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1.Sc0pe

This document provides instructions for the cable assembly of JR-W series.

2. Procedure
No. Procedure
[Disassembly of Connector]
Disossemble the connector in the order described on the figures below.
1.Remove the stopper screw. 2. Insert the plug into the receptocle. 3.Remove the cord tube.
1 Stopper screw <:$ZZ] Insert ] rord tube
Fix
Fix the receptocle
[Component Assembly, Cable preporation]
For the assembly of the connector, as well as the clamp, proceed s described on the figure below.
XRefer to the Table 1.2. for the dimensions concerning the cuble prepuration.
Plug Clamp
/\ /\
/ \
B
LT =
ffffff © )
Conductors \ \
Insulators 0 \ Cable
Insuletion tube | Cord @ bl Clonp Body
2 (Heat shrink tube) ( ord tube \MM
Notes) (1DDo not damage the conductor and insulator while handling.
(DAssure the direction of the washer.
(3)Be careful not to lose the stopper screw as it is a very small component.
Table 1. Solder Type Table 2. Crimping Type
Shell Size A Toml | B [nm] | C [mnl Shell Size |Number Of Poles| A [mmnl | B [mm]
13 @ | Ay 16 10 1.5 10 4] (1D
16 €] ap ® 21 10 4to 45 QD
21 €] Aan 25 24 3.5 to 4| @29
25 S (20) Noted The dimension A for the JR25WsHA-4+ is (5. D).
COUNT DESCRIPTION OF REVISIONS DESIGNED CHECKED DATE
Al 1 DIS-C-00009679 HR. SATO EJ. KUNII 20220113
£ #% TITLE t ot ERBASH
IIRS chFlzos% E*IkaCTRIC €0., LTD.
Ccab le clamp : simple type) CHECKED EJ. KUNII 20210705
CHARGED HR. SATO 20210705
WRITTEN HR. SATO 20210705
B M 8 T Z TECHNICAL SPECIFICATION ETAD-C0482-00 ‘gﬁ

FORM 213-1




Work Procedure

[Soldering, Tube fixation . Distonce adjustment]

Solder the cable and cover the soldered areo with the insulation tube. Adjust the length of the cable.
Fixing the P-unit by plugging it to the applicable receptacle, can make the essembly process easier.

ini Insure that the edges of the insulation tubes
Solder joints Fix are yell fit ento ghe P-unit's face.

Table 3j Bring the cable closer to the P-unit while
Shell Size | D C[wnl keeping the distance specified on Table 3.
13 37 Max
16 39 Max _ —\ )
2 42 Mox %: 0
2 45 oy g Noted The solder joints shall not be subject
! of any kind of mechanical force or strain.

(Tightening of the cord tubel
Plug the P-unit into the receptacle and tighten cord tube to the P-unit.
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basket
Receptacle
Table 4 p fushes
4 ! : - == S VA A
, Tightening Wrench apening _\}?Inll
Shell Size | torque [N ) =N .
13 2 to 2.5 11 Iliiililll || F{ P‘C
16 31035 A Refer to the Table 4. for the opening width
” L1045 %4 \\\\\ of the wrench and tightening torque.
25 5 t0 5.5 2 Plug and fix the P-unit to the receptocle.
[ Tightening of the clamp bodyl Table 5.
After assemblying the gasket and wosher to the cord tube, tighten the clomp body : Tightening
to the cord tube. Shell Size | 4yroue (-l
This operation becomes easier, if the P-unit is plugged in to the receptacte. 13 2 t0 2.5
18 31035
2 4 10 4.5
25 5 to 5.5
Igﬁt?gﬂléﬁ%ﬁl?"e:ﬂicﬁTtﬁi>Jﬂ5;Eoﬁﬁh'LTD Clearance between cord tube and c¢lamp body.
5 to the cord tube screw is recommended. Refer to the Tableb
D for the tlghtenlng
the clamp body to the cord tube.
Cord tube Clamp body Fixed
- -\
a | 3
> 1 i :a; —
Fixed Flat surfoce Fixed
Fix the connector body by using
the flat surface on the cord tube. Hold the cable during the
Note) Failure in satisfying dimension D ¢lamp bod¥ tightening, in order to
(distance between connector edge and cable insulation) avoid coble rotetion.

maoy couse insuficcient compression between the gasket and the cable,
resulting in o bod sealing performance.
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Work procedure

[Tightening of the stopper screwl

Tighten the stopper screw to cord tube.

6 = E—
& Tightening torque of the stopper screw: 0.2 to 0.25 N-n.
\touer SCrew The application of Henkel Japan co,. LTD Loctite 263
Cor equivalentd compound is reconmended.

[Confirmation of the sealing performance]

After the connector assembly procedure is completed, inject compressed air into the connector
from the moting side at 18 kPu for 30 seconds.
Insure that there are no air bubbles originating from the connector.
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A\PP.1-3: corrections
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