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GENERAL
Scope of Section

This section describes the procedures
for applying 711 Connectors to the
horizontal multiple of Reused No. 5
Crossbar Link Frames.

The procedures furnished in this
section apply to the connectorization
of the horizontal multiple (local
cables) of the reused link frames.

Associated Information

General information on the 711 Modular
Connector System is contained in Hand-
book 9, Section 390.

The 711 Connector Joining Procedures
for the receiving Central Office End
;;8 6fuwrished in Handbook 9, Section

For other standard applications of the
711 Connectors to MNo. 5 Crossbar
tquipment see Drawing l!597-037.

CAUTION: PRIOR TO PLACING THE 711
ORS

DESCRIPTION OF THE R-4851 TERMINATING

"The R-4851 terminating tool has been

developed to provide a facility to
apply the "711" Connectors to the lor-
izontal local mult cables of Reused
Ho. 5 Crossbar Trunk Link and Line
Link frames.
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The tool is assembled to a 45 degree
Tool Base Mount which in turn mounts
on efther side of the frame uprights
with the aid of two four post knobs
equipped with thread forming screws.
See Figure 1.

The R-4851 Terminating Tool is a
manually operated, scissor action tool
consisting of four wire fanning combs,
two sets of spring loaded mandrel
latches, two wire retaining springs,
two cutter blades, and a wire clipping
ejector. The tool head contains a
handle attached to a stuffer die for
pressing wires into the plastic
mandrels with the aid of a cam. See
Figure 2.

A1l the necessary tools required for
the operations covered in this section
are furnished in Tool Set 552.

TOOL SETUP AND EQUIPMENT PREPARATION

Equipment Preparation

It is recommended the shop formed ca-
bles to be connectorized be prepared
in advance as follows:

At each mult cable position, remove
{if provided) the plastic cable tie to
free the horizontal mult cable.
Unwrap the plastic tape from the "U"
shaped portion of the cable located at
the junction of the two frame uprights.

Cut the mult cable stitches between
the uprights and the first breakout on
either side of the "U" to provide the
necessary fanning slack and to baloon
the wire bundles.
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CAUTION:

EXTREME CARE SHOWLD BE
HEN REFOVING THE WOLT CABLE

H
TRDIVIDUAL WIRES.
On frames having a vertical cable se-
cured by cable brackets to the frame
uprights, it is suggested that when
possible the cable brackets be removed

from the frame uprights with the cable
intact as follows:

Remove the screws that hold the cable
bracket to the frame upright. If the
cable bracket is located in a position
that will not interfere with the
mounting of the R-4851 tool, remove
only the top screw. Work the bracket
free and replace the screw in its

original position. If Tleaving the
mounting screws in place 1interferes
with mounting the tool, remove both

screws and send them attached to the
frame to be utilized at the receiving
end.

Once the cable is free use a piece of
No. 9 cord and temporarily tie it out
of place to one side to provide an
easy access for the R-4851 tool mount-

ing.

If any of the cable brackets attached
to the cable interfere with proper
tool positioning or the wire fanning
operation, remove the bracket from the
cable and ship the bracket attached to
the frame to be wutilized to remount
the cable on the receiving end.

After all the mult cables have been
connectorized, secure the vertical
cable to the frame upright in such a
manner as to prevent damage to the
connectorized cables in transit.

R-4851 Tool Setup

Mount the R-4851 tool against the
frame upright in such a manner that
the horizontal mult cable ties approx-
imately across the middle of the tool.

Proper positioning of the tool in
relationship to the mult cable will
provide the required cable slack when
the wire fanning procedure begins.

The tool is secured to the frame up-
right by inserting the knob terminated
forming screw into the hole stamped
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No. 5. The knobs are equipped with
these screws and require only a few
turns to secure the tool against the
upright. With the tocl held 1in
position by the top screw, locate a
clear hole in the bottom rounting slot
and insert a second screw.

NOTE: HMounting screws should be hand
tightened only.

Depending on the location of the bay
vertical form cable, either side of
the frame uprights may be used for
mounting the tool

NOTE: Make sure that the tool is posi-
tioned and centered approximately un-
derneath the shop form cable so that
there is sufficient and uniform fan-
ning slack.

CONNECTOR FANNING, WIRING AND JOINING
PROCEDURES

One at a time insert the two mandrels
between the two spring loaded mandrel
latches in the R-4851 Tool. Make sure
that the mandrel notches are orlented

away from the operator and downward
closest to tool dse.

CAUTION: IT IS EXTREMELY IMPORTANT
TH

If at any time while using the R-4851]

tool a question of correct mandrel
placement arises, refer to the
instructional label affixed to the
tool mount.

Before proceeding with the fanning
operations verify the following:

The tool 1is positioned properly so
that the lecal cable leads access the
tocol and have enough fanning slack.

The mandrels are seated properly.

Randomly select a wire pair and dress
it (top down) through and across the
four wiring combs, splitting the wire
pairs between the shorter and longer
comb teeth. Secure the wires in the
two wire retaining springs.
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It is suggested to save the magnet
leads and fan these leads in the top-
most position thus reducing the possi-
bility of breakage.

Select a second wire pair and dress it
in the next, 1lower comb position.
Continue these operations until all
leads are fanned.

IMPORTANT ; Before proceeding make
sure that the mandrels are in properly
and check for two wires in the same
s}ot and for shifts in the wire posi-
tion.

Now the R-4851 tool {is ready for its
cut-form cycle. Swing the stuffer
head up into position to engage the
cam catch with the roller.

Since the force required for putting
the tool through its cut-form cycle is
substantial, it is suggested that the
tool be held firmly with one hand
while 'pressing slowly but firmly the
handle down thru full travel of the
cam.

Return the handle and the stuffer head
to its original (open) position.

It is important at this time to visu-
ally inspect the wired mandrels for
any broken wires. This may occasion-
ally happen whenever the local cable
leads are too tight, thus breaking
inside the tool during its forming
cycle. If any broken wires are found,
correct per method of Paragraph 4.15.

Install the 711 Receptacle Housing
onto the wired mandrels (DO NOT REMOVE
MANDRELS FROM TOOL) with the red in-
dexing bar in the DOWN and OUTWARD
position.

Press the housing firmly over the man-
drel to fully mate the mandrel and the
housing. Remove the two wired sec-
tions from the tool. IMPORTANT - Vis-
ually inspect the wired section to
make sure that each “Window" has a
wire in it. If npot, follow instruc-
tions of Paragraph 4.15.

Operate the wire clipping ejector with
a sudden, upward motion to clear wire
ends. Inspect the tool and the stuf-
fer head for leftover clippings.
Clear any remaining wire ends with an
orange stick.

4.101
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The wire clipping ejector is manually
operated by placing the index finger
of each hand under each side of the
T-bar handle and with a sudden, non-
faltering upward mo'ement of the fin-
gers, raise the ej-ctor Tever upward
clearing all wire :lippings from the
cutting assembly.

NOTE: When using the wire ejector

system it {s imperctive that both in-

dex fingers be utilized. Fatlure to

do so creates a binding stress which

could break the T-bar handie where i1t

joins the movable lever.

Repeat operations of Paragraphs 4.01
through 4.101 for a second set of man-
drels. When the second operation is
completed, rotate the receptacle hous-
ing upward so that the red bar is
pointing up and toward the mandrel and
snap onto the wired mandrel.

The assembly of the two mating recep-
tacles is now complete. Verify that
the mandrels are fully inserted in the
housing. If not, press them in by
hand.

Complete the connectorization of re-
maining leads of a mult cable. Note
that the second assembly may not have
a full- i
R-4851 tool to the next position.

CAUTION: POTENTIAL PROBLEM AREAS

There is a possibility that the in-
staller may forget and fail to place
the mandrels in the tool. If this
ever happens, that is the mandrels
have been omitted and the R-4851 tool
has been operated, (the wires have
been cut) proceed as follows:

Immediately tape down the wires to the
springs and combs. Bend back the
wires and insert the mandrels. Then
fan one wire at a time across the man-
drel for each side of the tool making
sure that like wires match. If dupli-
cate colors are involved verify the
wires by continuity. DO NOT MOVE THE
TOOL BEFORE OR DURI

TYCLE.

The R-4775 Single Wire Seating Tool is
used for adding single wires, for re-
inserting wires which may have been
broken or for making any other mandrel
wiring changes. Proceed as follows:

-of —wires-— Move—the



9 - 390.5

4.151

4.152

5.1

5.2

Carefully remove the mandrel from the
tool (or separate and remove the man-
drel from the wired section). Wrap
the wire loosely around the proper
mandrel position. Insert the mandrel
between the tool jaws with the cutting
blade positioned above the wire end to
be trimmed. Squeeze the handles to
cut and press the wire into position.

Reinstall the mandrel back in its pro-
per orientation.

After a period of usage it may become
necessary to adjust the wire retaining
springs. This can be accomplisked by
winding each spring in a clockwise
direction onto the shaft assembly un-
til the full length of spring overlaps
the shaft evenly on both sides.

SHIPPING CONSIDERATIONS

The two frames fanned and connector-
jzed in the random manner MUST FOREVER

BE MATED by the receiving Tocation.

This lack of interchangeability, how-
ever, is an acceptable penalty consid-
ering the substantial installation
effort saved by this method.

ATTACHMENTS
Figures 1 thru 4

No changes are indicated due
to extensive revision.

Reason for Reissue
Update section to include
latest design changes.

5.3

5.4

5.5

It is, therefore, the sending location
Job Supervisor's responsibility to
identify the equipment and to transmit
this information through job shkipping
papers as to which frames are to be
installed and mated together.

This can be accomplished by either
tagging the connectors (and/or the
equipment frames) or by the use of
tape.

NOTE: The 711 Modular Connector Sys-
tem is comprised of three parts: man-
drels, receptacle housings, and con-
nector module. Only the mandrels and
receptacle housing are required by the
sending end office. Sometimes the
manufacturer inadvertently sends the
connector module, in addition to the
other two parts. If this condition
occurs, the sending end office should
exercise due care to insure that the
appropriate number of connector modules
are sent with the connectorized link
frame to the receiving end office.

Manager, Product Engineering
Control Center

LIS
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(‘ Proper Orientation of the
Mandrel Notch
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Properly Placed Mandrel
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Mandrel
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