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

1. Scope

This document provides instructions for the cable assenbly of HRO8D plug connectors.

2. Termination procedures

ND. Tllustration

Operation

BStraight plugs

Spunner width dimension: 3. 4nn 1y fut
biplicable eceptaele g0y rng

@Disossenbly of connectors
After moting to an applicable

1 Fired

=nl Gy =
=

T
L

\Struight outer shell

receptacle, carefully loosen the
connecting ring Crotate clockwise)
and remove the stroight Cor right
angle) outer shell.

Note:P case could be broken

Fired

dimensio

Interfoce ossenbly

Wrench op

ening
1 18 mn

Stroight outer shell

by fixing stroight

Cor right-angle) outer shell
and untiqhtening the sleeve
together with the connecting

ring without mating to an
applicable receptacle.

M2

‘CAUTION

When loosening the connecting
ring, be careful not to
accidentally rotate the lock

B Right-angle plugs

Applicable receptocte

Fired /7
1
=

Fired

4\&

Interfoce assenbly

L
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L’t.

Spanner width dimension = 3. dmm
=

Wirench op

dinension:

Right-angle

outer shell

collar together.

ening Rotating the lock collar

18°m forcefully can damage the
rotation stopper Cprotruding
part from the housingd which
render the connector unusable.
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Housing

Lock Collar ‘ ‘
Connecting Ring

Lock Collar
Rototion Stopper
CHousing Protruding
Partd

COUNT [ DESCRIPTION OF REVISIONS DESIGNED CHECKED DATE
Al 1 DIS-C-00004329 HT. ZENBA HY. KOBAYASHI 20201026
TITLE
, , HS HIROSE ELECTRIC C€O..LTD.
Termination APPROVED YH. YAMADA 20160527
procedure for HROSD CHECKED HY. KOBAYASHI | 20160527
CHARGED DS. MATSUNE 20160627
plug connector WRITTEN DS. MATSUNE 20160627
TECHNICAL SPECIFICATION ETAD-C0290-00 ‘A %

FORM 213-1




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

No. [llustration Operation
Threed@ i fahi
Interfoce assenbly ralght vuter shefl Tightening collar ®Connector assembly furnishings
Thread® Treg@  Thresd@® If the straight Cor right engle)
2 outer shell is made from plostic,
using spray, brush or enother method,
- coat all threads of the following
‘ parts with Loctite 7649Cprimer)
MABX0. 75 Aantongle nuter shell Cor equivalent) monufoctured by
é::;===ﬁa;\> Henkel Japan Ltd.
M16X0. 75 N B . .
J [f the straight Cor right angle)
Thread@ Thieod® outer ;hell is mode from metal,
there is no need to sproy
Occasion for application of Loctite 7649 Cprimer) the M16X0.75 threads of either
Stroight outer shell Thread® | Threaod@ | Thread® | Thread® interfoceassembly or stroight
EPhT’MQ‘eOUte‘She{L Cor right angle) outer shell.
astic Necessary | Necessary [Necessary|Necessory
Metol Unnecessary | Unnecessary |Necessary| Necessary Note: Allow for full drying in 0 yell
ventiloted areo
(30 to 70 seconds), assuring
that there is no contominotion
B Stroight plugs of the coated areos.
Termination end SWHWTNHrBh‘ Tightening collar
e LTS ®Passing of the cable through
ﬁ12§2422222323====1 \§&§&_ﬁzeé§§sa connector parts
\ )
\J} “ | l"1 Pass the cable through the
0l individual parts as shown in the
\Coble Chumfe:mp illustration Cin the correct
I order) making sure that the
Ei ?Jght{angle plggsh‘ ‘ ‘ termination end is on the correct
o‘u%er gﬂgﬁ usning Clomp Tightening collar [ ¢jge.
= KX ey Note: Check the direction of the
— —— bushing.
Assembling in wrong direction
could couse failure of sealing.
Chamfer
Amn ‘ ‘ ) )
3 Sm |/Cub{e outer insulution @®Ternination of the cable
0 Using appropriate tools, strip the
) coble ond individual wires per the
\\L dimensions shown in the table.
Conductor Wires Observe the allowed tolerances and
avoid damage to the insulation or
— . A B conductors.
10-position, wire solder 15 % 210.5
10-position, crimp 20 3.210.3
2-position, wire solder stroight| 15 % 510.5
2-position, wire solder right-anglef 20 % 510.5
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NO. Tllustration Operation
OWire termination of the connector
40 ® 4-1 Type of wire solder

Heat-shrink tubing

Tape

HMMW&
Wire Anm

-

\_/C

Interface ossembly

Fixed /// Solder

ﬁ—[n N )
== - >
A
Fixed Receptacle
@ ~ Insulator body
~ Heat-shrink tubing
\

@ Pre-solder the exposed conductors
meking sure that no individual
strands are protruding.

@ Prepare 4 nm long pieces of
ppropriate heat-shrink tubing
and pass each over the wires
toward the outer insulation of
the cable. as shown in the
illustration. Secure each of
them with tape to the outer
insulation.

Note: The heat-shrink tubing will
need to be moved over the
solder joints after the
completion of the soldering
Process.

QG Mate the interfoce assembly with
the corresponding receptocle
secured in o holding fixture
Cnot supplied) or secure it by
other means.

Assure correct orientation and
complete lock.

Fully insert individual
conductors in the corresponding
solder cups and solder one at
the time.

Note:Assure that the solder
compound has melted sufficiently
and the solder joints are secure

@Slide forward each of the
heat-shrink tubing over the
solder joints making sure that it
rests against the surface of the
insulotor. Using a heat gun, shrink
each over the solder joints.

Note:Exercise coution not to domage
the wire and coble insulation
or other components.
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No. [llustraotion Operation
4-2 Crimping type
4100 @ Following the instructions
enclosed with the applicable tool,
crimp the contects to the wires.
AT —2 L —w

ac] L—o}
Crimp contact ///
Wires

Table of Applicable Tools
Type Name

\_/C

Part number

Manual

Manual contact crimping tool

HT304/HR34B~1

Automatic

Press

CM-105C

Applicator

AP105-HR34B-1

Arrow mark

Insulator

Interfoce assenbly

Retaining step

gy S < e
i "’: a9 " et
\ Llu_l—\_r\ﬁvtq_l_z

Retaining tab\

Crimping section
faces downward

@ Verify the crimp height and
configuration per the crimp
condition table supplied with the
tools.

@ Insert the contaoct in the
insulotor with the retoining
tab facing downwerd and the
retaining step oriented as
shown in the illustration.

Full an insertion will be
confirmed with an oudible click
and toctile feeling.

Verify full insertion with
slight pull on the wire.
Cpull force of 2 to 3 ND

Notes:(1DIncorrect orientation of
the contact will result
in damaged contacts.

(Do not push contacts further
than needed to retain in
the insulator body

(3P cose reteining tob
could be broken by
pulling with more than 20N

HRS
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No- Illustration
straight plugs ®hssenbly of connectors
= ©e ® Bring the ;nsglution edgehof the
Interf bl o coble to the dimensions shown on
Her ot poiently Eﬁgtgﬁ?é?ﬂsﬁg&t the illustrations C12nm mox. for

Fixed

\

=1l
al

Fixed

Receptaocle

Coble

Connecting ring

Fived

Fived

Wrench,
dimensi

==
-
=

the connemna ring
Coounter-clockwise)

Tightening direction of

the straight outer shell, and
T5mm mox. for the right angle
outer shell) by forming the
wires.

Note:Make sure that there
is no force applied to the
individuel solder or crimp
joints.

[t is critical thet the 12 mm
max. and 15 mm max.

dimensions Cas applicable) are
maintained through the
completion of the assembly.

Note:Failure to do so may result
in failure of the coble
strain relief and woterproof
performance.

B Right-angle plugs

0)6)

Fixed

Spanner wid

Connecting ring

Protrusion in
the right-angle
outer shell

Fixed

Wirench opening
dingnsion: 16 mn

J

o
=

Fixed

ghtening direction
the connecting ring
ounter-clockwise)

e 2222222222222

th dimension = 3. 4mm

@ Coat the threaeds of the outer
shell with o Loctite 243
Cor equivalent) compound.

Align the protrusion in the
outer shell with the
corresponding slot on the back
of the Interface gssembly,
insert and tighten the
connecting ring, rotating it
counterclockwise C0.9N.m to
IN.m torqued with mating to

an applicable reseptacle.

Note:Position the right engle
outer shell os required ot
intervals of 457 with
respect to the Interface
assenbly.
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ND. Illustration Operation
B Straight plugs ‘
Clom % ®hssendly of connectorsCoontinued)
®
5 % @ Install the bushing ot the

Fived Outer shell

Bushing

Protrusion in the clamp

specified position as indicated
in the illustration on the left.

Fixed

1
Bl
Cut-out in the outer shell

£

Fixed

®®

Fixed

Fived

=N

Tightening direction of
the tightening collar

Cclockwise)
Gomnecting rin ‘
AL Wrench opening /
dimension: 14 nn /
/
/
/
/
1 /
/
/
/
//
Lock collar rotation direction — /  (oppecti
Ccounter-clockwise) / ring

when un-mating the comnectors

/
/

® TInstall the clomp. making sure
that the protrusion fits into
the corresponding slot in the
outer shell.

© Coat the threads of the outer
shell with a Loctite 243 and
Loctite 7649 Cprimer)
Cor equivalent) compound and
attoch the tightening collor
C0.9N.m to IN.m torqued, making
sure that the clamp remaing in
the correct position.

Note:Failure to do so may result in
foilure of the coble strain
relief and waterproof
performence.

® Turn the lock collar in the
direction shown and separote
the plug from the receptacle.

After the connector assembly
procedure is completed, please
confirm waterproof and electric
performance.

B Right-ongle plugs

ng

® ® (clockwise)

Fixed

Tightening direction of

the tightening collar

Wrench opening
dimension: 14 mn

Lock collar rotation
Girection Coounter-clockwise)

when un-meting the connectars

Fived

i
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