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1. Procedure

This document describes the recommended assembly procedure of
LF right angled connectors.

No. Drawing Procedure Details
O |
1 \ [Plug Disassenbly]
-p_l\l-_r“ With the coble assembly fixture
11 fixed in place with o vice ete..
Insert mote it with the plug.
Table 1.
Tool Name Applicable Product
LFO78P-T01 [ LFO7WBLP—¥X
< , LF10BP-T01 [ LF10WBLP—¥X
D) Cuble ussenbly fixture LF138P-T01 | LF13WBLP¥
IO 1)
= = (2) Loosen both the hood and connection
ring ond remove the hood ond right
angled hood from the connector.
@ Right angled hoot Hoot
\ Note (1) When wiring, be sure to use
Il ¢ coble assembly fixture.
Comnection rin I - 3 Directly fixing the sleeve
g\ = inploce with a vice etc.,
could lead to damage or
- derformation.
|
E@ Contact block
P = 22
X;: X;:
hote (1) Contact block
Vice /7
Ain /
HU
5 Vi
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No. Drawing Procedure Details

2| ® Hood [Connector Assembly Preparation]

(::)Spruy or brush Loctite 7649
primer, manufactured by Henkel
Japan LTD., on the threaded

‘—[ portions of both the hood and
the tightening ring, and then
- allow the primer-applied

\\Threaded portion surfoces to dry completely.

\ Notes (1D Leave to dry for 30 to 70
(L seconds at room temperature.
(D While drying, meke sure there
is sufficient ventolation, as
solvent components are
volatized during drying.
(3 After applying primer. keep

the primer-applied surfaces
away from dirt or dust

Threaded portion
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@ Hood Cable clamp o
Tightening ring| (2) Thread the coble through the
\ tightening ring, coble clomp,
— qosket, ond hood in the
' ——?Eﬂ :::jlﬂ / order shown in the figure.
Note (1) Threading of the componenets
Gosket moy not be possible after
Cable end to be treeted treating the cable.
3| [Cable-end stripping]

Strip length
J/ (1) Strip the cable ot the

A appropriate length Shown
T faleshtd in the toble.
PXXXXXY )
:: Shield

Notes (1) When stripping the cable
sheath, be careful not to
damage the shield.

Table 2. Strip lengths (Unit : nn] (2) Be careful not to damoge
Number of Contacts A Length the cable sheoth, os it
6 35 to 37 could offect waterproof
12 46 to 48 performance.
11
0 57 to 53
HRS HIROSE ELECTRIC CO.,LTD. ETAD-C0404-00 | A\ |25
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Shield

Lead wire Cable sheath

Cable sheath
4 to 5m Shield

(Crimping of ground terminal)

(::) Fold the shield over the cable
sheath uniformly.

Q)

Lead wire |

Coble sheath

Copper tape
=R

7&%‘5&%@? 2
Shield Copper tape t3—39~fiﬂj\\\\§hi§lﬂ

Cable sheath

2mm MAX

|

(@)Wrap copper tape, of width 5 to
Gmn. around the shield to prevent
it from loosening. Make sure that
the shield does not extend out of
the copper tape.

Note (1) Make sure that the
overlapping portion of
the tape is under 2mm.

®

Ground

Cable sheath Co

er tape
Coble sheath

terminal

| ; Ground terminal

End of copper tape position

(3) The ground terminal should be
placed over the copper tape
05 shown in the dicgrom
The end of the copper tape
should be ot the bottom face
of the U-shape.

Note (1) If the end of the copper
tape foces the mouth,
the ground terminal will
not cover the tepe ends
ofter crimping.

@

Open mouth side

N Pliers

(4) Next. to prevent the ground
terminal from folling, use
pliers, etc. to close the mouth
of the ground terminel to the
appropriate size as shown in
toble 3.

This process will make it
gasier to crimp the ground

terminal.
U-shaped \ -
inner surfoce Tﬂb? 3. _
Ground terminal Shell Size E
LFO7 5mm MAX
LF10
TF13 7mm MAX
]{15 HIROSE ELECTRIC CO., LTD. ETAD-C0404-00 A |3 5
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F

l /Groove for crimping

Crimping tool

Change the fiqure

No sticking out

(::) Place the qround terminal into
the 5.3 groove of the crimp
tool as shown in the figure,
and then crimp.

Note The appropriate cable size
for each groove is shown in
table 4

A\Caution

(Be careful not to stick out

the ground terminal from the tool.
XRefer to figure F.

Cable f
Crimping 7 N
tool Iﬂﬂ
Ground N
terming [ Qut of sfﬁ§

(DEnsure that both ground terminal
plotes are inserted into the
crimping die set before starting

MRefer to figure on the left.

If the ground terminal is sticked
out and crimped, without following
the above precautions it may not be
assembled into the connector or

the performance may be impaired.

/ to crimp.
o (]
o 0 ™~
Table 4. Crimp Tools
. - i Applicable Ground Terminal Outer
Shell Size Crimp Tool Name| Groove Size Loble Dianeter Mter Crinping
LFO7 HR10A-TC-02 5.3 5 ?5. 3mm to 95. Smm
LF10 LF-TC-01 7.9 7.3 ®7.9mm to ¥8. 1mm
LF13 LF-TC-01 9.1 8.7 ?9. 1mm to $9. 3mm

SHEO

Right angled hood Hood

Cable clamp {fgheiﬂiﬂg[iﬂg

(::) Pass the cable through until

) the ground terminal stops in
::::ﬂ'A ) the right angled hood.
Strip length i i
5| ® ] g cible shertl [Lead Wire Strip]
B’ Lead wire (1) When stripping the cable. be
‘ | careful not to demage the
§§§§§§§ ) lead wire, the conductor, or
= < the shield os it could lead
to foulty insulation, foulty
Conductor repie 5. Strip Length (Unit : nn) conduction or ¢ loss of
Number of Contacts B Length vaterproof perfornance.
6
12 2+ 0.5
20
11 31 0.5(A to D)

21 0.5(1 to 7)

HRS

HIROSE ELECTRIC CO.., LTD.

ETAD-C0404-00

FORM 213-2




May.1.2024 Copyright 2024 HIROSE ELECTRIC CO., LTD. All Rights Reserved.

No. Drawing Procedure Details
(Solderingl
7 Soldering conditions

@ -1

Insulator

Table 6.

g

)

]

3 ¢

N\\ Heot shrink tube

Contact

Number of Contacts

Contact Number { Length

6

6)]

1 to6

12

1to S

10 to 12

20

1 to 5 16 to 20

6 to 15

11

1to 4

(93] fus] [ua] yu) ] [aa] [9)]

5to 7/

Soldering tip temperature: 350£ 10C
Soldering time: 5 seconds MAX

Notes (1) When soldering, be careful
to avoid a cold joint, an
overheated joint, or any
other defects.

(2) Check that the the solder is
fused sufficiently where the
lead wire and the contact
are soldered.

(::) Soldering

(@)—1 For 6 12, 20 md 11 Contacts
Tto 7 only) Contact Types

(1) Thread o heat shrink tube Cwith an
inner diameter of @1.1 MIN) over
every second lead wire. The length
of the tube should be in accordence
with table 6.

(2) Ploce the lead wire sheath to
the contact and then solder.

(3) With the heat shrink tube in
contact with the insuletor ¢S

shown in the diagram opply
heat to shinrk the tube.

@) -2

Insulator

Insulator
( — ; )
—]

Contact

Contact

Insulation wall

(

]/

Lead wire sheath

(::) —2 For 11 CContacts A to D only)
Contact Types

(1) Place the lead wire sheath to
the contoct and then solder.

(O When soldering, the insulation

Insulation wall

—+ N\ Lead wire sheath
Solder/ __| | 0. 5mmMIN

vall should overlap the lead
wire by more than 0.5mm, 03
shown in the diogram in order
to maintain insulation between
the contacts.

HRS
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X6

Right angled hood\\s @

Ground terminal
R

Threaded

loctite

Vice

X X

as>
[y
=

Table 7. Recommended Tightening Torque

]
Connection ring
Wrench flat

Contact block

(The orientation of the connection ring is Shown as an example.)

Shell Size Tightening Torque |[Width Across Flats
LFO7 AN-mto 1.5N'm 14mm
LF10 1.5N-m to 2N'm 14mm
LF13 1.5N-m to 2N-m 17mm

[Right Angled Hood Assembly] 2\
Attach the right angled hood to the
contact block.

(@) Tighten the tightening ring to

the contact block.

At this time Loctite 263 of
Henkel Japan LTD., should be
applied to the full

circumference of the threaded
partion of the contact block.
CReffer to ETAD-C0522-00)

The recomnmended tightening torque
is shown in Table. 7.

Furthermore, the orientation of the
right angled hood should be set
before tightening.

Notes (1) If loctite is not applied,

the strength of the connector
will not setisfy the
specification strength value.
(2> The applied loctite should
not protrude out further than
the threaded portion. If it
does, It moy affect waterproof
performance. Please remove any
protruding loctite with a
cloth or cotton swab, etc.

®

Hex socket set screw

Apply loctite

Connection rin

Vice

XY
Vice

(The orientation of the connection ring is shown a5 an example.)

(::)Tighten the hex socket set screw

to the tightening ring.

Locktite 263 of Henkel Jopan Ltd.
should be applied to the full
circunference of the screw threed.

- Hex nut hole width:
0. 889nn

- Recommended tightening torque:
0.12 0 0.15 N+

HRS
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No. Drawing Procedure Details
@ Hood and gosket (Connector assenbly)
8 ly loctite Connection point meeting surfoce (::)After reconencting the connector

Threaded portion

Right angled hood

Ground terminal

Width ocross flots

Hood

X X
Vice

(The orientation of the hood is shown ¢S an example.)
Table 8. Recommended Tightening Torque

Shell Size Tightening Torque |Width ocross flots
LFO7 IN'mto 1.5N'm 10mm
LF10 1.5N'mto 2N-m 13mm
LF13 1.5N'mto 2N-'m 16mm

to the assembly tool, tighten the
hood to the right angled hood.
Furthermore, Locktite 263 of
Henkel Japan Ltd.. should be
applied to the full circunference
of the screw threod.

The recommended tightening

torque is shown in Table. 8

Notes (1D If the cable is rototed it
could couse a disconnection.
The cable should be kept in
place by hand, etc.

(D After tigthening the hood,
please check that the ground
terminal and the hood are
connected.

Furthermore, when the cable
is pulled to the hood end
gosket meeting surfoce, the
ground terminal moves to
the postion shown.

®®

Hood and gasket

meeting surface
Cable clamp

Groove

— D
)

Protrusion

Tightenin

%ﬁ;?VTce

as
(=Y
§§

(The orientation of the hood is Shown as on example.)

(5) Insert the gosket until it hits
the hood and gosket meeting
surface.

Align the protrusions of the cable
clomp with the grooves of the hood
and insert.

Note (1) If the groove of the hood and
the protrusion of the clamp
are not prorperly aligned,
the cable could be twisted
when the tightening ring is
being tightened, which could
lead to o disconnection or

0 loss of waterproof
performence.

@

Hood

Threaded portion

=gy

—
::::1_1
Apply loctite

Tightenin

Vice

(The orientation of the hood is shown s on example.)

(::>Apply Loctite 7649 of Henkel Japen
Ltd., to the thread of the hood.
After checking that it has dried,
apply Locktite 263 around the full
circumference.

HRS
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No. Drawing Procedure Details
8 ‘I" ‘I'iTighten the tightening ring to the
1;_1__\\\\ - hood. The recommended torque is
h-j—”'/’:EEEEI-4-___P shown in Table. 9
' Width across flots
Tightening rin
=2 b =
(The orientations of the hood and the tightening ring are
shown as examples.)
Table 9. Recommended tightening torque
Shell Size Tightening Torque Wrench Width
LFO7 0.8N-mto IN'm 10mm
LF10 0.BN-mto IN'm 14mm
LF13 IN'mto 1.5Nm 16mm
(::) Disconnect the connector from the
-p_|\| —— assembly tool. With this, assembly
lr_r,,—/'3::::1_i___1 is conpleted.
9 (Waterproof Performance Test]
When assembly is completed,
apply 17.6kPa of air pressure to
the connector from the mating
side for 30 seconds, and check
thet no air bubbles appear from
the inside of the connector.
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