Assell'bllng The Connector 

5.5.2.1.1 Method 1 - Preternilnatlng Bridge 
Module 

A. Pos It Ion the E Module Support In the 
con nectar ho I der of the Cutter-Prasse.­
CF I g1.1re 69). 

B. Place a 710 BD1-25 Bridge Module In the 
connector holder on top of the E Module 
Support. Press firmly Into the support 
assuring that the exposed contacts are 
not bent or broken (Figure 70). 
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c. Fan wires Into the bridge module In con­
secutive o.-der where possible. When 
fanning paired tip and ring wires, place 
the tip wire to the left and the ring 
wire to the right (Figure 71). 

o. Check for tip and ring reversals, two 
wires In one slot, open positions. and 
other wiring errors. 

E. Al I spare wires In the cable should be 
spllced as far as possible. 

CAUTION: KEEP Fl NGERS AWAY FROM BALD IN 

T-SAR. 

F. Pivot the T-Bar up untll It snaps Into 
position over the Br-ldga Module. 

G. Push down on the T-Sar head and rotate 
handle to cut and seat wires In Br-ldga 
l~odule (Figure 72>. 

NOTE: With fabric Insulated wires, It may 
be necessary to separate them from 
the Bridge with a sllght twist. 

H. Raise the T-Bar by rotating the handle 
to the up position and llftlng the T-Bar 
head. 

1. Pivot the T-Sar to Its down position. 

J. A I I w I res shou I d be cut and seated I nto 
the Bridge. 

K. Place a Cap In the connector holder of 
the splicing heed so that the flat side 
with latches Is facing forward <Figure 
73). 

CAUTION: KEEP FINGERS AWAY FROM BLADE CF 

L. Pivot T-Sar up untl I It snaps Into posl­
tl on over the cap• 

M. Push down on the T-Sar head and rotate 
the handle to seat the cap. 

N. Raise the T-Sar and pivot to the down 
position. 

o. The Cep should be fut ly latched Into the 
Bl"'ldge. 

P. Remove the pr-etenalnated Bridge Module 
fran the Cutta.--P.-esser. Remove the E 
Module Support. 

Q. Position the previously made straight 
spllce module or Half-Tap "Y" or -r• 
spllce module Into the connector holder 
of the Cutter-Presser wt th the cap for­
ward and the bridge ralls up. 

R. Position the Just canpleted Brldga 
Modu I e I nto the connector ho I der- of the 
Cutter-Presser with the exposed metal 
contacts go Ing Into the s I ots between 
the bridge rails (Figure 74). 

NOTE: The Br-I dga Madu le shou Id be pos 1-
tloned over the Splice Module and 
parallel to It using both hands so 
that the metal contacts wl 11 not be 
damaged. Fal lure to do th Is may 
result In opens, shorts. or 
crosses. 

CAUTION: KEEP FINGERS AWAY FROM BLADE CR 

T-BAR. 

s. Pivot T-Sar up until It snaps Into posi­
tion over the Bridge Module. 

T. Push down on the T-Sar head and rotate 
the handle to seat the Bridge Module. 

, 
l 
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u. Raise the T-Bar and pivot to the down 1. Pivot the T-Bar to Its down position. 
position. 

V • The Br I dge Modu I e shou I d be f u I I y seated 
Into the Connector Module (Figure 75). 

w. Remove the canpleted asseni>ly fran the 
Cutter Presser. 

5.5.2.1.2 Method 2 - Making Bridge At Time of 
Spllce 

A. Rotate the Just completed, Straight 
Spllce Module or the Half-Tap "Y" or "T" 
Splice Module and place Into connector 
holder of Cutter-Presser with cap for­
ward and bridge rails up (Figure 76). 

B. Pos It Ion a Bridge Into the connector 
holder of the Cutter-Presser with the 
exposed contacts go Ing Into the s I ots 
between the bridge ral Is. 

NOTE: The Bridge should be positioned 
over the Spllce Module and parallel 
to It using both hands so that the 
metal contacts wl 11 not be damaged. 
Failure to do so may result In 
opens, shorts, or crosses. 

C. Fan wires Into Bridge In consecutive 
order where possible. When fanning 
paired tip and ring wires, place the tip 
wire to the left and the ring wire to 
the rl ght. 

o. Check for tip and ring reversals, two 
wires In one slot, open positions, and 
other wiring errors. 

E. All spare wires In the cable should be 
spl Iced as far as posslble. 

CAUTION: KEEP FI N;ERS AWAY FROM BLADE CF 

T-BAR. 

F. Pivot the T-Bar up until It snaps Into 
position over the Bridge. 

G. Push down on the T-Bar head and rotate 
handle to cut and seat wires In the 
Bridge. 

NOTE: With fabric-Insulated wires, It may 
be necessary to separate them from 
the Bridge with a slight twist. 

H. Raise the T-Bar by rotating the handle 
to the up position and lifting the T-Bar 
heac:t. 

J. Al I wires shou Id be cut and seated Into 
the Bridge. 

K. Place a Cap In the connector holder of 
the Cutter-Presser so that the f I at s I de 
with latches Is facing forwar4. 

CAUTION: KEEP FIN;ERS AWAY FROM BLADE CF 

L. Pivot T-Bar up untll It snaps Into posi­
tion over the cap. 

M. Push down on the T-Bar head and rotate 
the hand le to seat the cap. 

N. Raise the T-Bar and pivot to the down 
position. 

O. The cap shou Id be fu I ly latched to the 
Bridge (Figure 77>. 

P. Remove the canpleted Multiple Appearance 
Splice or Straight Splice with Bridge 
fran the Cutter-Presser. 

5.5.2.2 Protection 

A. If the connectors are not In a tight 
form after the sp II ce Is complete, use 
R-2916 Twine to fonn the connectors and 
w I res. I f the connectors are back-to­
back, they must be secured I n p I ace w I th 
plastic tape or twine. 

B. When the connectors are placed In a hor­
izontal or vertical cab le rack or where 
the connectors w 111 be pressed Into 
adjacent cables, the stripped length of 
the spllce shall be covered with KS-
21766 Heat Shrink Tubing. 

c. Cut a length of tubing 6" longer than 
the sheath opening (In some cases 2 
pieces of tuning may be needed). <See 
Figure 78.) 

o. Slit the tubing along Its length and 
fold around the ccmpleted spl Ice. 

E. Half-lap 'Tay plastic tape on top of the 
tubing to hold It In place and protect 
the spl Jes. 

5.5.2.3 Inserting Bridge Module Into 
Through-Cable Connector 

A. Clear the through cable pairs frcm 
bridge area of the through cable splice 
connector. 
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a. Carefully lnser-1" the bridge module ln'h> 
the des I gnated through-cab I e connectcr. 
Th Is shou I d assure tha1" date st11111p on 
connector lll)du le and br I dge 1110du le ere 
on same end (Figure 79). 

- 14 -

NOTE: Do not force the bridge IID<lule ln1"o 
through-cable ex>nnector. If resis­
tance Is fel1". remove the module 
and check the ex>n1"acts. If con­
tacts are bent or broken, rep I ace 
module. • 

c. With the D Insertion-cutting tool or L 
connector presser, seat the Ir I dge 
modu I e, work Ing across the nodu I e from 
one end to the other, press Ing In about 
six places (Figure 80). 

5.5.2.4 Removing Cap fran Connector Module 

A. Using Lineman's pilers, remove caps from 
connector module. I nstal I a new cap on 
the connector module and seat using the 
L connector presser CF I gure 81 >. 

5.5.2.5 Removing Old Bridge 

A. When all 25 pairs of a cable oount have 
been transferred, rellk)Ve the old bridge 
using the C bridge removal tool (Figure 
82). 

5.5.2.6 Cutting Half-Tap Wires 

A. Us Ing close-cuttl ng p llers ar the 84OA 
tool, stari" at one end of the connector 
and cut connectors from the front s I de 
of the ha If-tap module. With close cut­
ting pl lers, cut one conductor at a time 
being sure never to touch two conductors 
together with pilers. This would Inter­
rupt service <Figure 83). 

NOTE: If you are left handed, cut from 
right to left; If right handed, cut 
from left to right to reduce chance 
of shorting out the conductors. 

When using the 84OA Tool and Cu1"­
tlng 26-Gauge Conductors, pull the 
tool opposite the direction of con­
ductor <against the grain) (Figure 
84). 

6. VERIFICATION 

6.1 

6. 1. 1 

6. 1 .2 

6.1.3 

6.1 .4 

6.2 

VERIFICATION ITEMS AND~ STATEMENT OF REQUIREMENTS 

Precautions 

Before spl Icing Into existing cable 

Reused equipment 

Color assignment 

Personal Injury, equipment damage, and service Interruptions 

Authorizations and Approvals 

,. 
l 

REF. 
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6.2.2 

6.5.5 

6.5.7 

6.5.8 

6.5.11 

6.5.12 

6.5.13 

6 .5 .14 

6 .5 .15 

6.5. 16 

6.5.17 

6.5.18 

6.5.19 

6.5.20 

6.5.21 

6.5.22 

6.5.23 

6.5.24 

6.5.25 

6.5.26 

6.5.27 
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VERIFICATION ITEMS AND BRIEF STATEMENT OF REQUIREMENTS 

Authorized cable types 

Authorization required 

Preparation of Coble 

Srrlpped lengThS of cables 

CUTTer-Presser setup 

Location of oonnec-tors 

Requirements and Methods 

Index Srrlp oorrectly positioned 

WI res checked 

Spares sp 11 ced 

WI res cut and seated 

Connector Body correctly positioned 

Connector Body and Index Srrlp latched together 

Cop correctly positioned 

Cop, Connector Body, and Index Srrlp latched together 

Too I set up for add It Iona I modu I es C I f necessary> 

Connectors In tight fa"'m 

Correct length of heat shrink tubing 

Correct length of adhesive 

Adhes Ive wrapped around cab I e sheath 

Heat shrink shrunk over cable sheath only 

Heat shrink folded ond taped on loose end 

Index Srrlp oorrectly positioned 

Wires fanned In Index Strip with side to be ren:>ved 
entering front of module 

WI res checked 

Spore wires spliced 

Connector Body correctly positioned paral lei to Index Strip 

Connector Body latched to Index Srrlp 

Cop oorrectly positioned 

Cop I etched to Connector Body and Index Srr Ip 

Tool set up for additional modules ( If necessary> 

Connectors In tight form 

Correct lengTh of heat shr Ink tub Ing 

Correct length of adhes Ive 

REF. 

5.1.2.1.2 D 

5.1.2.1.3 E 

5.1 .2.1 .5 E 

5.1.2.1.6 

5.1.2.1.7 E 

5.1.2.1.8 B 

5.1.2.2 A 

5.1.2.2 C 

5.1.2.2 D 

5.1 .2.2 G 

5.1.2.2 H 

5.2.2.1.1 

5.2.2.1.2 B 

5.2.2.1.2 C 

5.2.2.1.4E 

5.2.2.1 .5 

5.2.2.1.6 D 

5.2.2.1.7 B 

5.2.2.2 A 

s.2.2.2 C 
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6.5.30 

6.5.31 

6.5.32 

6.5.33 

6.5.34 

6.5.35 

6.5.36 

6.5.37 

6.5.38 

6.5.39 

6.5.40 

6.5.41 

6.5.42 

6.5.43 

6.5.44 

6.5.45 

6.5.46 

6.5.47 

6.5.48 

6.5.49 

6.5.50 

6.5.51 

6.5.51.1 

6.5.51 .2 

6.5.51 .3 

6.5.51 .4 

6.5.51.5 

6.5.51.6 

6.5.51.7 

6.5.51 .a 
6.5.51.9 

6.5.51.10 

- 16 -

VERIFICATION ~~..!!!.!!E. STATBENT OF REQUIREMENTS 

Adhes Ive proper I y p I aced on cab le sheath 

Heat shr Ink folded around completed modules 

Gray plastlc tape half-lapped over heat shrink -tubing 

Correct length of Heat Shrink Tubing 

Heat Shrink Tubing placed ov~r either cable 

I ndex str Ip proper I y pos It I oned 

Wires checked 

Spare w I res sp 11 ced 

Wires cut and seated In Index Strip 

Connector Body correctly positioned parallel to Index Strip 

Connector Body latched to Index Strip 

Wires checked 

Spares sp 11 ced 

Wires cut and seated In Connector Body 

Cap correctly positioned 

Cap latched to Connector Body and Index Strip 

Tool set up for acldltlonal modules Clf necessary) 

Connectors In tight form 

Correct length of adhesive 

Adhesive correctly wrapped on cable sheath 

Tubing shrunk on ends only 

Correct length of Heat Shrink Tubing 

Tubing plaC:9d over Stub Cable prior to splicing 

Method 

Index Strip correctly positioned 

SI de to be rellk)ved enter Ing front of I ndex Str Ip 

WI ras checked 

Spare w I res sp 11 ced 

Connector Body correctly positioned 

Connector Body latched to Index Strip 

Wires checked 

Spare w Ires sp 11 ced 

WI res seated and cut In Connector Bay 

Cap properly posltJoned 

REF. 

5.3.2.2.9 B 

5.3.2.3 A 

5.3.2.3 C 

5.3.2.3 F 

5.4.2.1.2 

5.4.2.2.1.1 

5.4.2.2.1.2 A 

5.4.2.2.1.2 C 

5.4.2.2.1.3 

5.4.2.2.1.4 E 

5.4.2.2.1.5 B 

,. 
1 

l 
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6.5.51.11 

6.5.52 

6.5.52.1 

6.5.52.2 

6.5.52.3 

6.5.52.5 

6.5.52.6 

6.5.52.7 

6.5.52.8 

6 .5.52. 10 

6.5.52.11 

6.5.52.12 

6.5.53 

6.5.53.1 

6.5.53.2 

6.5.53.3 

6.5.53.5 

6.5.53.6 

6.5.53.7 

6.5.53.8 

6.5.54.2 

6.5.54.3 

6.5.54.9 

6 .5.54. 10 
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VERIFICATION~ AND BRIEF STATD£NT OF REQUIR9£NTS 

Cap latched 'to Connector Body and Index Strip 

Method 2 

F fttxlule Support properly positioned 

Connector Body a>rrectly positioned 

WI res checked 

Spare w Ires sp 11 ced 

WI res cut and seated In Connector Body 

Cap proper I y pos It I oned 

Cap latched 'to Connector Body 

Index Strip properly positioned 

SI de to be removed enter Ing front of Index Str Ip 

WI res checked 

Pretermlnated Connector Body correctly positioned aver Index Strip 

Pretermlnated Connector Body latched 'to Index Strip 

Protection 

Connectors In tight form 

Prior to cut 

Correct length of Heat Shrink Tubing 

Heat Shrink Tubing folded around splice 

Gray plastic tape half-lapped over tubing 

After cut 

Correct length of adhesive 

Adhes I ve proper I y wrapped on cab I e sheaths 

Tubing shrunk on ends only 

Method 1 

E fttxlule Support positioned In Cutter-Presser 

Bridge placed Into E fttxlule Support 

Wires checked 

Spares sp 11 Ced 

Wires cut and seated Into Bridge 

Cap pos It I oned In Cutter-Presser 

Cap I etched 'to Br I dge 

Prev I ous I y made stra I ght sp II ce or Ha I f-Tap "Y" or "T" 
Splice Module properly placed In Cutter-Presser 

Pretenalnated Bridge Module properly placed In Cutter-Presser 

Brl dge seated Into sp 11 ce IIDdu le 

313 

REF. 

5.4.2.2.2.2 

5.4.2.2.2.3 B 

5.4.2.2.2.3 C 

5.4.2.2.2.4 E 

5.4.2.2.2.5 A 

5.4.2.2.2.5 E 

5.4.2.2.2.7 A 

5.4.2.2.2.7 C 

5.4.2.2.2.8 A 

5.4.2.3.1 C 

5.4.2.3.2 A 

5.4.2.3.2 S&C 

5.4.2.3.2 F 

5.5.2.1.1 A 

5.5.2.1.1 B 

5.5.2.1.1 D 

5.5.2.1 .1 E 

5.5.2.1.1 J 

5.5.2.1.1 K 

5.5.2.1.1 0 

5.5.2.1.1 Q 

5.5.2.1.1 R 

5.5.2.1.1 V 
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6.5.55.1 

6.5.55.4 

6.5.55.5 

6.5.55.6 

6.5.55.7 

6.5.56 

6.5.57 

6.5.58 

6.5.59 

6.5.60 

6.5.60.1 

6.5.60.2 

6.5.60.3 

6.5.61 

6.5.62 

6.5.63 
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VERIFICATION~~~ STATEMENT OF REQUIREMENTS 

Me-thod 2 

Prevlously made straight spllce ar Half-Tap "Y" or "T" Spllce 
Module properly placed In Cutter-Presser 

Bridge Module properly placed In Cutter-Presser 

WI res checked 

Spares sp 11 ced 

Wires cut and seated Into Bridge 

Cap positioned In Cutter-Presser 

Cap latched 1'o Bridge 

Connectors In tight form 

Correct length of Heat Shrink Tubing 

Tubing folded around spllce 

Gray plastlc tape half-lapped over tubing 

Inserting bridge module Into through-cable a>nnector 

Clearlng through cable pairs 

Insert Ing br I dge modu I e Into oonnector 

Seat the bridge module 

Remove cap fran ex>nnector module 

Remove old bridge 

Cutting half-tap wires 

REF. 

5.5.2.t.2 A 

5.5.2.1.2 B 

5.5.2.1.2 D 

5.5.2.1.2 E 

5.5.2.1.2 J 

5.5.2.1.2 K 

5.5.2. 1 .2 0 

5.5.2.2 A 

5.5.2.2 C 

5.5.2.2 D 

5.5.2.2 E 

5.5.2.3 

5.5.2.3 A 

5.5.2.J B 

5.5.2.J C 

5.5.2.4 

5.5.2.5 

5.5.2.6 

* Denotes Western Electrlc Trademark 

Attachment: 
Figures 

Development Engineering Manager 
Loop Transmission Apparatus 

,, 

l 
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FIG. 1 R-5OO1 CUTTER-PRESSER 
(PAR. 2.1. 1.1.1) 

-1-

FIG. 2 R-5OO1 COMPONENTS 
(PAR. 2.1.1.1.1) 

• 

FIG. 3 71OA TOOL MOUNT COMPONENTS 
(PAR. 2.1.1.1.2) 
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FIG. 4 710-SDl-25 CONNECTOR (PAR. 2.2.1) 

FIG. 5 710-BDl-25 BRIDGE MODULE 
(PAR. 2.2.2) 

Q_ 
DEAD ENO LIVE CABLE 

PAR. 6.1) 

STRAIGHT SPLICE 

(PAR. 6.3) 

STRAIGHT SPLICE 
WITH BRIDGE 

(PAR. 6.5) 

D 
HALI" TA~ 

(PAR. 6.2) 

D 
HALF T Afi "Y" 
OR "'T" SPLICE 

(PAR. 6 .4) 

~ 
MULTIPLE APPEARANCE 

SPLICE 

(PAR. 6.5) 
RP-A-0004C 

FIG. 6 710 CONNECTOR CONFIGURATIONS 
(PAR. 3.1.1) 
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( 

FIG. 7 710A TOOL MOUNT ATTACHED 
TO LADDER (PAR. 3.3.1) 

FIG. 8 R-5001 ATTACHED TO 710A 
TOOL MOUNT (PAR. 3.3.1) 

DIRECTION OF TRAVEL 
FOR SPLICINC 
KEAD 

-3-

Jll:DJ'LAI.USDal.IU 

IClDUUI. ASSDal.IU 

C4IU '"'J rc.-.u • 

FIG. 10 ARRANGEMENT OF 710 
MODULAR CONNECTORS 
(PAR. 3.3.4) 

FIG. 9 POSITIONING OF SPLICING HEAD WITH RESPECT TO 
CABLE BUTTS (PARS. 3.3.2 and 3.3.3) 
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BOARD 
BUTT !WllC 

FIG. 11 FORMING BOARD 
(PAR. 3.3.5) 

"V'' NOTCH 

l'lllILL S/32" KOLU 
(5 required) 

RP-0970D 

.-----'NINE-----~ 

FORMING J 
BOARO 

NYLON TIE ~ "'"""' 

F01'41NG 
DRO 

NYLON TIE 

1/2 TAP CASll 

NYLON TIES 

RP-O980Q CUTTER-PRESSER ., __ 
FIG. 12 FORMING BOARD WITH CUTTER­

PRESSER AND CABLES IN PLACE 
FOR STRAIGHT SPLICE 

FIG. 14 ALLEN SCREWS LOOSENED 
(PAR. 4.1.1) 

FIG. 13 FORMING BOARD WITH CUTTER-PRESSOR 
AND CABLES IN PLACE FOR 1/2 TAP 
SPLICE (PAR. 3.3.6) 

FIG. 15 ALLEN SCREWS REMOVED 
(PAR. 4.1.2) 

-1 

l 
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FIG. 16 BLADE AND SUPPORT REMOVED 
FROM T-BAR (PAR. 4.1.3) 

FIG. 18 BRUSH DEBRIS FROM THE BASE 
OF THE TOOL (PAR. 4.2.2) 

Ll-
RP-A-0004K 

FIG. 20 DEAD ENDING CABLE 
(PAR. 5.1.1.1) 

-5- 373 

C' - -~ 

,0 CORR0$10N i.~--
RESISl ~NT STEEL --~, -

FIG. ~7 REMOVING BLADE FROM SUPPORT 
(PAR. 4.1.4) 

FIG. 19 BRUSH CUTTING BLADE AND 
INSERTION TEETH TO REMOVE 
ALL DEBRIS (PAR. 4.2.3) 

FIG. 21 INDEX STRIP POSITIONED IN 
CONNECTOR HOLDER 
(PAR. 5.1.2.1.lA) 
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FIG. 22 DEPRESSING "L" SPRING BUTTON WITH THUMB 
(PAR. 5.1.2.1.lB) 

FIG. 23 WIRES FANNED INTO INDEX STRIP 
(PAR. 5.l.2.l.2B) 

FIG. 24 T-BAR POSITIONED OVER INDEX STRIP 
(PAR. 5.l.2.l.3A) 

f 
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FIG. 25 CUTTING AND SEATING WIRES IN 
INDEX STRIP (PAR. 5.1.2.1.3B) 

FIG. 27 WIRES cur AND SEATED IN 
INDEX STRIP (PAR. 5.1.2.1.JE) 

FIG. 29 T-BAR IN POSITION OVER CONNECTOR 
BODY (PAR. 5.1.2.1.SA) 

-7-

FIG. 26 T-BAR RAISED 
(PAR. 5.1.2.1.3C) 

FIG. 28 POSITIONING CONNE9TOR BODY 
(PAR. 5.1.2.1.4) 

373 

FIG. 30 LATCHING CONNECTOR BODY TO INDEX 
STRIP (PAR. 5.1.2.1.SB) 
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FIG. 31 CONNECTOR BODY AND INDEX STRIP 
LATCHED ( PAR. 5.1.2.1.SE) 

FIG. 33 T-BAR POSITIONED OVER CAP 
(PAR. 5.1.2.1.7A) 

FIG. 35 CAP SEATED TO CONNECTOR BODY 

-a-

AfID INDEX STRIP (PAR. 5.1.2.l.7E) 

FIG. 32 CAP POSITIONED 
(PAR. 5.1.2.1.6) 

FIG. 34 SEATING CAP 
(PAR. 5 .1.2 .1. 7B) 

I d 

7 
I 

l.lli.J 
emu 

length of tubing • d & 8" 

RP-A-OOOSA 

FIG. 36 LENGTH OF HEAT SHRINK TUBING 
(PAR. S.l.2.2C) 

1 

11 

l 
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( 

-9- ' 

Wi.J 

1 2
½"1 

~Gill I I 
HEA'I SHRINK TUBING 

710 

710 

RP-A-0005B 
RP-A-OOOSC 

FIG. 37 ADHESIVE WRAPPED ON CABLE 
SHEATH (PAR. 5.l.2.2E) 

FIG. 38 TUBING SHRUNK ONLY OVER 
ADHESIVE AND SHEATH 
(PAR. 5.l.2.2G) 

RP-A-00050 

FIG. 39 HALF-TAP 
(PAR. 5.2.1.1.1) 

FIG. 40 WIRES FANNED IN INDEX STRIP 
(PAR. 5.2.2.l.2B) 
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FIG. 41 CONNECTOR BODY POSITIONED IN 
CONNECTOR HOLDER (PAR. 5.2.2.1.3) 

FIG. 43 CONNECTOR BODY AND INDEX STRIP 
LATCHED (PAR. 5.2.2.l.4E) 

FIG. 45 CAP SEATED TO CONNECTOR BODY 
AND INDEX STRIP (PAR. 5.2.2.1.6D) 

FIG. 42 T-BAR POSITIONED OVER CONNECTOR 
BODY (PAR. 5.2.2.l.4A) 

FIG. 44 CAP POSITIONED IN CONNECTOR 
HOLDER (PAR. 5.2.2.1.5) 

[ii] 

1/2" 

7r 
_____.Lziii.]I ~ I 

RP-A-OOOSK 

FIG. 46 ADHESIVE TAPE APPLIED TO 
CABLE SHEATH (PAR. 5.2.2.2E) 

) 
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RP-A-OOOSL 

FIG. 47 STRAIGHT SPLICE 
(PAR. 5.3.1.1.1) 

FIG. 49 WIRES CUT AND SEATED IN CONNECTOR 
BODY (PAR. 5.3.2.2.7E) 

RP-A-OOOSP 

FIG. 51 ADHESIVE TAPE APPLIED TO 
SHEATH (PAR. 5.3.2.3C) 

-11-

FIG. 48 WIRES FROM SECOND CABLE FANNED 
INTO CONNECTOR BODY 
(PAR. 5.3.2.2.6A) 

FIG. 50 CAP CORRECTLY POSITIONED 
(PAR 5.3.2.2.BA) 

710 

710 

'\._ HEAT SHRINK 

RP-A-OOOSQ 

FIG. 52 TUBING SHRUNK ONLY OVER THE 
ENDS (PAR. 5. 3.2.3.F) 
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D 
CABLE B 

CABLE A 

RP-A-OOOSR 

FIG. 53 HALF-TAP "Y" OR "T" SPLICE 
(PAR. 5.4.1.1.1) 

FIG. 55 WIRES FANNED INTO CONNECTOR 
BODY (PAR. 5.4.2.2.l.5A) 

FIG. 57 CAP POSITIONED 
(PAR. 5.4.2.2.l.7A) 

-12-

SHEATH 
tolrl---- OPENING 

~ 
A A 

RP-A-0005S 

FIG. 54 LENGTH OF HEAT SHRINK IS 
SHEATH OPENING+ 6" 
(PAR. 5.4.2.1.2) 

FIG. 56 STUB CABLE CUT AND SEATED INTO 
CONNECTOR BODY (PAR. 5.4.2.2.l.6E) 

FIG. 58 F MODULE SUPPORT POSITIONED IN 
CUTTER-PRESSER (PAR. 5.4.2.2.2.1) 

, 
I 

l 
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FIG. 59 CONNECTOR BODY POSITIONED INF 
MODULE SUPPORT (PAR. 5.4.2.2.2.2) 

FIG. 61 WIRES CUT AND SEATED IN CONNECTOR 
BODY (PAR. 5.4.2.2.2.4B) 

FIG. 63 PRETERMINATED STUB CABLE POSITIONED 
OVER INDEX STRIP IN CUTTER-PRESSER 
(PAR. 5.4.2.2.2.SA) 

FIG. 60 WIRES FROM STUB CABLE FANNED 
INTO CONNECTOR BODY 
(PAR. 5.4.2.2.2.3A) 

373 

FIG. 62 CAP LATCHED TO CONNECTOR BODY 
(PAR. 5.4.2.2.2.5E) 

RP-A-0006C 

FIG. 64 ADHESIVE TAPE APPLIED TO CABLE 
SHEATHS (PAR. 5.4.2.3.2C) 



9 - 373 

F HEAT SHRINK 

-
! ~I 710. 

~ . 710 t--

-
RP-A-00060 

FIG. 65 HEAT SHRINK TUBING CENTERED 
OVER SPLICE (PAR. 5.4.2.3.2D) 

rn-
RP-A-0006F 

FIG. 67 STRAIGHT SPLICE WITH BRIDGE 
(PAR. 5 .5 .1. 1.1) 

FIG. 69 E MODULE SUPPORT POSITIONED 
IN CUTTER-PRESSER 
(PAR. 5.5.2.1.lA) 

-14-

RP-A-0006E 

FIG. 66 TUBING SHRUNK ON ENDS ONLY 
(PAR. 5.4.2.3.2F) 

CR:,___ 
RP-A-0006G 

FIG. 68 MULTIPLE APPEARANCE SPLICE 
(PAR. 5 .5.1.1.1) 

~ 

FIG. 70 BRIDGE MODULE POSITIONED 
OVER E MODULE.SUPPORT IN 
CUTTER-PRESSER (PAR. 5.5.2.1.lB) 
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FIG. 71 WIRES FANNED INTO BRIDGE 
MODULE (PAR. 5.5.2.1.lC) 

FIG. 73 CAP POSITIONED OVER THE 
BRIDGE (PAR. 5.5.2.1.lK) 

FIG. 75 PRETERMINATED BRIDGE MODULE 
SEATED INTO THE CONNECTOR 
MODULE (PAR. 5.5.2.1.lV) 

-15-

FIG. 72 WIRES BEING CUT AND SEATED 
INTO BRIDGE MODULE 
(PAR. 5.5.2.1.lG) 

FIG. 74 PRETERMINATED BRIDGE MODULE 
POSITIONED OVER BRIDGE RAILS 
(PAR. 5.5.2.1.lR) 

373 

FIG. 76 SPLICE MODULE ROTATED IN 
CtITTER-PRESSER WITH BRIDGE 
RAILS UP (PAR. 5.5.2.1.2A) 
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FIG. 77 CAP LATCHED TO BRIDGE 
(PAR. S.S.2.1.20) 

FIG. 79 INSERTING THE BRIDGE 
MODULE (PAR. 5.S.2.3B) 

FIG. 81 REMOVE CAP FROM CONNECTOR 
MODULE (PAR. 5.5.2.4) 

16 

I HEAT SHRINK TUBINC L 
--t 3"1-- --t 311 

~ SHEATH -- ... r __ _ ~ OPENING -
RP-A-00060 

FIG. 78 LENGTH OF HEAT SHRINK 
TUBING (PAR. 5.5.2.2.C) 

FIG. 80 SEATING THE BRIDGE 
MODULE (PAR. 5.5.2.3C) 

RP-A-0006U 

FIG. 82 REMOVING OLD BRIDGE 
(PAR. 5.5.2.5) 

,. 
l 

1) 

I 
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FIG. 83 CUTTING HALF-TAP WIRES 
WITH PLIERS 
(PAR. 5.5.2.6) 
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FIG. 84 CUTTING HALF-TAP WIRES 
WITH 84OA TOOL 
(PAR. 5.5.2.6) 
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