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1. Scope
This specification specifies the assembly process

of the following product.

PART NO.

CODE  NO.

BNCC75)-BPJ-1. 5CV-CPY(4D)

CL302-0369-8-40

2. Assembly process
Page 2
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Flgure

Process Description

Process Description

Heat-shrinkable tubing/

Cable

1.5C-XV N\ 71.5+0.3
r
L

\ (Quter
Casing

1. After putting the heat-shrinkage tubing on the cable,
treot the end of the coble ot the dimension Shown
in the figure.

Note (10 Pay attention not to damage the outer conductor.

Note (2> Cut the end of the caoble to moke it vertical
before processing the end of the cable.

Outer conductor

1. Insert the coble into the sleeve.

Note (1) Insert the coble until

the cable casing
touches the step of the

sleeve.

Swoged port

/ Connector hody

=
T

1. ri the block of Step 4 into the moin unit

nser
the connector.

I
0f
Note (11 Insert until the end foce of the insulotor
seat touches the main unit of the connector.

Note (2) Muke sure the sleeve is completely inserted
nto the connector.

Note (31 Do not rotate
against the ¢

the main unit of the connector
uble unT they are swaged.

2. Swage the swaged port of the moin unit with
the swaging fool UM MSS-T-1 (2.5 hole).

Note (1) Swage af the part 0.5 -
face of the moin unit.

Imm oway from the end

3. Confirm that the position of the femele terminol
is a5 per the dimension shown in the figure.

/ Insulator , 5 0.5~1
\ B 2. Loosen the braid of the outer conductor, ond fold 4. Cover with heat-shrinkoble fubing to the end
2 bock on the sleeve. face A, and shrink it with a heat qun.
Note (HfCui me ouée; condgcm T ich profrudes B 1t 02
rom the end foce o Beve. 17 L
Note (21 Thgre should Ee at least 4nm of the outer (
Cut the outer conductor which protrudes conductor on The sleeve. L ——1
from the end foce of the sleve. Note (31 Theloutertﬁundlfctor should be folded bock E—
evenly on the sleeve. 77
Heat-shrinkahle tubing Jf—
I. Insert the code Tubing between the outer conductor -
and the insulator of the cable.
End foce A
Insulator Note (1) Insert the code iublng until the outer
(§.2) conductor is adequately pressed against
the sleeve.
2. For aligning the end faces of fthe cable insulator
3 and the code Tub|ng 05 shown in the figure, remove
P77z - the excess part of the insulator. B
Note (1) Do not damage or bend the center conductor
L2 , (R
Center =] eference) .
conductor |3 — L dimensions and coble cut length after hornessing
Code {ubing | Cable cut length: t;;; 34
) J L3+171.8
(
\
I. Insert the femole terminal and insulator seat block |
into the cable, and solder the female terminal.
Solder from the apertyre -
Fenale terninal n the fenole terninol. Note (1) Moke sure the cable s cent er conductor is
and insulotor seat block ¥|Slbl?dln the \?h%e 1[ tThe GP?FTUFE PART NO:BNC(T75)-BPJ-1.5CY-(P)(40)
or soldering of the female terming CODE N0 CL302-0369-8-40
Note (20 There should be no gop befween the insulafor
4 seat and the code fubing. COUNT DESCRIPTION OF REVISIONS DESIGNED CHECKED DATE
| Note (3) Solder carefully in order not to make o cold s
I oint and fo prevZnT the solder from flowing 2 % TITLE HRSG cocdtitat
fo dﬂt]ﬁ ogm?eddlam?ter of the female terminal HIROSE ELECTRIC CO0..LTD.
and the knurled par APPROVED MH. YAMANE 14.02. 05
BNC(75)-BPJ-1. 5CV- (P (40) ZPTROVED i L e
Note (4) Do not pull or rotate fthe female terminal : i
There should Knurled port and insulator seaf block on the coble ASSEMBLY PROCEDURE CHARGED MA. SAEK] 14.02.04
o6 g0p. | after soldering. WRITTEN MA. SAEKI 14.02.04
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