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Heat shrink tube

Jacket Outer conductor

/

1-1. Putting the heat shrink tube on the cable
as shown in the figure to the left.

1-2. Cut the jocket with the dimensions
shown in the figure.
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/‘ <— << Note 1. Cut the end of the cable to moke it vertical
Y] PR before processing the end of the cable.
) Note 2. When terminal processing, be careful not to
5.8 4 0.7 damage the outer conductor.
Cable = 1. 5CCA-EXBVCLE)
1. 5C-QEV - CW
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> 2-1. Insert the coble into the sleeve.

Note 1. Insert the cable until jocket of the cable
touches the step of the sleeve.

2-2. Loosen the outer conductor shown in the figure.
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\Knurled port

B Male contoct
and insulotor block

(Reference ) —Soldering conditions
[ron tip:380C
Heating time = Within 5 seconds

5-1. Insert the male contact and insulator block
into the cable. and solder the male contact.

Note 1. Make sure the cable™s inner conductor is
visible in the whole port of the aperture
for soldering of the mole contoct.

Note 2. There should be no gop between the insulator
and the code tubing os shown in the figure
part B.

Note 3. Solder carefully to prevent defects and overflow
of solder to the knurled parts or outer diometer
of the male contact.

Note 4 Do not pull or rotate the male contact
and insulator block on the cable
after soldering.

Crimping Tool
HT303/HRM-T-4C58A7U holed
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6(03 S Lonnector body

6-1. Insert the block of step 5 into the connector body.
Note 1. Insert until the end foce of the insulator
attocked the connector body.
Note 2. Maoke sure the sleeve is completely inserted
into the connector body.
6-2. Crimp the crimp part of the main unit with
the crimping tool HT303/HRM-T-4C58A/U hole)
as shown in the figure.
Note 1. When crimping, keep the end foce of
the main unit 0.5 to Tnm oway
from step C port.
Note 2. Check that the male contoct is positioned
as shown in the figure.

3-1. Loosen the outer conductor,
and fold back on the sleeve. }7 . Cover hert shrink tube over the connector
Sleeve end face Duter conductor Ipsert Note 1. The outer conductor should be folded back ] " os shown inthe figure to the (eft and using ¢ heat gun,
; / ‘ ‘ even[y on the sleeve, deat shrink tub ' shrink the heat tube.
, Vieleciric Note 2. Cut the outer conductor which protrudes SHEIELIR L
( from the end foce of the sleeve. X
:3 > Note 3. There should be ot least 4mm
, % of the outer conductor on the sleeve. 12
Hood 3-2. Insert the hood between the outer conductor (Reference ) Length and Cutting length ofter Hornessing.
4 MIN = and the dielectric of the cable. _
Note 1. Insert the hood until cttocked the jacket Cable Cutting length + L1-10.4
of the cable. —t | 12+ 4.6
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(4.5) 4-1. For aligning the end foces of the cable A
dielectric and the code tubing s shown TITLE HS
A ——— in the figure part A remove the excess part of HIROSE ELECTRIC £0.. LTD.
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