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This document desceibes the recommended asssembly procedure of LF connectors crimp typeCPlug, Jack).

1. Procedure

No. Drowing Procedure Details
S Cable assembly fixture [PLug Disussenbly]
Vice
1 With the cable assembly fixture
fixed in place with o vice etc.,
mate it with the plug.
Table 1.
< Tool Name Applicable Product
Vige LF10BP-T01 [ LF10WBP—¥X
LF13BP-T01 | LF13WBP—%X
T Contact block Hood
(2) Loosen the hood. and remove from
the connector.
= 1k Déj
Elil-—‘-" NoteD When removing, assembling and
- Note) Vice fixed ban Witing. be sure to use
Vice . ¢ coble ossembly fixture.
2 o R?“'"'"g Directly fixing the sleeve
A Detail view ring inplace with o vice etc.,
could lead to domage,
'”E deformation or locuna of
> retaining ring.
Cable assembly fixture ,
oe iy faty [Jack Disossenbly]
A Jack
With the cable assembly fixture
— fixed in ploce with o vice etc.,
mote it with the Jack.
Table 2.
Tool Nome Applicable Product
7 Contact block  Hood LF10BJ-T01 | LF 10WBJ-¥X
g LF13BJ-T01 | LF13WBJ-XX
_ [
Elil-—h" @Loosen the hood, and remove from
X% the connector.
ke Note) Vice fixed ban
A\ Caution : . .
Fasten the wiring jig securely so that it ige Note) :???nremgz'gﬂ're“ize'ﬂgl'"g ind
does not move even with the torque required to S u cub?’e ussembly fixture
ussemb_le_the C(_)nr_]ector. Directly fixing the sleeve
Insufficient fixing may cause the connector to Vice i place with o vice ete.
tilt during essembly, causing demaoge to the could Lead 1o danoge or '
connector or failure to tighten with the specified torque. terformation.
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No.

Drawing

Procedure Details

Hood

T

Threaded portion

i

\\Threaded portion

%ﬁj

[Connector Assembly Preparation]

(::)Spruy or brush Loctite 7649
primer, manufactured by Henkel
Japan LTD., on the threaded
portions of both the hood and
the tightening ring, and then
allow the primer-applied
surfaces to dry completely.

Notes (1D Leave to dry for 30 to 70

seconds at room temperature.

(D While drying, meke sure there
is sufficient ventolation, as
solvent components are
volatized during drying.

(3 After applying primer. keep
the primer-applied surfaces
away from dirt or dust

Cable ¢lam

Tightening ring

Hood
o
—

(2) Thread the cable through the
tightening ring, coble clomp,

= qasket, and hood in the
:::jlﬂ ! order shown in the figure.
Note) Threading of the componenets
Gosket moy not be possible after
Cable end to be treoted treating the coble.
3 [Cable-end stripping]
<::> Strip length g
J/ (1) Strip the cable ot the
A appropriate length Shown
Lable sheuth 0 the table 3
PXXXXXY )
:: Shield

Notes (1) When stripping the cable
sheath, be careful not to

. damage the shield.
Table 3. Strip lengths (Unit : na) (2) Be careful not to damage

Number of Contaots A Length the coble sheath, as it
i " Mole contoct | Femole contoct could affect waterproof
12 19 to 20 21 to 22 performance.
20 28 to 29 30 to 31
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No. Drawing Procedure Details
3 @ hield (Crimping of ground terminal)
Load vi Cable sheath (::) Fold the shield over the cable
tod wire sheath uniformly.
. | S )
Lead wire Cable sheath _
4 to 5Sm Shield
Strip length
@ ¢ Luidvire Loble sheath (3)strip the lead wire in the
‘ ‘ dimension shown in the toble 4.
_E )
(
Conductor Note) When stripping the cable, be
coreful not to domage the
Table 4. Strip lengths [(Unit: nm] lead wire, the conductor, or
Number of Contocts B Length the shield os it could leod
12 15~ to foulty insulation, faulty
20 ' conduction or a loss of
waterproof performance.
<:> (Crimp connection]
——CTPER ( @ Crimp the crimp terminal to the
lead wire.
) @ Regarding crimp quality standards
A |Crinp contects/  Lead wire/ suh 5 crimp height, lease

Table Apply tools

Type Tool name Product No.

Manual [Menual crimping tool  |HTBO2/HR12-SC-1

Automatic crimping tool{CM-105C

Automatic

Applicator AP105-HR12-1

@ Shell unit
ﬁE?:f::Eiga!zzgg/ﬁ44444444447 Lance

Lance side

-

Contacts insertion direction

= T, .
Aﬂﬁhé%bﬁ“ Lead wire

/e —

confirm the crimp condition table
attoched to the applicable tool
in the left table.

Q1lnsert the crimped terminal
into the hole of the shell unit.
When inserting the terminal, align
the direction of the terminal hole
with the terminal o5 shown in the
figure, and insert until it clicks.
AMter inserting the product, pull
the lead wire Lightly Cabout 2 to
3 N) to moke sure that the terminal
is fixed.

Notes

(D If the terminal is not aligned
during insertion, it will be
damaged.

(O If the terminal is pushed too much
during insertion, the housing may
be damaged and the terminal may
stick out to the mating surface.

Q) If the lead wire is pulled 20 N or
more after insertion, the terminal
and housing may be damaged.
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ND. Drawing Procedure Details
End face of shell © : :
After inserting the terminel, form
4 Forming o lead wire. the lead wire us shown in the left
e figure.
— RS <) The distance between shell end
— R surfoce and cable sheath end surface
shall be shown in the table 6.
SR E— Note)
Table 6. Lead wire length [t this distance is not satisfied,
Number of Contacts] D Length || secure connection of the clumped
120 15~ 18 shield to the shell may not be
208 20 ~ 21 acquired.
(Crimping of ground metall
= C) prng o1 g

Cable sheath l Cable sheoth

®

Wrap copper tape, of width 5 to
bmm. around the shield to prevent
it from Loosening. Muke sure that
the shield does not extend out of
the copper tape.

Ground terminal
Copper tape

1£.0. 5mm (able sheath
TR E
(@ N
\ N './

: Ground terminal

End of copper tape position

i = Copper tape
Lead wire C AAJUEAAAAABA\“ Note)
S| Make sure that the overlapping
\7§35;ééy =t f%%%%% portion of the tape is under 2mm
Shield C()ppef tupe 5~6mm
@
® Cable sheath Copper tape The ground terminal should be

placed over the copper tape as
shown in the diggram

The end of the copper tape should
be at the bottom face of the
U-shape.

Note)

[f the end of the copper tape
foces the mouth, the ground
terminal will not cover the tape
ends after crimping.

N LPLiers

Open mouth side

Ground terminal

®

Next, to prevent the ground
terminal from falling, use o
pliers, etc. to close the mouth
of the ground terminal to the
appropriote size.

This process will make it
gasier to crimp the ground
terminal.
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ND. Drawing Procedure Details

@ @ Place the ground terminal into
the groove of the crimp tool

F o Groove for crimping Crimping tool 0s shown in the figure,
and then crimyp.

Note)

The appropricte cable size
for each groove is shown in
table 7.

ACuutions

(Be careful not to stick out
the ground terminal from the tool.
XRefer to F

Change the figure Cable F
Crimping N

No sticking out Gtroooulnd @Jﬂjw
/—g terningl  / lutof sty

L (DEnsure that both ground terminal
plotes are inserted into the

crimping die set before starting

o)) ‘; to crimp.

™ XRefer to figure on the left.

Applicable| Ground Terminal Outer If the ground terminal is sticked
Cuble [ Diameter After Crimping | | out and crimped, without following
7.9 $7.3 ¢7.9mm~@8. 1mm the above precautions it may not be
9.1 8.7 $9. tmm~@9. 3mm assembled into the connector or
the performance mey be impaired.

Groove sizes

Toble 7. Crimp Tools
Crimp Tool Name[Groove Size

LF-TC-01

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

DO Locktite orec [Connector assembly] 2\

6 RS . (1) Mate the cable-assenbled
/Wmng side 1 to 2 threaded portion shell unit with inserted

terminals fixture.

1N % Chpplicable tool)
L= Plug assembly:Reference table 1.
Hood Jack assenbly:Reference tabel 2.

—\ = 263 compoundCnanufactured by
@ = 7/~ - Henkel Jopan, Ltd.) or equivalent,
Width across flats (1D The applied loctite should
not protrude out further than
"F10 N~ L BN T performance and Locking.
TF13 T EN oo T Please remove any protruding
could cause o disconnection.
The cable should be kept in

Q 4I}_—| il Reffer to ETAD-C0522-00)
the wiring side 1 to 2
loctite with o cloth or
place by hend, etc.

Shell unit @Cout the threaded portion of
\_[ ] (} tightening it with o torque
@ specified in the table 8.
Table 8. Recommended Tightening Torque threoded portion. If it does.
cotton swab, etc.
]-RS HIROSE ELECTRIC CO., LTD. ETAD-C0414-00 | A\ |25

the shell block with Loctite
Notes
Shell Size | Tightening Torque |Width across flats [t nay offect voterproot
(@ If the cable is rotated it
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No.

Drawing

Procedure Details

®®

Hood and gusket

meeting surfoce busket

Cable clamp

|]1>

Protrusion
Tightening ring

Groove

=

[nsert the gasket until it hits
the hood and gosket meeting
surface.

(::)Align the protrusions of the cable
clamp with the grooves of the hood
and insert.

Noted If the groove of the hood and
the protrusion of the clamp
are not prorperly aligned,
the cable could be twisted
when the tightening ring is
being tightened, which could
lead to o disconnection.

<:> Threaded portion
Tightening ring

—

[fb

(::)Apply Loctite 7649 of Henkel Japan
Ltd., to the thread of the hood.
After checking thet it has dried,
tpply Locktite 263 around the full
circumference.

Tightening ring

X
Vice

£
B}

Width across fluts///

Table 9. Recommended tightening torque

=

Vice

Shell Size

Tightening Torque

Wrench Width

LF10

0.8BN'mto IN'm

14mm

LF13

IN-mto 1.5N-m

16mm

(6)Tighten the tightening ring to the
hood. The recommended torque is
Shown in Table 9.

A\ Caution

Depending on the hardness of the cable
0 gap may be visible between the
tightening ring and the hood, but

be careful not to tighten any further.
Overtightening the screws until there

isno clearance can couse damage or
deterioration of performance.

Eb

——
::::1_1____1

(::) Remove the connector from the coble
assembly fixture, holding it by the
sleeve.

Do not pull on the cable.
[t may couse breakoge.

(Waterproof Performance Test]

When assembly is completed,
apply 17.6kPa of air pressure to
the connector from the mating
side for 30 seconds, and check
that no air bubbles appear from
the inside of the conmnector.
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