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1. Scope
This specification specifies the assembly process

of the following product.

PART NO.

CODE  NO.

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

CL302-0388-2-40

2. Assembly process
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Flgure Process Description Figure Process Description
1. Mfter putting the heat-shrinkage tubing on the cable, | ]'UfI”?ﬁ Tcmeg}g?k of Step 4 into the moin unit
Cable treot the end of the cable ot the dimension shown Swaging tool
1.50-0Eh. ¢ [h+0.3 in the figure. PO73-T-4 Syaged port Note (1) Insert until fhe end foce of the insulafor
‘ seat touches the main unit of the connector.
Note (1) Pay uttention not to domage the outer conductor. Connector body
ofe ake sure the sleeve is completely inserte
1 ] N1(21Mk the sl letel fed
L Note (2> Cut the end of the cable to moke it vertical nto the connector.
\ ‘ \ Outer before processing the end of the cable. Note (31 Do no} ; otate b{he m? l#ﬂ it of the cognector
Heat-shrinkaoble tubing/ bas g / tguinst fhe coble e ST
] 2. Swage the swaged part of the moin unit with
SN the swug?ng tool POT3-T-4.
Note (1) Swage af the part 0.5 - Imm away from the end
1. Insert the cable into the sleeve. face of the main unit.
Casing sleet Duter conduetor Note (1) Insert the cable untjl the cable cosing B 3. Confirm tht the position of the female terminal
Insulator fouches the step of the slegve. = 46 0.5~ 1 is a5 per the dimension Shown in the figure.
2. Loosen fhe braid of the outer conductor, and fold 4. Cover with heot-shrinkeble tubing fo the end
2 bock on the sleeve. face A, and shrink it with a heat qun.
Note (10 Cut the outer conductor which profrudes
from the end foce of the sleeve. B h+ 0.2
Cut the outer condugtor which protrudes Note ‘Z’Clﬂgﬂgfﬁ"gmg g{eésg” don of the outer ey
from the end face of the sleeve. ' [
Note (3) The outer conductor should be folded bock ] —
evenly on the sleeve. G
-\
I Insert the code Tubing between the outer conductor Heat-shrinkoble TUbiﬂ@/
and the insulator of the cable. |
Insulator Note (1) Insert the code iublng until the outer
(6.2) conductor is adequately pressed against End face A
the sleeve.
2. For oligning the end faces of the cable insulator
3 s and the code Tublng 05 shown in the figure, remove
_________ 7. % the excess port of the insulator. 1
Note (1) Do not damage or bend the center conductor. L2
Center (Reference)
conductor _ L dimensions and cable cut length after harnessing
Code tubing Cable cut length::LL12-+1YIg.34
I
{
—
I. Inserf the female ferminal and insulator seat block —— T —
Solder from the apertyre into the cable, and solder the female terminal.
Fenale terninol in the femole terminal Vote (1) Wk " . et ||
- ote (1) Maoke sure the coble s center conductor is , Ty i
and insulotor seat block visible in the whole p art of the aperture PART NO:BNC(75)-BPJ-1. 5CW- (P}
\ for soldering of the emale ferminal. CODE NO: CL302-0388-2
Note (2) There should be no gap between the insulator
A seat ond the code Tub?ng ~ COUNT DESCRIPTION OF REVISIONS DESIGNED CHECKED DATE
| Note (30 Solder carefully in order not fo make o cold P
I S A\
oint and to prevent the solder from flowing mooTITLE l'RS E.iﬁ?ﬁ*ﬁﬁ?wﬂm,
fo dt?ﬁ oll:m?eddlam?ter of the female terminal APPROVED TN o
and the knurled par - _ _ : 0t
Note (4) D - fote the fenale fer l BNCUB) BP‘J /‘ 5CW <P>(40> CHECKED TY. 0ZAKI 14.01. 30
ote (40 Do not pull or ro ¢ female terming
fhere 323“” Knurled pert and insulator seaf block on fhe cable ASSEMBLY PROCEDURE CHARGED MA. SAEK 14 0130
—_— after soldering. WRITTEN MA. SAEKI 14.01.30
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