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METHOD OF MANUFACTURING STRIP 

CONNECTORS 
Robert H. Sand, La Mirada, and Cecil W. Libby, Sierra 

Madre, Calif., assignors to Burroughs Corporation, 
Detroit, Mich. 

Continuation of appplication Ser. No. 608,931, Jan. 12, 
1967. This appplication Sept. 2, 1969, Ser. No. 860,148 

Int. Cl. H02g 15/00 
US. Cl. 29-629 R 4 Claims 

ABSTRACT OF THE DISCLOSURE 
A method of assembling a plurality of contacts in a 

con?guration such as a strip connector. The steps of the 
method call for stamping or milling the multiple con 
tact con?guration from a blank of contact material, mold 
mg a connector housing about the contacts while they are 
still attached to the body of contact material and there 
after shearing the ?nished connector away from the body 
of contact material. In one variation the milled contacts 
are pins which are inserted into tubular connectors or 
sockets which are then secured to the pins by means of 
mechanical crimping. Thereafter the molding step is un 
dertaken to form a connector housing about the plurality 
of crimped pin-socket combinations. The ?nished con 
nector is then sheared from the body of contact material 
as before. 

CROSS REFERENCE TO RELATED APPLICATIONS 

This application is a continuation of application Ser. 
No. 608,931, ?led Jan. 12, 1967, and now abandoned. 

SUMMARY OF THE INVENTION 

The present invention relates to electrical connectors 
and in particular to a method of manufacturing such 
connectors in a strip con?guration. 

Electrical connectors are manufactured in many con 
?gurations depending on the particular application to 
which the connector is to be adapted. In certain applica 
tions a connector having a plurality of contacts arranged 
in the form of a ?at strip is desired. In other applications 
a plurality of connector strips of a desired contact con 
?guration are stacked to provide a connector having sev 
eral rows of contacts. In either of the preceding arrange 
ments it is typical for the conductive pins or contacts to 
extend through a connector body or housing and be per 
manently locked in position therein. At one side of the 
connector the contacts are permanently connected by 
soldering or welding to wires or conductors extending 
between the connector and the equipment with which it 
is associated. The other side of the connector constitutes 
the male or female half of a connector ready for remov 
able engagement or disengagement with a complementary 
connector half. 
There are several methods currently in practice by 

which strip connectors of the type currently under con 
sideration are fabricated. One of these conventional meth 
ods calls for assembling each connector and securing the 
connector thereto by means of crimping. In a separate 
and distinct part of the process, the connector body 
or housing is molded in such a manner as to provide a 
plurality of passages through the housing for receiving 
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the crimped connectors. Thereafter the crimped connector 
wire assemblies are inserted into the passages and sealed 
to the housing with epoxy or other ?xative material to 
ltiold the connectors in position within the connector 
ody. 
The present invention provides an improved method 

for forming a plurality of electrical connector halves. The 
method comprises the steps of forming from a sheet of 
conductive material an elongated conductive body having 
?rst and second opposing sides and integral therewith a 
plurality of conductive ?ngers extending from each of 
said sides, the step of forming the body and ?ngers thereby 
providing each of said ?ngers with a free end and an 
end ?xed to one of said sides. A connector is then me 
chanically and electrically connected at the free end of 
each of said ?ngers such that, in combination with the 
?nger, an individual elongated connector pin is formed 
having one end ?xed to said conductive body and a free 
end. A ?rst common insulating body is molded around 
all of said connector pins on the ?rst side of said con 
ductor body thereby securing such connector pins to 
gether and a second common insulated body is molded 
around all of said connector pins on the second side of 
said conductive body thereby securing these connector 
pins together. The step of molding thereby forms each of 
the ?rst and second insulating bodies over the connections 
of the connectors and ?ngers leaving the ?xed and free 
ends of the connector pins which are secured therein 
extending away from and exposed from such insulating 
body. Each of said connector pins is then severed trans~ 
verse to the elongation thereof from said conductive body 
at a position inbetween the insulating body which se 
cures each connector pin and the ?xed end thereof, leav 
ing the severed end of each of said connector pins ex~ 
tending away from and exposed from the insulating body 
securing each connector pin, each of said insulating bodies 
and the connector pins secured therein thereby forming 
a connector half. 
One particular advantage of the above methods of 

fabricating strip connectors is that such methods readily 
lend themselves to an automatic assembly line method of 
production and as a consequence are more economical 
than the method of fabrication described above as one 
of the prior art methods. In addition, the automatic 
production equipment can be programmed to yield what 
ever contact con?guration is desired. 
The preceding and other advantages of the present 

invention will be better understood by reference to the 
following ?gures in which: 

FIG. '1 is a block diagram illustrating the steps of a 
prior art method of manufacturing a strip connector; 

FIG. 2 is a flow diagram showing the steps of the basic 
method of the present invention; 
FIG. 3 is a ?ow diagram illustrating the steps of an 

other embodiment of the method of the present invention; 
FIG. 4 is a perspective view of a strip connector such 

as is used in a magnetic record and reproduce head; and 
FIG. 5 is a perspective view of a stack of strip con 

nectors mounted in a typical connector con?guration. 

DETAILED DESCRIPTION 

The steps of a prior art method of forming a strip con 
nector are set forth in FIG. 1. As shown in the block 
diagram therein, the process is initiated by assembling a. 
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plurality of connector-contact combinations. Typically 
this is accomplished by inserting a wire or other metallic 
contact into a tubular connector and mechanically se 
curing the connector-contact combination by a crimping 
operation. In a separate operation a connector body is 
molded in the form of an elongated strip and is provided 
with a plurality of passages disposed along its length in a 
con?guration corresponding to the desired contact con 
?guration. The connector body is removed from the mold 
and the individual crimped connector-contacts are inserted 
into the passages provided. Epoxy or other ?xative ma 
terial is then applied by means of syringe or the like to 
the areas where the connector-contacts emerge from the 
body passages to ?x and seal them in position. 
The method of the present invention can be illustrated 

by reference to FIG. 2 where a plan view of a connector 
half at various points in the process of its manufacture 
is shown. As shown therein, a strip of electrically conduc 
tive contact material 10‘ (FIG. 2A) is obtained from a 
source of supply and is subjected to a suitable fabricating 
operation to form (as shown in FIG. 2B) a plurality of 
contacts or ?ngers 12 extending approximately trans 
versely away from the body portion of contact material 
in a direction substantially transverse to the longitudinal 
axis of the material. The fabricating step can be accom 
plished in one of several ways such as mechanical stamp 
ing or chemical milling. The formed strip is thereafter 
introduced into a mold and suitable insulating connector 
body material such as Fiberite is molded transversely 
across the contacts .12‘ in the form of a continuous strip 
14 disposed about the contacts and located intermediate 
the free and ?xed ends of the contacts (FIG. 2C). The 
molding of the strip of connector body about contacts 12 
can be accomplished in any of several of conventional 
ways such as injection molding. With the connector body 
molded directly onto the contacts the assembly is there 
after subjected to a shearing operation to separate the 
contacts from the body of strip material 10 at a point ap 
proximately adjacent the juncture of the ?xed end of con 
tacts 12 with the body of strip material 10‘. The result as 
shown in FIG‘. 2D is a pair of strip connector halves 16 
having a plurality of electrical contacts 12 extending 
through and away from both sides of strip of insulating 
material 14 with the contacts oriented according to the 
desired contact con?guration. The connectors are then 
ready for assembly into the particular piece of apparatus 
with which they are to be used. 
'Another embodiment of the method shown in FIG. 2 

is illustrated in FIG. 3. In this embodiment a strip of elec 
trically conductive material 18 (FIG. 3A) is again sub 
jected to a milling operation to form a plurality of con 
tact ?ngers 20‘ extending from the body of strip material, 
the ?ngers 20 being provided with a necked-down portion 
22 at the free ends thereof (FIG. 3B). As shown in FIG. 
3C, tubular connectors 24 are placed over the necked 
down portion of ?ngers 20 and seated against shoulders 
26 at the base of the necked-down portion of the ?ngers. 
The assembled connector-contact strip is next subjected 

to a mechanical crimping operation as shown in FIG. 3D 
to provide a secure mechanical and electrical connection 
between connectors and contacts. The crimped assembly 
is then introduced into a mold and a strip of connector 
body material 30 is molded across the crimped area (FIG. 
3B). In FIG. 3F the molded assemblies are detached at 
a point intermediate the ?xed ends of the ?ngers and the 
body of contact material 18 to provide a pair of strip 
connector halves having a plurality of contacts extending 
from one side and a plurality of tubular connectors ex 
tending from the other side. 
Among other advantages accruing to the method of the 

present invention are a substantial reduction in the cost 
of fabricating such a strip connector due to the ready 
adaptability of the individual steps of the method to auto 
matic methods. Because dimensions ultimately depend on 
the milling of a sheet of metallic contact material, toler 
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4 
ances can be reduced signi?cantly and accuracy improved 
because the center to center contact dimensions are now 
determined by tooling tolerances in contrast with the 
dependence of the prior art method on the molding toler 
ances of the connector body. 
A particular application for the strip connector assem 

bly according to the present invention is illustrated in 
FIG. 4. As shown therein, a strip connector 32 comprising 
six groups 34 of contacts is shown ready for further as 
sembly steps prior to incorporation into a dual gap mag— 
netic record or reproduce head. Six magnetic cores 36 
are connected to connector contacts 38 by a suitable 
soldering or welding operation. Tubular connectors 40 
extend from the opposite side of the strip connector 32 
and form the female side of a connector half. In one ap 
plication the contact groups 34 are separated, stacked and 
mounted in a frame such as a magnetic recording head as 
shown in FIG. 5. The corresponding male half of a con 
nector to which suitable cabling is connected can then be 
attached by engaging pins on the male half with the 
sockets on the female half of the connector. 
What is claimed is: 
1. A method for forming a plurality of electrical con 

nector halves comprising the steps of: 
(a) forming from a sheet of conductive material an 

elongated conductive body having ?rst and second 
opposing sides and integral therewith a plurality of 
conductive ?ngers extending from each of said sides, 
the step of forming thereby providing each of said 
?ngers with a free end an an end ?xed to one of 
said sides; 

(b) mechanically and electrically connecting a con 
nector at the free end of each of said ?ngers which, 
in combination with the ?nger, forms an individual 
elongated connector pin having one end ?xed to said 
conductive body and a free end; 

(c) molding a ?rst common insulating body around 
all of said connector pins on the ?rst side of said 
conductive body thereby securing such connector pins 
together and molding a second common insulating 
body around all of said connector pins on the second 
side of said conductive body thereby securing such 
connector pins together, the step of molding thereby 
forming each of said ?rst and second insulating bodies 
over the connections of said connectors and ?ngers, 
leaving the ?xed and free ends of the connector pins 
which are secured therein extending away from and 
exposed from such insulating body; and 

(d) severing each of said connector pins transverse to 
the elongation thereof from said conductive body at a 
position in between the insulating body which secures 
each connector pin and the ?xed end thereof, leaving 
the severed end of each of said connector pins ex 
tending away from and exposed from the insulating 
body securing each connector pin, each of said in 
sulating bodies and the connector pins secured there— 
in forming a connector half. 

2. A method as de?ned in claim 1 wherein the step of 
molding forms ?rst and second sides on each of said in 
sulating bodies transverse to the elongation of the con 
nector pins secured thereby with each of the connector 
pins extending through both of said ?rst and second sides 
on the insulating bodies securing the connector pins. 

3. A method as de?ned in claim 1 wherein the step 
of mechanically and electrically connecting a connector 
to each ?nger comprises the step of mechanically and elec 
trically connecting a separate socket connector to the free 
end of each of said ?ngers. 

4. A method as de?ned in claim 3 wherein the step of 
molding comprises the step of molding each of said com 
mon insulating bodies around the connector pins secured 
therein over the connections of each of said socket con 
nectors to said ?ngers. 
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