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l. GENERAL 

1.1 The purpose of this section is to 
provide instructions for using the 

3M Modular System Splicing (3M/HS2) Method to 
splice switchboard cables having poly!thylene, 
PVC or a serving of cotton over PVC insulated 
conductors and multiconductor cables having 
common external shields (ABAM type cable). 
3H/Ms2 will splice up to 25 pairs of conducto~s 
at one time. 

1.2 The 3M Modular System is approved 
for splicing the following type• of 
cables: 

T:u!e of Cable Gauge 

CL 22, 24 
A 22, 24 
M 22, 24, 26 
R 22, 24 

1.3 Other types of shielded cable 
(coaxial or types with individually 

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

1.4 Splicing, recabling, etc., may be 
done only if authorized in Telephone 

Company or Western Electric spe~ification!, by 
other instructions fr011 the Equipment Engineer­
ing Organization, or by a T!lephone Compa~y 
letter applying to the particular cables in­
volved. 

3.3 Positioning Spl ,cing Head Along Stripped 
Length of Cable 

3.4 Wire Handling 
3.5 Crimping 
3.6 Crimping Operation 
3.7 Y-Cable Splice or Half-Tap 
3.8 Tying and Covering Modules 

1.5 3H/MS2 Module Contacts which have 
been used shall not be reused under 

any conditions. 

2. INSTALLING EQUIPMENT 

2.1 Tools and Supplies 

2.11 The R-4374 Modular Connector (for 
end-to-end 1plice1) con1i1ts of a 

base, body, and cover as illu1trated in FIG. 1. 
It can be u1ed to 1plice up to 25 pairs of 
conductors. 

2.12 For half-tapping CY-splice) only, 
the R-4375 Modular Connector is used. 

It is the same as the R-4374 Modular Connector 
except that the ba1e lack■ the wire cut-off 
knives (see FIG. 1). --

2.13 To perform the crimping operation 
on the R-4374 and R-4375 Modular 

Connectors, the R-4373 Splicing Rig is re­
quired. It consist• of the following: 

Detail Number 

1 
2 
3 
4 
5 
6 

Description 

Hand/Hydraulic Crimp Unit 
Splicing Read 
Cut Clo■ed Tool 
Pair Teat Plug 
Check Coal> 
Cover Removal Tool 

2 
3 
4 
4 
4 
4 

NOTICE - NOT FOR USE OR DISCLOSURE OUTSIDE THE BELL 
SYBUN EXCEPT UNDER WRITTEN AGREEMENT 
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WRI?E ON 
SURFACE 

ALIGNMENT 
HOLE 

''U" 
CONTACT 

WIRE IN 
CHANNELS 

WIRE CU'l'OFF 
BLADE - R-4374 K>DULE 
NOT INCLUDED IN HALF TAP 
BASE, R-4375 K>DULE 

FIG. 1 R-4374 CONNECTOR ASSEMBLY COMPONENTS: 
CONNECTOR BASE, BODY AND COVER 
(PAR. 2.11, 2.12, 3.72, 3.722) 



HB 9 

( 

( 

( 

3 

RP-0556 
FIG. 2 R-4373, DE'l'. 1 HAND HYDRAULIC CRIMPING UNIT (PAR. 2.13, 3.52) 

PAIR 
SPUTTERS 

WIRE RETAINER 
SPRING(2) 

PLATE 

WIRE RETA1t£R 
SCREW 

RP-0557 
FIG. 3 R-4373, DET. 2 SPLICING HEAD PARTS IDENTIFICATION 

(PAR. 2.13, 3.442, 3.611) 

380 
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PRODUCT PRODUCT NO. 
ILLUSTRATION AND DESCRIPTION 

DET. 3 R-4373 

CUT CLOSED TOOL 

DET. 4 R-4373 

PAIR TEST PLUG 

DET. 5 R-4373 

CHECK COMB 

DET. 6 R-4373 

COVER REMOVAL TOOL 

FIG. 4 MISCELLANEOUS SPLICING RIG ACCESSORIES (PAR. 2.13) 
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2.14 Additional tools required for·mc,unt-

ing the splicing head assembly on 
cable rack stringers when splicing is done 
on cable racks are the following: 

Tool Description Fi~re 

R-4373, Det. 9 Head Clamp 6 
R-4373, Det. 10 Mounting Fixture S, 6 
R-4108 Midget Diagonal 

Cutter 

2.15 The supplies required for operation• 
covered in this section are listed 

below, and are in addition to the aupplies 
listed in Handbook 8, Section 400, covering 
cable butting and stripping operationa: 

R-2916, 
R-3428, -
R-3359, 
R-4376, 

J. 

3.1 

Twue 
3/4" Wide Gray Plastic Tape 
1/2" Wide Gray Plastic Tape 
Sealing Tape (for Half-Tap, Y-Splice 
Only) 

REQUIREMENTS AND METHODS 

Preparation of Cable 

3.11 Switchboard and ABAM (or AIMM) cable 
in non-grounded applications 1hall 

be butted and •tripped in accordance with 
Handbook 8, Section 400, 410, and 411. 

J.12 In toll applications, where uninter-
rupted 1hield ground, are mandatory, 

ABAH {or ABMM) cable shall be prepared with 
the strict as1urance that the aluminum shield 
shall not be cut until the ground i1 extended 
to by-pass the ■ tripped portion■ of the cable. 
For the method of preparation which a11urea 
ground continuity, consult the job specifica­
tions and drawings which will indicate the 
standard drawing which contain■ the applicable 
instructions (i.e., ED-97270-10). 

3.13 When heat shink tubing is used, the 
correct length 1hould be cut and 

shipped over the cable before the aplicing 
operation begin,. To determine the correct 
length of tubing, add 4" to the cablea atripped 
length aa specified in PARS. 3.32 and 3.731. 

s 380 

3.2 Splicing Rig Set-Up 

3.21 For splicing on cable racks, use the 
R-4373, Detail 10, Mounting Fixture. 

The splicing head and pedeatal can be inserted 
into the cable rack mc>untin1 block to po1ition 
the head 2 to 20" of the rack ( ■ee FIG. 5). 
By u1ing the L-1haped mc,unting bar and head­
clamp, the 1plicina-head can be poaitioned 
above and over the cable rack (1ee FIG. 6). 

3.3 Poaitioning Splicing Bead Along 
Stripped Length of Cable 

3.31 Straight Conductor Splice: As 
shown in FIG. 7, the initial value 

of X, the distance between the splice-head 
and the butt of Cable A, 1hould be the minimum 
required to fan the lead• through the wire 
guides on the 1pliciq head (approximately 
6"). Leads froa Cable I 1hould be long 
enough to extend appro:xi■ately 10" beyond 
the 1plicing-bead. 

3.32 For rec01Dended atripped lengths 
of cables, perform the following 

calulationa: For each splice, allow appro:xi­
■ately 10" for each mc,dule plus an additional 
12": e.,., for 62 conductor cable, two aodules 
are required and con1equently: 

A. 10" x 2 (modules) • 20" 

B. 20" + 12" • 32" ■tripped conductor 
length required. 

3.33 For cable• with mc>re than 1S0 
conductor•, a,dule1 1hall be 

placed in a line down one 1ide of the cable 
until three modules are crimped. Then, the 
next module (No. 4 in PIG. 8) shall be placed 
next to the butt of Cable A on the oppoaite 
aide of the conductor• fro■ Module No. 1. 

3.34 After each crimping operation, 
move the splicing-head away fro■ 

the butt of Cable A (aa indicated by arrow 
in FIG. 7) a di1tance of approximately 10" 
before beginning with new a:,dulea. This will 
stagier the aplice point, and mini■ize the 
cable diameters. 
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RP-054';' 

RP-0549 

FIG. 5 MOUNTING AND ARRANGEMENT OF SPLICING HEAD AND RIG ABOVE CABLE RACIC 
(PAR. 2.14, 3.21) 

t.-SHAPED ---.J 
HOllNTlNG BAR 
R-43 73 DET. 10 

HEAD CLAMP R-4)73 DET. 9 

~p 0550 

RP-0550 

FIG. 6 MOUNTING ARRANGEMENT OF SPLICING HEAD AND RIG OVER AND ABOVE.CABLE RACK 
(PAR. 2.14, 3.21) 

1 

l 
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DIRECTION OF TRAVEL 
FOR SPLICINC • 
HEAD , 

FIG. 7 POSITIONING OF SPLICING HEAD WITH RESPECT TO CABLE BUTTS 
(PAR. 3.31, 3.34) 

MODUUR ASSEMBLIES 

FIG. 8 ARRANCEMENT OF PAIRED MODULAR ASSEMBLIES 
(PAil. 3.33) 

380 

RP-0551 

RP-0552 
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3.35 Half-tap or Y-splice: 

3.351 As in the straight conductor splice, 
the splicing head should be located 

as close as possible to the butt (1) of Cable 
A shown in FIG. 9. If more than one set of 
modules is required per cable, move the 
splice head toward the butt (2) of Cable A 
a distance of 7" per module. (For complete 
instructions on Y-aplice, see PAR. 3.7). 

3.4 Wire Handling 

3.41 The wire retaining spring ,is adjust-
able for two ranges of wire gauge■ . 

The adjustment is made by loor·ning the wire 
retainer screw, and rotating the spring assem­
bly to the desired range (FIG. 11). The range■ 
as shown on the spring assembly face plate 
are: 

A. All 22 gauge wire• and 24 gauge PIC 
wire. 

B. All 26 gauge and 24 gauge pulp or 
paper insulation wire. 

3.42 Place Base (R-4374 Module for a 
straight splice, or R-4375 Module 

for half-tap or Y-splices) into the leaf 
spring tracks of splicing head so the base 
alignment holes are toward the head wire 
guides and cut-off blades are towards the 
Installer. 

3.43 Before fanning the conductors through 
the wire guides, tie or clamp the 

cables to an available anchor point, 

3.44 Wires should be fanned into the 
splicing head in consecutive color 

code wherever possible so that like-colored 
conductors of each cable are spliced together. . 
3.441 When one type of cable has been 

replaced by another, or when equip­
ment arrangements necessitate associating 
unlike types of cables, splice the conductors 
together in the order of the color sequence 
in each cable. 

3.442 When splicing paired tip and ring 
leads, place the tip lead to the 

left of the pair splitters (see FIG. 3), and 
the ring to the right. This will permit 
use of the Check Comb (R-4373, Det. 5) to 
check proper wiring order (see FIG. 12). 

8 

3.4.5 Graap each wire to allow 111 of pair 
alack behind the splicing head. 

Uae the thumb and forefinaer of each hand 
to guide the conductor• over the pair aplit­
ter• (see FIG. 13). Take up the alack by 
pulling each wire firmly into the wire channelr­
on the baae into the wire retainer apring. 

NOT!: Kore than l" of alack can 
cause adjacent conductor■ 

to knot a■ they are pulled over the 
pair splitters. Tugging on the 
knotted pair can then cause shiner• 
(see FIG. 14 thru 17). 

3.46 After fifty conductor• are in place 
check to see that all wire• are 

completely in each channel by running a finge­
over thea. 

3.461 For paired conductor■, uae the check 
comb (PAR. 3,442) to aaaure that 

there are no tip and ring reversal■. 

3.47 Place a Body (R-4374 for atraight 
splice) into the leaf spring tracka 

of the splicing head ao that the body align­
ment pin■ line up with the alignment holea of 
the baae. Presa the body into place ao that 
it rest■ on the base (FIG. 18). 

3.48 Take the matching binder group of r 
Cable B (or the leada correspondin~ 

to those formed into the baae) and fan the 
leads through the vi.re guides over the pair 
splitters and the body, and into the wire 
retaining spring in the same manner aa accoa­
pliahed for the base in PAR. 3.43 and 3.44. 

3.481 For paired conductors, uae the check 
comb (PAR. 3.442) to assure that 

there are no tip and ring reversals. 

3.482 Place a cover into the leaf spring 
tracks of the splicing-head with the 

alignment pins toward• the head wire guide• 
and matching body alignment holes (see 
FIG. 19). 

3.483 

3.5 

Crimp the connector module 
(PAR. 3.5). 

Crimpins 

3.51 Crimping Unit: The R-4373, Detail l, 
Hand/Hydraulic Tool ia the only ap­

proved tool for crimping the modules. 
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CABLE A 
BUTT (l) 

CABLE SLACK • 
FOR "Y" SPLICE 
(APPROX 24 IN.) 

9 

.tP-0553 

RP-0553 
FIG. 9 POSITION OF CABLES AND SPLICING HEAD IN "Y" SPLICE 

(PAR. 3.35, 3.71, 3.731, 3.75A, B, E) 

CONDUCTOIS WHICH WILL 
BE DISCARDED AFTD U­
AIUlANGIMINT OF FACILITIES 

CABLE B 

---=--=----­
..... --------......... ,,, 

r_i _, 
LE 2 -~ \ 

\ 
\ \ I ' , ' ------

CABLE A 
BUTT (2) 

RP-0554 

PIG. 10 ARRANGEMENT OF HALF-TAP OR "Y" SPLICE 
(PAR.3.731, 3.75B, E) 

380 
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FIG. 11 ADJUSTMENT or WIRE RETAINING SPRING 
(PAR. 3.41) 

llP-0558 

RP-0559 

FIG. 12 USE OF CHECK COMB FOR DETECTING REVERSALS LEFT POSITION SHOWS TIP 
LEADS: RIGHT POSITION SHOWS "RING" LEADS 
(PAR. 3.442) 

FIG. 13 PLACING WIRES IN BASE MODULE 
(PAR. 3.45) 

RP-0560 

, 
ll 
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FIG. 14 CORRECT POSITION OF GUIDE TIIUHB N!AII. SPLICING HEAD 
(PAR. 3.45) 

380 

RP-0561 

RP-0562 

FIG. 15 ILLUSTRATION OF GUIDE THUMB HELD TOO FAR FROM SPLICING HEAD 
(PAR. 3.45) 

FIG. 16 ILLUSTRATION OF KNOT BEING CAUSED BY EXCESS SLACK 
(PAR. 3.45) 

RP-0563 
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IP-0564 

FIG. 17 ILLUSTRATION OF SHIVER BEING CAUSED BY TIGHT KNOT 
(PAR. 3.45') 

FIG. 18 MODULE BODY ON FILLED BASE 
(PAR. 3.47) 

FIG. 19 COVER PLACED IN PREPARATION FOR CRIMPING 
(PAR. 3.482) 

RP-0565 

) 
RP-0566 
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3.52 The crimping clamp (aee FIG. 2) ia 
deaigned to crimp the connector 

module to the proper height with a force that 
asaure• proper connection• for all conductora. 

3.53 The hand/hydraulic ayatea baa a 
by-paaa which permits it to idle 

when the clamp "bottoms" and exert• sufficient 
preaaure to complete the crimping. 

3.6 Crimping Operation 

3.61 Place the crimping clamp on the 
aplicing-head with the Hydraulic 

hoae towards either the right or left. 

3.611 The crimping clamp baa pins on the 
inside aurfacea of it• vertical 

membera. The clamp ia placed on the head at 
an angle (FIG. 20) so that the pin• reat on 
the pin aocketa of the aplicing-head (see 
FIG. 3 - "Splicing-Head Parts Identification"). 

3.612 Rotate the clamp until it is locked 
into a vertical poaition by the 

splicing-head detenta. If the detenta do not 
lock or prevent rotation, they can be adjuated 
with a acrewdriver. 

3.62 Cloae the releaae valve on the aide 
of the pump. 

3.63 Work the hand pump until the con-
nector module appear• cloaed, then 

complete an additional five atrokea. leep the 
output end of the hand pump level or lower 
than the rear. Thia will keep air out of the 
hydraulic linea. If the pump doe• not operate 
properly, proceed aa indicated in the following 
"bleeding" inatructiona: 

3.631 Bleeding Instructions: If the crimp-
ing bar does not move toward• the 

module, bleed the hand/hydraulic unit by plac­
ing the clamp lower than the p1111p and tilt 
the output hose of the pump down. Actuate 
the pump handle until the clamp resuaea noraal 
operationa. 

3.64 With clamp in the closed position, 
check to see if the crimp is com­

plete. Graap one-quarter of the wire ends 
and pull them out of the modules. If the 
crimp is complete, all wires will be cut and 
easily removed. 

380 

3.641 Any uncut wires ahall be taken aa 
an indication that the cri■p ia 

incomplete. To complete the cri■p. add prea­
aure by workin1 the pump handle. Continue 
atrokina until all the wirea are cut. 

3.65 

3.651 

After completina the crimp, re■ov• 
the clamp by perfonaina the folio­
ing: 

Release the preaaure by opening the 
valve on the aide of the hand pump 
(PIG. 21). 

3.652 Rotate the clamp about the pin• 
and pin pocket• (PIG. 22) and lift 

the claap up off the head. 

3.66 Lift the crimped module fro■ the 
head by pushing up and back with the 

thumb• (PIG. 23). 

3.661 If the incoming wirea have been 
pulled too tightly into the wire 

guide, rotate the aplicing head to relieve 
tension. 

3.7 Y-Cable Splice or Half-Tap 

3.71 The Y-cable splice or half-tap ia 
uaed when a cable end (designated 

Cable Bin PIG. 9) ia to be spliced to con­
tinuous cable (designated Cable A) and the 
cable• are parallel or at a alight angle to 
each other. 

3.72 To uae 3H/MS2 for Y-aplicea, an 
R-4375 Ralf-Tap Base aaat be uaed 
(see PIG. 1). 

3.721 Before atteapting a Y-aplice, the 
Installer ahall be fully competent 

in the operations deacribed in the preceding 
paragraphs in this section. 

3.722 Before placing a half-tap base intj 
the splicing head, the Inataller 

ahall verify that there are no wire cut off 
blades in the baae {aee PIG. 1). 

NOTE: Half-tap baaea are diatin-
guiahable fro■ the R.-4374 

Base with the wire cut off blades 
because they (the half-tap baaea) 
are covered with a strip of green 
tape. Despite this identification, 
verification by Installer that the 
knives have been omitted aJat be 
completed on each module. 
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FIG. 20 PLACEMENT OF CLAMP ON SPLICING HEAD 
(PAR. 3.611) 

FIG. 21 OPENING VALVE TO RELEASE HYDRAULIC PRESSUU 
(PAR. 3.651) 

FIG. 22 REMOVING THE SPLICING CLAMP FROM THE HEAD 
(PAR. 3.652) 

RP-0567 

l 
RP-0568 

) 

RP-0560 
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FIG. 23 LIFTING THE CRIMPED MODULE FROM THE HEAD 
(PAR. 3.66) 

., , .. ·:, ... 
/ I,' .: 
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RP-0570 

RP-0571 

FIG. 24 USING DIAGONAL CUTTERS TO CUT OFF DISCARDED LEG OF "Y" SPLICE 
(PAR. 3. 762) 

FIG. 25 APPLYING SEALING TAPE TO MODULE TO INSULATE CUT ENDS 
(PAR. 3. 771) 

RP-0572 
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[3.723 The continuoua cable (Cable A) ia 
alway• fanned into the Half-Tap 
Baee firet. 

3.73 When the location of the splice 
ha• been determined (Handbook 9, 

Section 371, Paragraph 4.3), the cable shall 
be butted and stripped in accordance with 
inatructions in Handbook 8 and thia section. 

3.731 For the distance between the butte 
on Cable A (Distance Yin FIG. 9), 

allow approximately 10" for each module plua 
12", (ae in PAR. 3. 32). In addition, add 
approxi-tely 24" which will be uae41 for 
slack in order to aimplify -nipulatina wire■ i 
e.a., for Y aplicing 62 conductor cable, tvo 
module• are required and conaequently: 

A. 10" x 2 • 20" 

B. 20" + 12" • 32 (which will be the 
final length between butte on the 

completed splice) 

C. 32" + 24" • 56" free conductor 
length required. 

NOTE: At the completion of the 
•plice, the diatance froa 

butt to butt on the completed aplice 
■hall be 24" leH than the total 
free conductor length. The exceaa 
slack will be eliminated when the 
unwanted leg of the initially con­
tinuous cable ia removed. (See 
FIG. 10 and PAR. 3.75 for apecific 
detail ■.) 

3.732 The stripped length of the end 
Cable B shall be determined in the 

same manner as the cable end■ in Pil. 3.32. 

3. 74 The splicing head shall be located 
in accordance with inetructiona 

3.75 

in Pil. 3.3. • 

Reco-nded Procedure for 
Half-Tapping 

A. With the aplicing head in place, 
pull the slack until there ia a 

24" loop of slack in the stripped portion of 
the continuoua cable (aee FIG. 9). 

16 

B. Poaition the alack so that it i• 
towards the cable butt which will 

be removed. (Butt (2) of Cable A in FIG. 9 
and FIG. 10). The firet aodule will be locate­
approxiaately 3" froa butt (1), the portion of 
the continuous cable which will be retained. 

NOTE: Additional aodulea ahould be 
placed ao that they will be 

l" to 3" apart and the alack will 
always be towards butt (2) of 
Cable A. 

C. Identify the binder groups. 

D. Remove the tape fr011 the Half-Tap 
Baae (B.-4375) and place the baae in~-

1 aplicing bead. I 

I. Fan wire• into the baa• in the same 
aanner aa that a.ployed in Pil. 3.4 

of this aection. The alack should be kept 
toward the leg which will be removed (aee 
PIG. 9 and 10). 

F. After fanning all wire• into the 
base module, insert the Body (B.-4375) 

onto the base. 

G. Fan the leads fr011 the end of 
Cable B, the tap cable, directly 

into the body, leavina no alack. 

R. When the body baa been coapleted, 
place a cover on the aaaeably and 

crimp the aaaeably aa specified in Pil. 3.6. 

I. Move the aplicina head to the next 
location when additional aodulea 

are required. 

3.76 Tying Y-Splice Module■ 

3.761 After the crimpina operation in a 
Y-aplice, temporary ties may be re­

quired until authorization to remove the un­
wanted lea ia received froa the local Telephou• 
Company. l 
3.762 When the unwanted lea ia removed at 

the module, uae Midaet Diapal 
Cutter■, R-4108, to cut lead• off close to the 
modules so that they cannot bend over and abort. 
Individual lead■ shall be cut off aingly to 
prevent shorting working pairs (aee FIG. 24). 
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3. 77 Taping Y-Sp 1 i CP Modu l,•~ 

J. 771 After cutting in,hvi,i11.,l lc-a<is [ro] 
the Y-splice module, apply R-4376 

Sealing Tape to the exposed wire ends-r;;;­
FIG. 25). 

3. n2 Dress the modules back ai;ainst the 
cable and tie them back ~ith nylon 

twinr into n tight fnrw. 

1.8 fying and Co11t>r ing Hodul,·s 

3.81 Tying and covering modules can be 
accomplished after the splicing-head 

is moved to another position, or at the comple­
tion of the total splice. 

3.82 Connectors shall be dressed compactly 
against the remaining conductors and 

banded securely with R-2916 Nylon Twine. 

3.83 After the co~nectors are placed in 
a tight form, the entire length of 

splice shall be covered by Heat Shrink Tubing 
(KS-21766). 

RP-0978M 

FIG. 26 ADHESIVE WRAPPED 1/2" FROM BUTT OF 
CABLE (PAR. 3.832) 

380 

3.8]1 C11t two, 7" l,,n)l: !ttrips ,,f ndh('~iv<' 
tap<' lO- I /2", if the c-nl>lt•~ ,1r<' le,.;, 

than l/2" diam,·ter. R<'mnve the adhesive tape 
fro~ the backing paper. The adhesive tape is 
supplied with the heat shrink tubing. 

1.832 Wrap the strip of adhesive upon ~ 
itself 1/2" away from the cable butt 

on the sheathing. Do not stretch the adhesive 
( see FIG. 26) . 

3.833 Slide the heat shrink tubing, 
PAR. 3.13, over the splice so that 

it overlaps the rolled adhesive at each end. 

3.834 Use the R-4444 Heat Gun or approved] 
equivalent to shrink the tubing for 

the last 2" of each end. Do not shrink the 
entire tubing (see FIG. 27). 

3.835 If heat shrink tubing cannot be 
used, the splice may be covered 

by wrapping the entire length of the splice 
with scrap cable sheathing and then a half-lap 
of gray plastic tape on top of the sheathing. 

KS-21766 RP-0978N 
HEAT SHRINK TUBING 

FIG. 27 TUBING SHRUNK AT LAST 2" ONLY 
(PAR. 3.834) 
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4. VERIFICA'rlON ------· 

VERIFICATION ITEMS AND BRIIF 
STATEMENT OF REQUIREMENTS 

4.1 Requirement• and Method• 

4.11 

4.12 

4.13 

4.14 

4.15 

4.16 

4.17 

4.18 

Codes of Switchboard Cable Approved 

Place heat-ahrink tubing on before_ aplice 

Correct baae uaed for half-tap aplice 

Contin~oua cable fanned into ~alf-tap base 

Unwanted leg of half-tap aplice cut off aingly 
with R-4108 

R-4376 Sealing Tape applied over u:poaed 
wire end• of half-tap 

Adheaive tape wrapped around aheathing 

Heat Shrink Tubing shrunk for lHt 2" of 
each end 

[

Vertical lines at side of 
Paragraph indicate a 
Requirement. 

RU!RINCI 
Paragraph Nwaber Piaure Muaber 

1.2 

3.13 

3.722 

3.723 

3.762 

3. 771 

3.832 

3.834 

1 

24 

25 

26 

27 

Engineering Planning Manager 
Connon Installation and Service• 


