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(57)  When a plurality of wires 11, which have the
same basic appearance, and extend from a common
proximal end terminal, are to be installed in respective
directions, each of the wires 11 is installed according to
aninstallation marking 21 provided on that portion thereof
disposed adjacent to the proximal end terminal 20, and
therefore the wire can be prevented from being installed
in a wrong direction. And besides, the wire is connected
to a predetermined section of a connection terminal 30
according to a proximal end terminal-indicating marking

FIG. 1

WIRE HARNESS MANUFACTURING METHOD AND WIRE HARNESS

31 provided on at least one of an installation board 13
and the connection terminal 30, and therefore a connec-
tion error can be prevented. Alternatively, the wire 11 is
connected to the connection terminal 30 according to a
wire-indicating marking 33 (provided on at least one of
the installation board 13 and the connection terminal 30)
corresponding to an identification marking 32 provided
on that portion of the wire 11 disposed adjacent to an
open distal end 14 thereof. Therefore, a connection error
can be prevented.
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Description
[Technical Field]

[0001] Thisinvention relates to a method of producing
a wire harness and also to a wire harness.

[Background Art]

[0002] Inaconventional wire harness producing meth-
od, fork-like support members 102 for holding wires 101
in a predetermined shape are mounted on an installation
board 100 as shown in Fig. 6. Therefore, the wires 11
are installed in such a manner that these wires are sup-
ported by the support members 102, thereby forming a
wire harness 110 of a predetermined shape.

[0003] There is disclosed a technique in which at this
time, those wires to be inserted later into the same con-
nector 103 are bundled together by a colored tape, a
colored rubber band or the like so that the connectors to
which the wires are to be inserted later can be distin-
guished from one another, thereby preventing a mistake
(see, for example, JP-A-11-25781 (Page 3, Fig. 1)).
[0004] Incidentally, there are cases where there are
provided a plurality of earth wires for connection to a car
body of an automobile to obtain body earthing. In such
a case, ordinary wires, having the same appearance, are
used as the earth wires 101a as shown in Fig. 7, and a
bonder 104, integrally joining proximal end portions of
the earth wires together, is provided, and the earth wires
are installed in various directions, and are incorporated
in the wire harness 110.

[0005] Therefore, it is difficult to distinguish the earth
wires 101a from one another from their appearance, and
in the case where the earth wires are different in length,
depending on the installation direction, the wire length
becomes insufficient, or becomes too large and loose
when the earth wire 101ais installed in a wrong direction,
which invites a problem that the desired wire harness
110 can not be obtained. And besides, the classification
of the earth wires 101a by color invites an increased cost.

[Disclosure of the Invention]

[0006] This invention has been made in view of the
above problems, and an object of the invention is to pro-
vide a wire harness producing method as well as a wire
harness, in which wires which have the same basic ap-
pearance, and are to be installed to extend in a plurality
of directions from a common proximal end terminal can
be installed in the proper directions, respectively.

(1) In order to achieve the above object, there is pro-
vided a wire harness producing method of the
present invention wherein wires, having the same
basic appearance, are installed over an installation
board to extend in a plurality of directions from a
common proximal end terminal, thereby producing
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a wire harness; and wherein installation markings,
indicating the respective installation directions of the
wires, are beforehand provided respectively on
those portions of the wires disposed adjacent to the
proximal end terminal; and each of the wires is in-
stalled in the desired direction from the proximal end
terminal according to the installation marking.

With the above construction of the wire harness pro-
ducing method as recited in the above Paragraph
(1), when the plurality of the wires, which have the
same basic appearance, and extend from the com-
mon proximal end terminal, are to be installed in their
respective directions, each wire is installed accord-
ing to the installation marking provided on the prox-
imal end terminal-adjacent portion thereof, and
therefore can be prevented from being installed in a
wrong direction.

(2) Preferably, the wire harness producing method
of the above Paragraph (1) further includes features
that in the case where a plurality of the proximal end
terminals are used, and the wires, extending from
the proximal end terminals, are connected at their
open distal ends to a connection terminal, a proximal
end terminal-indicating marking, indicating which
section of the connection terminal the wire from any
of the proximal end terminals is to be connected to,
is beforehand provided on at least one of the instal-
lation board and the connection terminal, and that
the wire from the designated proximal end terminal
is connected to the predetermined section of the con-
nection terminal according to the proximal end ter-
minal-indicating marking.

With the above construction of the wire harness pro-
ducing method as recited in the above Paragraph
(2), when the open distal end of any of the plurality
of wires extending from each proximal end terminal
isto be connected to any of the plurality of connection
terminals, the open distal end is connected to the
predetermined section of the connection terminal ac-
cording to the proximal end terminal-indicating mark-
ing provided on at least one of the installation board
and the connection terminal, and therefore a con-
nection error can be prevented.

(3) Preferably, the wire harness producing method
of the above Paragraph (1) or Paragraph (2) further
includes features that in the case where the wires
are connected at their open distal ends to a plurality
of different connection terminals, respectively, indi-
vidual identification markings are beforehand provid-
ed on the open distal ends, respectively, and wire-in-
dicating markings, which correspond respectively to
the identification markings, and each indicates which
section of the corresponding connection terminal
any of the wires is to be connected to, are beforehand
provided on at least one of the installation board and
the connection terminals, and that the open distal
end of each of the wires is connected to the corre-
sponding connection terminal according to the
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wire-indicating marking.

With the above construction of the wire harness pro-
ducing method as recited in the above Paragraph
(3), when the open distal end of any of the plurality
of wires extending from each proximal end terminal
isto be connected to any of the plurality of connection
terminals, the wire is connected to the connection
terminal according to the wire-indicating marking
(provided on at least one of the installation board
and the connection terminal) corresponding to the
identification marking provided on that portion of the
wire disposed adjacent to the open distal end there-
of. Therefore, a connection error can be prevented.
(4) In the wire harness producing method of any one
of the above Paragraphs (1) to (3), preferably, the
proximal end terminal is a bonder joining earth wires
together.

With the above construction of the wire harness pro-
ducing method as recited in the above Paragraph
(4), the proximal end portions of the plurality of wires
are beforehand integrally joined together to form the
bonder, and then the connecting operation is effect-
ed, and therefore a labor-saving design can be
achieved.

(5) In order to achieve the above object, the present
invention also provides a wire harness produced by
a wire harness producing method as defined in any
one of the above Paragraphs (1) to (4).

[0007] Inthe wire harness of the above Paragraph (5),
when the plurality of the wires, which have the same basic
appearance, and extend from the common proximal end
terminal, are to be installed in their respective directions,
eachwireisinstalled according to the installation marking
provided on the proximal end terminal-adjacent portion
thereof, and therefore can be prevented from being in-
stalled in a wrong direction.

[0008] And besides, in the wire harness of the above
Paragraph (5), when the open distal end of any of the
plurality of wires extending from each proximal end ter-
minal is to be connected to any of the plurality of connec-
tion terminals, the open distal end is connected to the
predetermined section of the connection terminal accord-
ing to the proximal end terminal-indicating marking pro-
vided on at least one of the installation board and the
connectionterminal, and therefore a connection error can
be prevented.

[0009] Furthermore, in the wire harness of the above
Paragraph (5), when the open distal end of any of the
plurality of wires extending from each proximal end ter-
minal is to be connected to any of the plurality of connec-
tion terminals, the wire is connected to the connection
terminal according to the wire-indicating marking (pro-
vided on at least one of the installation board and the
connection terminal) corresponding to the identification
marking provided on that portion of the wire disposed
adjacent to the open distal end thereof. Therefore, a con-
nection error can be prevented.
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[Brief Description of the Drawings]
[0010]

Fig. 1 is a block diagram showing a wire harness
producing method and a wire harness according to
a first embodiment of the present invention,

Figs. 2(A) and 2(B) are enlarged views of a wire,
Fig. 3 is a block diagram showing a wire harness
producing method and a wire harness according to
a second embodiment of the present invention,
Fig. 4 is a block diagram showing a wire harness
producing method and a wire harness according to
a third embodiment of the present invention,

Figs. 5(A) and 5(B) are block diagrams showing a
wire harness producing method and a wire harness
according to a fourth embodiment of the present in-
vention,

Fig. 6 is a perspective view showing a conventional
ordinary installation method, and

Fig. 7 is an enlarged view of a proximal end terminal
of wires.

[0011] Referring to reference numerals in the draw-
ings, 10A to 10D denote wire harnesses, 11 and 12 de-
note wires, 13 denotes a installation board, 14 denotes
an open distal end, 20 denotes a bonder (proximal end
terminal), 21 denotes an installation marking, 30 denotes
a connector (connection terminal), and 31 denotes a
proximal end terminal-indicating marking.

[Best Mode for Carrying Out the Invention]

[0012] A wire harness producing method and a wire
harness according to a first embodiment of the present
invention, will now be described in detail with reference
to the drawings. Fig. 1 is an explanatory view showing
the first embodiment of the wire harness producing meth-
od of the present invention.

[0013] As shown in Fig. 1, a plurality of bonders 20a,
20b, serving as proximal end terminals, are mounted on
aninstallation board 13. Installation markings 21 are pro-
vided respectively on those portions of a plurality of wires
11a, 11b, 11c, 11d, 11e (extending from the first bonder
20a) disposed adjacent to their proximal ends, the instal-
lation markings 21 indicating whether these wires are to
be installed to the right or the left from the bonder 20a.
[0014] Similarly, Installation markings 21 are provided
respectively on those portions of a plurality of wires 12a,
12b, 12c (extending from the second bonder 20b) dis-
posed adjacent to their proximal ends, the installation
markings 21 indicating whether these wires are to be
installed to the right or the left from the bonder 20a.
[0015] With respect to the markings 21, for example,
those wires to be installed to the left from the bonders
20a, 20b can bear a mark 21a of a circle as shown in Fig.
2(A), while those wires to be installed to the right from
the bonders 20a, 20b can bear a mark 21b of X as shown
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in Fig. 2(B).

[0016] Therefore, among the wires 11ato 11e extend-
ing from the first bonder 20a, the circle mark 21a is pro-
vided on that portion of each of the wires 11a, 11b (to be
installed to the left) disposed adjacent to the proximal
end terminal.

[0017] On the other hand, the X mark 21b is provided
on that portion of each of the wires 11c, 11d, 11e (to be
installed to the right) disposed adjacent to the proximal
end terminal.

[0018] Connectors 30a, 30b, serving as connection
terminals, are provided respectively in predetermined po-
sitions on the installation board 13, and open distal ends
14 (see Fig. 2(A) and 2(B)) of the wires 11, each having
a terminal connected thereto, are connected to the con-
nectors 30a, 30b (These terminals are not shown). Prox-
imal end terminal-indicating markings 31a, 31b are pro-
vided on the installation board 13, and are disposed near
to the connectors 30a, 30b, respectively, each of the
proximal end terminal-indicating markings 31a, 31b indi-
cating which section of the connector 30a, 30b the open
distal end 14 of each wire 11 should be connected to.
[0019] Square sections, corresponding respectively to
terminals of the connector 30a, are provided at the prox-
imal end terminal-indicating marking 31a provided near
to the connector 30a in Fig. 1, and the square sections
indicate those wires 11 (extending respectively from the
bonders 20) which should be connected to this connec-
tor.

[0020] Namely, there are indications that the wire 11e,
extending from the first bonder 20a, should be connected
to the terminal corresponding to the square section (1)
of the proximal end terminal-indicating marking 31a and
that the wire 12a, extending from the second bonder 20b,
should be connected to the terminal corresponding to the
square section (2).

[0021] Next, the wire harness producing method of the
present invention will be described. For forming the wire
harness 10A as shown in Fig. 1, the first bonder 20a and
the second bonder 20b are mounted on the installation
board 13 in such a manner that the two bonders are
spaced a predetermined distance from each other. Also,
the connectors 30a, 30b are mounted in the predeter-
mined positions, respectively, and the proximal end ter-
minal-indicating markings 31 are provided near to the
connectors 30a, 30b, respectively.

[0022] Among the plurality of wires 11 extending from
the first bonder 20a, the wires 11a, 11b, each bearing
the circle mark 21a at its proximal end terminal-adjacent
portion, are installed in the left direction. Also, the wires
11c,11d, 11e, eachbearing the X mark 21b atits proximal
end terminal-adjacent portion, are installed in the right
direction.

[0023] Although not shown, fork-like support members
are provided at suitable intervals, and therefore the wires
11 are supported by the support members.

[0024] The wire 11le, installed to extend to the right
from the first bonder 20a, is connected to the connector
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30a. Atthistime, the wire 11e is connected to the terminal
of the connector 30a which corresponds to the section
of the proximal end terminal-indicating marking 31 a
bearing the mark (1) indicative of the first bonder 20a.
[0025] Similarly, among the wires 12 extending from
the second bonder 20b, the wires 12a and 12b, each
bearing the circle mark 21a at its proximal end termi-
nal-adjacent portion, are installed in the left direction, and
the wire 12a is connected to the connector 30a.

[0026] Thiswireisconnected tothe terminal which cor-
responds to the section of the proximal end terminal-in-
dicating marking 31a bearing the mark (2) indicative of
the second bonder 20b.

[0027] In the manner described above, the wire har-
ness 10A is produced.

[0028] In the above wire harness producing method
and the above wire harness, when installing the plurality
of wires 11 (which have the same basic appearance, and
extend from the same bonder 20) in their respective pre-
determined directions, each wire 11 is installed in its pre-
determined direction according to the installation mark-
ing 20 (the circle mark 21a or the X mark 21b) provided
on its proximal end terminal-adjacent portion, and there-
fore each wire can be prevented from being installed in
a wrong direction.

[0029] And besides, when connecting the open distal
ends 14 of the plurality of wires 11, 12, extending from
the bonders 20a, 20b, to either of the plurality of connec-
tors 30a, 30b, each of the open distal ends is connected
to the corresponding terminal of the connector 30a, 30b
in accordance with the proximal end terminal-indicating
marking 31a, 31b provided on the installation board 13,
and therefore a connection error can be prevented.
[0030] Next, the second embodiment will be de-
scribed. Fig. 3 shows a wire harness producing method
and a wire harness according to the second embodiment
of the present invention.

[0031] The same portions as those of the above-men-
tioned embodiment will be designated by identical refer-
ence numerals, respectively, and repeated explanation
thereof will be omitted.

[0032] Asshownin Fig. 3, installation markings 21, for
example as shown in Fig. 2, are provided respectively
on those portions of a plurality of wires 11a, 11b, 11c,
11d (extending from a bonder 20 serving as a proximal
end terminal) disposed adjacent to the proximal end ter-
minal, the installation markings 21 indicating whether the
wires are to be installed to the right or the left from the
bonder 20.

[0033] Namely, a circle mark 21a is provided on the
proximal end terminal-adjacent portion of each of the
wires 11a, 11b to be installed to the left from the bonder
20, while an X mark 21b is provided on the proximal end
terminal-adjacent portion of each of the wires 11c, 11d
to be installed to the right from the bonder 20.

[0034] Further, an identification marking 32 for identi-
fying the wire 11 is provided on that portion of each wire
11 disposed adjacent to its open distal end 14. With re-
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spect to the identification marking 32, for example as
shown in Fig. 2(8), a pattern of horizontal-line hatching
32b indicative of the wire 11c is provided on the wire 11c.
[0035] Also, as shown in Fig. 2(A), a pattern of ob-
lique-line hatching 32a indicative of the wire 11d is pro-
vided on the wire 11d. With respect to the shape of the
identification marking 32, the identification marking can
be provided in a belt-like manner around the entire pe-
riphery as is the case with the identification marking 32a,
or it can be provided in a predetermined shape as is the
case with the identification marking 32b. The identifica-
tion marking can be provided by printing or by winding a
tape-like member on the wire.

[0036] Referring back to Fig. 3, connectors 30a, 30b,
serving as connection terminals, are provided respec-
tively in predetermined positions on an installation board
13, and the open distal ends 14 of the wires 11c, 11d are
connected to the connectors 30a, 30b, respectively.
[0037] The connectors 30a, 30b are provided on the
installation board 13. Wire-indicating markings 33a, 33b
are disposed near to the connectors 30a, 30b, respec-
tively, each of the wire-indicating markings 33a, 33b in-
dicating which terminal of the connector 30a, 30b the
open distal end 14 of each wire 11d, 11c should be con-
nected to.

[0038] Square sections, corresponding respectively to
the terminals of the connector 30a, are provided at the
wire-indicating marking 33a provided near to the connec-
tor 30a in Fig. 3, and this wire-indicating marking indi-
cates a square section to which the wire 11d should be
connected. Namely, a mark 34a, having the same pattern
as that of the identification marking 32a provided on the
wire 11d, is provided on the square section correspond-
ing to the terminal to which the wire 11d is to be connect-
ed.

[0039] For example, the mark 34a, having the same
horizontal-line hatching pattern as the oblique-line hatch-
ing pattern of the identification marking 32, is provided
on the square section corresponding to the terminal of
the connector 30a to which the wire 11d (having the iden-
tification marking 32 of the oblique line-hatching pattern)
is to be connected. Similarly, a mark 34b, having a hor-
izontal-line hatching pattern, is provided on the square
section corresponding to the terminal of the connector
30b to which the wire 11c (having the identification mark-
ing 32b of the horizontal line-hatching pattern) is to be
connected.

[0040] Next, the wire harness producing method of the
present invention will be described. For forming the wire
harness 10B as shownin Fig. 3, the bonder 20 is provided
on the installation board 13, and the connectors 30a, 30b
are provided in the predetermined positions, respective-
ly. The wire-indicating markings 33a, 33b are provided
near to the connectors 30a, 30b, respectively.

[0041] Among the plurality of wires 11 extending from
the bonder 20, the wires 11a, 11b, each bearing the circle
mark 21a at its proximal end terminal-adjacent portion,
are installed in the left direction. Also, the wires 11c, 11d,
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each bearing the X mark 21b at its proximal end termi-
nal-adjacent portion, are installed in the right direction,
and are supported by support members.

[0042] Each of the wires 11c, 11d, installed to the right
from the bonder 20, is connected to either of the connec-
tors 30a, 30b.

[0043] At this time, the wire 11c is connected to the
terminal corresponding to the section of the wire-indicat-
ing marking 33b bearing the mark 34b of the horizon-
tal-line hatching pattern since the identification marking
32b of the horizontal-line hatching pattern is provided on
the wire 11c. Similarly, the wire 11d, having the identifi-
cation marking 32 of the oblique-line hatching pattern, is
connected to the terminal corresponding to the section
of the wire-indicating marking 33a bearing the mark 34a
of the oblique-line hatching pattern.

[0044] In the manner described above, the wire har-
ness 10B is produced.

[0045] In the above wire harness producing method
and the above wire harness, when connecting the open
distal ends 14 of the plurality of wires 11, extending from
the bonder 20, to either of the plurality of connectors 30a,
30b, each of the open distal ends is connected in accord-
ance with the wire-indicating marking 33 (provided on
the installation board 13) corresponding to the identifica-
tion marking 32 provided on that portion of the wire 11
disposed adjacent to the open distal end 14 thereof.
Therefore, a connection error can be prevented.

[0046] Next, athird embodiment will be described. Fig.
4 shows a wire harness producing method and a wire
harness which are provided in accordance with the third
embodiment of the present invention.

[0047] The same portions as those of the above-men-
tioned embodiments will be designated by identical ref-
erence numerals, respectively, and repeated explanation
thereof will be omitted.

[0048] As shown in Fig. 4, a plurality of bonders 20a,
20b, serving as proximal end terminals, are mounted on
an installation board 13 in such a manner that these
bonders are spaced a predetermined distance from each
other. Installation markings 21 are provided respectively
on those portions of a plurality of wires 11a, 11b, 11c,
11d, 11e (extending from the first bonder 20a) disposed
adjacent to the proximal end terminal. Similarly, installa-
tion markings 21 are provided respectively on those por-
tions of a plurality of wires 12a, 12b, 12c¢ (extending from
the second bonder 20b) disposed adjacent to the proxi-
mal end terminal.

[0049] Connectors 30a, 30b, 30c, serving as connec-
tion terminals, are provided respectively in predeter-
mined positions on the installation board 13, and open
distal ends 14 of the wires 11e, 11d, 11c, 12a are con-
nected to the connectors 30a, 30b, 30c. Indication mark-
ings 35a, 35h, 35c are provided on the installation board
13, and are disposed near to the connectors 30a, 30b,
30c, respectively, each of these indication markings in-
dicating which section of the connector 30 the open distal
end 14 of each wire 11, 12 should be connected to.
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[0050] Namely, the indication markings 35a, 35b, 35¢
serve as the above-mentioned proximal end terminal-in-
dicating markings 31 and also as the above-mentioned
wire-indicating markings 33.

[0051] Therefore, square sections, corresponding re-
spectively to terminals of each of the connectors 30a,
30b, 30c, are provided at a respective one of the indica-
tion markings 35a, 35b, 35c provided near respectively
to the connectors 30a, 30b, 30c in Fig. 4, and marks 36a,
36b, 36¢, 36d (which are identical in pattern to identifi-
cation markings 32a, 32b, 32c, 32d, respedively) are pro-
vided respectively on the square sections corresponding
respectively to the terminals to which the wires 11c, 11d,
11le, 12a are to be connected, respectively. At the same
time, each mark 36 bears a numeral which indicates the
wire 11a, 11b, 11c, extending from the first bonder 20a,
or the wire 12a extending from the second bonder 20b.
[0052] Namely, the terminal position to which the wire
is to be connected, the wire 11 to be connected, and the
bonder 20 at the proximal end of this wire 11 can all be
known from the indication marking 35.

[0053] Next, the third embodiment of the wire harness
producing method of the present invention will be de-
scribed.

[0054] For forming the wire harness 10C as shown in
Fig. 4, the first bonder 20a and the second bonder 20b
are mounted on the installation board 13 in such a man-
ner that the two bonders are spaced a predetermined
distance from each other. The connectors 30a, 30b, 30c
are provided in the predetermined positions, respective-
ly, and the indication markings 35a, 35b, 35c are provided
near to the connectors 30a, 30b, 30c, respectively.
[0055] Among the plurality of wires 11 extending from
the first bonder 20a, the wires 11a, 11b, each bearing a
circle mark 21 a at its proximal end terminal-adjacent
portion, are installed in the left direction. Also, the wires
11c,11d, 11e, each bearing an X mark 21b atits proximal
end terminal-adjacent portion, are installed in the right
direction, and are supported by support members.
[0056] Each ofthe wires11c, 11d, 11e, installed to the
right from the first bonder 20a, is connected to any of the
connectors 30a, 30b, 30c. At this time, each wire 11 is
installed and connected in such a manner that the iden-
tification marking 32, provided on this wire 11, coincides
with the pattern, numeral, etc., provided at the indication
marking 35.

[0057] Similarly, among the plurality of wires 12 ex-
tending from the second bonder 20b, the wires 12a, 12b,
each bearing a circle mark 21a at its proximal end termi-
nal-adjacent portion, are installed in the left direction, and
the wire 12a is connected to the connector 30c.

[0058] In the manner described above, the wire har-
ness 10C is produced.

[0059] In the above wire harness producing method
and the above wire harness, each wire 11 is installed in
the predetermined direction according to the installation
marking 21 provided at the proximal end terminal-adja-
cent portion of the wire 11, and therefore each wire can
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be prevented from being installed in a wrong direction.
[0060] And besides, information as to the position of
the terminal of the connector 30 to which the wire is to
be connected, the bonder 20 to be connected to the con-
nector, the wire 11, 12 to be connected, etc., can be ob-
tained from the indication marking 35 provided near to
each connector 30 on the installation board 13, and there-
fore a connection error can be prevented.

[0061] Next, Figs. 5(a) and 5(b) show a wire harness
producing method and a wire harness according to a
fourth embodiment of the present invention.

[0062] The same portions as those of the above-men-
tioned embodiments will be designated by identical ref-
erence numerals, respectively, and repeated explanation
thereof will be omitted.

[0063] As shown in Fig. 5(A), a connector 42, serving
as a proximal end terminal, is provided at a car stereo
sound system body 40, and four (front/rear and left/right)
speakers 41a, 41b, 41c, 41d are provided as connection
terminals.

[0064] Inawire harness 10D connecting the connector
42 to the four speakers 41a, 41b, 41c, 41d, installation
markings 21 are provided respectively on those portions
of wires 11 disposed adjacent to the proximal end termi-
nal, as shown in Fig. 5(B).

[0065] Namely, forexample, a circle mark 21a, serving
as the installation marking 21, is provided on each of the
wires 11a, 11b which are to be installed to the left from
the car stereo sound system body 40, while for example,
an X mark 21b, serving as the installation marking 21, is
provided on each of the wires 11c, 11d which are to be
installed to the right.

[0066] An indication marking 37a of right-upper ob-
lique-line hatching indicative of the front-side speaker is
provided on that portion of each of the wires 11b, 11c
disposed adjacent to an open distal end thereof. Wire-in-
dicating markings 33a, 33b of similar right-upper ob-
lique-line hatching are provided respectively on connec-
tors 30a, 30b of the front-side speakers 41a, 41b.
[0067] On the other hand, an indication marking 37b
of left-upper oblique-line hatching indicative of the
rear-side speaker is provided on that portion of each of
the wires 11a, 11d disposed adjacent to an open distal
end thereof. Wire-indicating markings 33c, 33d of similar
left-upper oblique-line hatching are provided respectively
on connectors 30c, 30d of the rear-side speakers 41c,
41d.

[0068] Therefore, among the wires 11 extending from
the connector 42 of the car stereo sound system body
40, the wires 11a, 11b, each bearing the circle mark 21a
as the installation marking 21, are installed to the left,
while the wires 11c, 11d, each bearing the X mark 21b,
areinstalled tothe right. Each of the wires 11 is connected
to the speaker 30 having the same marking as the iden-
tification marking 37 provided at that portion of this wire
11 disposed adjacent to the open distal end thereof.
[0069] In the above wire harness producing method
and the above wire harness, the wires 11 are installed in
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their respective predetermined directions in accordance
with the installation markings 21 provided respectively
on the proximal end terminal-adjacent portions thereof,
and therefore each wire can be prevented from being
installed in a wrong direction.

[0070] And besides, thanks to the provision of the
wire-indicating marking 33 at the connector 30 of each
speaker 41, the wire 11 to be connected thereto can be
clearly identified, and therefore a connection error can
be prevented.

[0071] The wire harness producing methods and wire
harnesses of the present invention are not limited to the
above embodiments, and suitable modifications, im-
provements and so on can be made.

[0072] For example, although the above first to third
embodiments have been described for the case where
the proximal end terminal-indicating markings 31, the
wire-indicating markings 33 and the indication markings
35 are provided on the installation board 13, these mark-
ings can be provided on the connectors 30. As another
alternative, these markings can be provided on both of
the installation board 13 and the connectors 30.

[0073] Although the description has been made for the
case where the wires 11, extending from the bonder 20,
are directed to the left and right, the invention can be
similarly applied to the case where the wires are directed
in many directions, In this case, with respect to the in-
stallation markings 21, there are provided installation
markings 21 of different kinds corresponding in number
to the installation directions.

[0074] The circle marks 21a and the X marks 21b used
as the installation markings 21, the horizontal-line hatch-
ing 34b and the oblique-line hatching 34a used as the
wire-indicating markings 33, etc., are shown merely as
examples, and the markings are not limited to these.
[0075] As described above, in the wire harness pro-
ducing methods and the wire harnesses of the present
invention, when the plurality of wires which have the
same basic appearance, and extend from the common
proximal end terminal are to be installed in their respec-
tive directions, each wire is installed according to the in-
stallation marking provided on the proximal end termi-
nal-adjacent portion thereof, and therefore can be pre-
vented from being installed in a wrong direction.

[0076] Although the present invention has been de-
scribed in detail by way of the specific embodiments, it
will be clear to those versed in the art that various chang-
es and modifications can be added without departing
from the spirits and scope of the present invention.
[0077] ThepresentApplicationis basedonaJapanese
patent application (Japanese Patent Application No.
2003-123749), and contents of which are incorporated
herein as a reference.

[Industrial Applicability]

[0078] The wire harness producing methods and the
wire harnesses of the present invention are useful not
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only as wire harnesses used in a vehicle such as an au-
tomobile but also as wire harnesses used in various ap-
paratuses.

Claims

1. A method of producing a wire harness, the wire har-
ness being configured by wires having the same ba-
sic appearance, and the wires being installed over
an installation board to extend in a plurality of direc-
tions from a common proximal end terminal, the
method comprising:

providing installation markings on those portions
of the wires disposed adjacent to the proximal
end terminal respectively beforehand, the instal-
lation markings indicating respective installation
directions of the wires; and

installing each of the wires in a desired direction
from the proximal end terminal in accordance
with each of the Installation markings.

2. Themethod of producing the wire harness according
toclaim 1, inthe case where a plurality of the proximal
end terminals are used, and open distal ends of the
wires extended from the proximal end terminals are
connected to a connection terminal,
wherein a proximal end terminal-indicating marking
is beforehand provided on at least one of the instal-
lation board and the connection terminal, the proxi-
mal end terminal-indicating marking indicating which
section of the connection terminal the wire from any
of the proximal end terminals is to be connected to;
and
wherein the wire from the designated proximal end
terminal is connected to the predetermined section
of the connection terminal in accordance with the
proximal end terminal-indicating marking.

3. Themethod of producing the wire harness according
to claim 1 or 2, in the case where open distal ends
of the wires are respectively connected to a plurality
of different connection terminals,
wherein individual identification markings are be-
forehand provided on the open distal ends respec-
tively;
wherein wire-indicating markings are beforehand
provided on at least one of the installation board and
the connection terminals, the wire-indicating mark-
ings being correspond respectively to the identifica-
tion markings, and each indicating which section of
the corresponding connection terminal any of the
wires is to be connected to; and
wherein the open distal end of each of the wires is
connected to the corresponding connection terminal
In accordance with the wire-indicating marking.
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The method of producing the wire harness according
to any one of claims 1 to 3, wherein the proximal end
terminal is a bonder joining earth wires together.

Awire harness produced by the method of producing
the wire harness as defined in any one of claims 1
to 4.
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