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1. Scope

This specification specifies the assembly process

of the following product.

PART NO.

CODE  NO.

BNCC75)-BPJ-1. 5CV-2C40)

CL302-0380-0-40

2. Assembly process
Page 2
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l'Rs Eﬂos?%ﬁgmﬁic Co.. LTD.
oD | ) APPROVED MH. YAMANE 14.02.03
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Flgure

Process Description

Flgure

Process Description

Cable

1.5C-XV N\ 71.5+0.3
T__
L

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.

Swaging tool
UM. MSS-T-1
(2. 5Hole>

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.

\ Outer _ Note (3) Do not rotate the moin unit of the connector
deat-shtinkab e hming// Casing - | | ’ against the coble unT they are swaged.
8 2. Swage the swaged port of the moin unit with
’ the swaging fool UM MSS-T-1 (2.5 hole).
J L J Note (1) Swage af the part 0.5 - Imm away from the end
1. Insert the cable into fhe sleeve. — face of the main unit.
Note ¢1) Insert the cable until the coble casin 3. Confirm that the position of the femole ferminal
Cosing leeve #//QELQL—QU%JEE%Lt touches the step of the sleeve. : 05~ is 05 per the dimension shown in the figure.
nsulaotor .
\ 2. Loosen the braid of the outer conductor, and fold 4, ith heat-shrinkoble tub he end
> = back o the sleeve. A AN 5 W%uﬁ e e
Note €10 Cut the outer conductor which protrudes o+ 0.2
from the end face of the sleeve. _
Note (21 Thgre should Ee at least 4nm of the outer | r ”JZF
I B
Cut the outer conductor which protrydes conductor on the sleeve. ]
from the end foce of the sleve. Note (31 The outer conductor should be folded baock [S—
evenly on the sleeve.
Heat-shrinkeble tubing ||
I Insert the code Tubing between the outer conductor End face A
and the insulator of the cable.
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
_ YZzzzzd - the excess port of the insulator.
Note (1) Do not damage or bend the center conductor L]
Center L2 (Reference)
conguctor L3 L dimensions and coble cut length after harnessing
Code tubing ] - Cable cut length: Ll-1
: J 1 (L3+11.8
( \
I. Insert the female terminal and insulator seat block [ ] —
Sol%ﬁr ¥r0mlth% apert%re into the caoble. and solder the female terminal. | |
Fepale terminal 0 INE Temeie Tethines Note (1) Make sure the cable"s center conductor is
ond insulotor seat block visible in the whole part of the aperture PART NO:BNC(75)-BPJ-1.5CV-2140)
for soldering of the female ferminal. CODE NO: CL302-0380-0-40
Note (2) There should be no gap befween the insulator
Zi segt and the ngefub|ng Zx COUNT DESCRIPTION OF REVISIONS DESIGNED CHECKED DATE
' Note (3) Solder carefully in order not o make o cold
- joinf and | pmhn the solder from flowing & # TITLE HRS coc@Esisia
dt?ﬁ 0E13|?edd|um?ter of the female terminal HIROSE ELECTRIC CO..LTD
and the knurled part. APPROVED MH. YAMANE 14, 02. 03
Note (4) Do not wllortﬁum the female fterminal BNC(75>_BPJ_W'5CV_2(40) CHECKED TY. OZAKI 101 31
[here should Knurted port and insulator seot block on the coble ASSEMBLY PROCEDURE CHARGED MA. SAEKI 14.01. 31
de 10 gop. | after soldering. WRITTEN MA. SAEKI 14,0131
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