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The POB (Push-on Lock Connectors Type B) series consists of high-performance 
smail-size push-on lock coaxial connectors having original coupling parts which were 
developed fo r microwave-band use.
Mounting and removing can be performed in a shorter time than in the familiar HRM 
series of small-slze coaxial connectors fo r microwave-band use. In addition, mounting 
and removing can be performed w ithout using a torque wrench. Therefore, the mount­
ing density can be increased.
By using the POB series, the adjusting time in sets can be shortened, the maintenance 
work can be speeded up, and the economical effect is displayed to the fullest.

The POB series is suitable for in-unit wiring in wired 
and wireless communications equipment, broadcasting 
equipment, radar equipment and electronic measuring 
instruments, fo r connections between units, and for 
input/output terminals of equipment components.
In particular, they facilitate the complicated and high- 
density processing of in-unit wiring and the mounting 
and removing work in multi-stage unit coupling. More­
over, they are most suitable for sets in which it is 
necessary to ensure excellent transmission charac­
teristics. 4j

1. Good performance characteristics
The structure and dimensions of the transmission path and the structure in which the 
center contact and the dielectric materials are fastened have been unified between the 
POB series and the HRM series. Therefore, the POB series has high-frequency charac­
teristics as good as those of the HRM series and mechanical characteristics as stable as 
those of the HRM series.
The coupling part also has a structure w ith an innovative spring function unit, which 
has been designed so that the electrical standard surfaces are always in contact, and an 
outer cylinder which protects the spring function unit and provides excellent protec­
tion, thus ensuring high stability and reliability.

2. Mounting and removal are easy.
There are the following advantages in mounting and removal in comparison with the 
HRM series, which is o f the screw-lock type,
(1) Mounting and removal does not take time and can be carried out almost instanta­

neously.
(2) Even in a configuration like that o f a U link, in which connectors are attached to 

both ends of a short semi-rigid cable, there is no need to go to the trouble of 
aligning the coupling depths of both sides when mounting and removing, as is 
necessary in the HRM series.

(3) The structure used is a complete one in which both the center and outer con­
tact springs are not damaged even if the cable is twisted when there is incomplete 
coupling.

(4) Since mounting and removal can be performed with the fingers, there is no need 
to provide spanners or torque wrenches.

3. The mounting density can be raised.
The sizes and weights of the POB series are almost the same as those of the HRM 
series. However, the mounting density can be raised because, unlike the HRM series, 
torque wrenches are not used, when inserting or withdrawing the POB series.

4. The series is compatibile with the HRM series.
The POB series has been given the greatest possible compatibility w ith the HRM series 
in the following points. Consequently, when changing over from the HRM series or 
combining both series, there are very few cases in which the set designs need to  be 
changed, new connecting tools or standard work instruction manuals need to be pro­
vided, or guidance is required in the work of connecting the wiring.
(1) The method o f mounting on the set and the mounting dimensions
(2) The size, weight and electrical length
(3) Types of standard cables with which the series matches ■
(4) Methods of connecting the wiring and connecting tools
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CO-AXIAL CONNECTORS

Standard cables
The following are the standard cables of the POB series:

Types

Flexible cables-
RG-142B/U 
RG-55/U 

—RG-58/U

Semi-rigid cables—)
141-inch semi-rigid cables (UT-141, UT-141 A, UT-141AA etc.)

-085-inch semi-rigid cables (UT-85, UT-85C etc.) 

The dimensions of the standard cables are listed on P.139.

The POB series is classified into the following types:

-----For flexible cables
-Straight plugs—

Plugs 
(P) ~

-L type plugs-

"For semi-rigid cables—|

-For flexible cables

For RG-142B/U, RG-55/U 

For RG-58/U

For .141-inch semi-rigid cables 
For .085-inch semi-rigid cables

For RG-142B/U, RG-55/U 

For RG-58/U

Jacks_
(J>

Panel 
jacks —
(PJ)

-----For semi-rigid cables—|

-F o r flexible cables

-For flexible cables -

For .141-inch semi-rigid cables 
For .085-inch semi-rigid cables 
For RG-142B/U, RG-55/U

For RG-58/U

For .141-inch semi-rtgid cables 
For .085-inch semi-rigid cables

For RG-142B/U, RG-55/U 
For RG-58/U

"For semi-rigid cables—] ^

-For semi-rigid cables— |

Receptacles
(R >

For .141-inch semi-rigid cables 
For .085-inch semi-rigid cables

One product can be shared.

•Various types

Plug receptacles ■ 
(RP)

Adapters---------

-Various types

-Various types
(A* PA' LA) 

Conversion adapters ■ 

Dummy loads---------

-------------Various types

—  Plug dummy loads, jack dummy loads 
( T M P )  ’

The names of the types have the following configurations:

Example 1 POB -  P -  141 Example 2 POB -  R -  4

A bbrev ia tion  fo r  
m atching cable

A bbrevia tion  fo r  m odel

N am e o f series

A d d itio n a l num ber

1 27



POB SERIES R i  CO-AXIAL CONNECTORS

Main materials 
used Parts

M ateria ls Finish

M aterials A pplicab le
standards Plating Plating

thickness

Shell Brass J IS H 3 2 5 0 G o ld  plating 0 .5  ~  1 m icron

O u ter cy linder Brass JIS  H 3 2 5 0 N ickel p lating 3 m icrons

Fem ale contact B ery llium  copper J IS  H 3 2 7 0 G o ld  plating 2 ~  3 m icrons

M ale  contact Brass J IS  H 3 25 0 G o ld  plating 2 ~  3  m icrons

Solderless sleeve (fe rru le) Annealed copper N ickel p lating 3 microns

Insulation T e tra flu o rid e  resin

C ord  covering R uororesin

Coupling parts

Male coupling part Female coupling part Coupled state

Explanation 1:
The dimensions o f the transmission path (the inner and outer diameters of the center 
contact and the inner diameter of the shell with the insulation inserted) are the same 
as those of the HRM series.

Explanation 2:
Tapered parts are provided on the spring part of the male coupling part and on the 
outer diameter part of the female coupling part. Therefore, the spring force is dis­
persed in the radial and axial directions, where it operates as the coupling force and as 
the top touch force on the electrical standard surface, respectively.

Explanation 3:
Gap "a " between the inner diameter o f the outer cylinder and the outer diameter of 
the J shell is 0.05mm or less, and its moving angle is suppressed to 23 minutes or less 
in order to minimize to the utmost the load applied to the contact spring (both the 
center and outer) even if the cable is twisted in the coupled state.

Explanation 4:
The dimensions are planned so that the center contacts w ill not couple together unless 
part "b "  (5.550) of the J shell is inserted into the outer cylinder (with the exception 
of the tapered part o f the male contact. Therefore, the center contact springs w ill not 
be damaged even if the cable is twisted when the coupling state is imperfect. Moreover, 
since the gap "c "  between the P shell and the outer cylinder is set at 0.2 ~  0.3 mm 
and the movable distance o f the spring part is suppressed, the outer contact spring w ill 
not be damaged.



Performance characteristics

À) : C
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; Jtems y :-:: iC  Perform ance characteristics , ■. v.-

ï S tructure  :  ̂ /  -v-
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: R efe r to  individual drawings

Dim ensions
: D im ension o f coupling parts: see P .12 8 . 
: External dim ensions: see P .1 3 0 ~ 1 3 6 .

Insulation resistance :: 5 000M J1  or m ore measured at 5 0 0 V  DC

■■ : ' '■ ■ ' ":Ï Î :■ -v '■ ■ -r I m n n w  A /- 1 l / i 1

C ontact resistance i; 4 m i i  o r less a t both  cen ter contact and ou ter contact

5 0 i iC haracteristic im pedance

: DC  ~  1 2 .4 G H z
V'W
l ü ;
ÿv tn '
.:.vV

O
:V 2  
!•'••• W >--.C

••• 5̂
v. ki*.

CJ i!'. oj •
/H I.

Frequency range

C onnector fo r .1 4 1 -inch |— Straight typ e  D C  ~  6 G H z , 1 .1 5  or less 6  ~  1 2 .4 G H z , 1.2 o r less 
: semi-rigid cables I------- l_-bent typ e  DC ~  6 G H z , 1.2 o r less 6  ~  1 2 .4 G H z , 1 ,2 5  o r less

■. C onnectors fo r  fle x ib le  i------ S traight typ e  DC ~  4 G H z , 1 .2 5  o r less 4  ~  6 G H z , 1 .3  o r less
; cables I-------L -ben t typ e  D C  ~  4 G H z , 1 ,25  or less 4  ~  6 G H z , 1 .3  o r less
■ N o te ) Values fo r  cases w here th e  cables are R G -1 4 2 B /U .

; ^   ̂ i |-------Straight typ e  D C  ~  6 G H z , 1 .1 5  o r less 6  ~  1 2 .4 G H z , 1.2 o r less
Receptacles |____ L _berlt typ e  D C  ~  6 G H z , 1.2 o r less 6  ~  1 2 .4 G H z , 1 .2 5  o r less

|-------S traight ty p e  D C  ~  6 G H z , 1 .1 5  or less 6  ~  1 2 .4 G H z , 1 .2  o r less

^ o ita g e -s ta n d in g w a v e y ii 
: ratio  (V .S .W .R .)

; Plug rEcePta c le j |____L -b e n tty p e  D C  ~  6 G H z , 1.2 o r less 6  ~  1 2 .4 G H z , 1 .2 5  o r less

: ------ S traight ty p e  DC ~  6 G H z , 1 .1 5  o r less 6  ~  1 2 .4 G H z , 1 .2  o r less

; ------- Conversion adapters
; DC  ~  6 G H z , 1 ,1 5  o r less 6  ~  12 ,4 G H z , 1 ,2  or less

: D u m m y  loads --------------------------------------------------------- DC  ~  6 G H z , 1.1 or less 6  ~  1 2 ,4 G H z , 1 .1 5  o r less

vt
52: to ' -h •; O w

: : r-, Ui
- RJ .+5 
!-C O
©¿Js

Coupling force  
: (W ithdraw ing  forcé) 1, ;;v.: : 2 ~  6kg in state w here  units are ac tu a lly  coupled to  each other

C en ter contact hold)ng „ ‘ 
fo rce 1 50g  or m ore w ith  steel pin gauge o f O .9 1 5 0 *3 '(t<,s

C enter contact fastening ■ 
to rqu e : 1 70g -cm  or m ore

5 0 0  tim es

ÛJ;a>
E ’E

vO:.a

C CX 
LU

V ih ra tio n  resistance ; C urren t trip p ed  in 2 microseconds or less w hen tested by  the  m ethod o f J IS  C 5 0 2 5 , T y p e  l-B.

There  m ust be no abnorm alities  w hen tested by M IL -S T D -2 0 2 , M ethod  1 0 7 D , test cond itio n  B.

H u m id ity  resistance ^ There  m ust be no abnorm alities  w hen tested by the  m ethod  o f J IS  C 5 0 2 4  T y p e  A .

Corrosion resistance There  m ust be no abnorm alities  w hen tested by  the  m ethod o f J IS  C 5 0 2 8 .

......
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Guide to products The following are the typical products in the POB series. We also accept orders for 
designing and production according to  speciai specifications. Client orders are invited.

Connectors for 
semi-rigid cables

The connectors for semi-rigid cables match two types o f cables: .141-inch and .085- 
inch semi-rigid cables. .141-inch cables should be used in order to obtain the V.S.W.R. 
listed on p.129. .085-inch cables, which have good flex ib ility , are suitable in cases 
where the wiring is laid w ith a high density inside the set. In this case, the V.S.W.R. 
value w ill be higher than that of the .141-inch cables.

HRS No. Part No.

CL326-0001-0-40 POB-P-14K40}

CL326-0002-3-40 POB-P-85(40)

Plugs
-1 4 1 : fo r  .141-inch sem i­

rigid cables 
-8 5 : fo r  .085-inch  sem i­

rigid cables

Part No. A  $

POB-P-14K4ÛI 3.63

POB-P-85(40) 2.25

HRS No. Part No.

CL3 26-0003-6-40 P0B-J-14K4Q)

Jacks
-1 4 1 : fo r  ,1 4 1 -inch semi­

rigid cables 
-85 : fo r  .085-inch  semi­

rigid cables

-—,3.7—

«] -¿Tc 1—1

i1-c n

Part No. A d>

POB-J-14K40) 3.63

HRS No. Part No.

CL326-0005-1-40 POB-PJ-141{40)

CL326-0006-4-40 POB-PJ-85(40)

Panel jacks
-1 41 : fo r  .1 41 -in ch  sem i­

rigid cables 
-8 5 : fo r  .085-inch  sem i­

rigid cables

L -typ e  plugs
-1 41 : fo r  . 141-inch  sem i­

rigid cables 
-8 5 : fo r  .085-inch  sem i­

rigid cables

Part No.

POB-PJ-14K40) 3.63

POB-PJ-85(40) 2.25

HRS No. Part No.

CL326-0QG7-7-40 POB-LP-14K40)

CL326-0008-0-40 POB-LP-85(4Q)

Part No. A4>

POB-LP-14K40) 3.63

POB-LP-85140Î 2.25

130 * Standard product



CONNECTORS

Connectors for Connectors for flexible cables include those which match RG-55/u, RG-142B/u and

flexible cables those which match RG-58/u'

HRS N o. Part N o.

C L 3 2 6 -0 0 2 2 -0 P 0 B -P -5 5 /U

C L 3 2 6 -0 0 2 1 -8 P O B -P -5 8 /U

Plugs
-5 5 /u : For R G -5 5 /u , R G -  

1 4 2 8 /u

-5 8 /u : For R G -5 8 /u

(Reference}

Part NO. A<i>-

PO B -P -55/u 5 .8

P O B -P -58/u 5.1

H RS N o. Part N o.

C L 3 2 6 -0 0 2 4 -6 P O B -J -5 5 /U

C L 3 2 6 -0 0 2 3 -3 P O B -J -5 8 /U

Jacks
-5 5 /u : For R G -5 5 /u . R G -

14 2 8 /u

-5 8 /u : For R G -5 8 /u

- ............-21.1............ -

-  . i l H a i
J-------- 1---------- |§ J J

Part N o . i.M -

P O B -J-55/u 5 .8

P O B -J-58/u 5.1

H RS N o. Part N o.

C L 3 2 6 -0 0 2 B -1 P 0 B -P J -5 5 /U

Panei jacks

' T
i

(Reference)

3fl
( . j .

-5 5 /u : Fo r R G -5 5 /u , R G - 
142B /U

Part No, Atf

P 0B -P J-55/U 05.8

HRS N o. Part N o.

C L 3 2 6 -0 0 2 8 -7 P 0 B -L P -5 5 /U

C L 3 2 6 -0 0 2 7 -4 P 0 B -L P -5 8 /U

L -type  plugs
-5 5 /u : For R G -5 5 /u , R G -

142B /U  

-5 8 /u :  For R G -5 8 /u
Part N o. A 0

P O B -LP -55 /u 5 .8

P O B -LP -58 /u ■Sii

' Standard product 1 3 1



Receptacles There are the following types of receptacle products. The dimensions for mounting 
them on the sets have been made compatible with the HRM series.

HRS No. Part No.

CL326-0041-5-40 POB-R-4(40)

Fastened w ith  m achine screws 
a t fo u r places 

S iitte r term inals  
Straight receptacles

HRS No. Part No.

CL326-0042-8-40 POB-R-6(40)

Fastened w ith  m achine screws 
at fo u r places 

H alf-cu tter term inals  
S traight receptacles

HRS No. Part No.

CL326-0044-3-40 POB-R-15(40!

Fastened w ith  m achine screws 
a t fo u r places 

Solder term inals  
S traight receptacles

-  s  - j -

- 1.

- 1 6 .7 " '-------- -

— ,1 .7 —

J—

I ‘

h
-S»Z

'9
-

P

HRS No. Part No.

CL326-0043-Q-40 POB-LR-5(4D)

Fastened w ith  m achine screws 
at fo u r places 

H alf c u tte r term inals  
L-type  receptacles

132 * Standard product



RFco.AXIAL CONNECTORS

Plug receptacles There are the following types of plug receptacle products. The dimensions fo r mount­
ing them on the sets have been made compatible with the HRM series.

HRS No. Part No.

CL326-0061-2-40 PQB-RP-4(40)

Fastened w ith  m achine screws 
a t fo u r  places 

S litte r term inals  
Straight receptacles

_ u  s l -  
T -  - f

- 1 5 ,6 —  

— 1 3 .6 -

HRS No. Part No.

CL326-0062-5-40 P0B-PR-6(4Q)

Fastenecf w ith  m achine screws 
a t fo u r places 

H alf-cu tte r term inals  
S traight receptacles

HRS No. Part No.

CL326-0063-8-40 POB-LRP-5(40)

Fastened w ith  m achine screws 
a t fo u r places 

H alf-cu tte r term inals  
L -ty p e  receptacles

J
133



RFco AXIAL CONNECTORS

Adapters There are the following adapters fo r connecting between coupling parts of the POB
series:

HRS No. Part No.

C L326-0085-040 POB-PA-JJ[40)

Fem ale-fem ale  pane! 
adapter

134



■AXIAL CONNECTORS

Convesion adapters 

Accessories

For converter adapters fo r connecting the POB series to HRM series, see the 
CL311 BWA series.

As accessories, there are two dummy loads for the male and female coupling parts.

j HRS No. Part No.

1 CL353-0020-8-40 PQB-TM P-025Í40)

M ale  coupling part d u m m y  
load a pU

HRS No. Part No.

CL353-0021-0-40 POB-TMJ-025(40>

Fem ale coupling part 
d u m m y  load i f iB

135
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TECHNICAL GUIDANCE

Twisting and changes When push-on lock oonnectors are used in the microwave band, the item which re- 
of the V.S.W.R. quires greatest attention is whether the high-frequency characteristics w ill change if

the connectors or cables are twisted in the coupled state. In the POB series, there is 
almost no change of the V.S.W.R. because the moving angle is suppressed to 23 
minutes or less on one side even if twisting occurs, as is described on p.128. Exactly 
the same applies, naturally, in the original state even after 2000 insertions and w ith ­
drawals, which amounts to four times the guaranteed number of insertions and w ith­
drawals.

Number of insertions and withdrawals and deterioration of performance 
characteristics „ „

1. Deterioration of V.S.W.R.
The graph below gives typical data on the V.S.W.R. for the original state and when 
measured after 2000 insertions and withdrawals with twisting. There are almost no 
differences between the two pairs of data; this proves that deterioration of the 
V.S.W.R. has not occurred as a result o f insertion and withdrawal.

P O B  —P  —141

■ Orig inal state
A fte r  2 0 0 0  insertions and w ithdraw als

- L
4 5

f ( G H z ) -

2. Deterioration of coupling force
The graph below shows the deterioration of the coupling force (withdrawal force} 
caused by insertion and withdrawal. The deterioration is expressed in terms of an 
exponent, w ith the average value o f 17 samples as the parameter. By the time of the 
first 100 insertions and withdrawals, the coupling force decreases rapidly to  60% of 
its initial value. This is because the internal stress is removed w ithin this period and the 
male and female coupling parts become "used" to each other. After that, the deterio­
ration changes to  the usual type o f deterioration caused by fatigue of the spring parts 
and tends towards stable and leisurely deterioration. The failure ratio during the first 
100 times is larger in samples w ith  a stronger initial coupling force. Consequently, it 
is not the case that in products having an initial coupling force near the lower lim it 
of the guaranteed range the coupling force w ill be halved after 500 insertions and w ith­
drawals.

Relationship between insertion force and withdrawal force

oQ.
X
U4

\
_ L

10 100 500 1000 

N um ber o f insertions and w ith d ra w a ls -------

The coupling force can be divided into the insertion force and the withdrawal force. 
In the POB series, the withdrawal force is stronger than the insertion force by 40% 
(maximum), 10% (minimum) or 25% (average) (values using typical data).
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■AXIAL CONNECTORS

Dimensions for mounting onto the set

1. When the connector flange is mounted on the outside of the set

(1) When mounted w ith  plain hole

Drawing of mounting

Panel o f set 
N ut
M achine screw  

Spring washer

Dimensions of hole drilled in panel

A p p ro x ,
1.5P

Connector  

C onnector flange

Parts for mounting

Part nam e T y p e Length (8)

M ach ine screw
M 2-3  x 0 .4  pan-headed  
small screw o r round  
small screw

t +  4 .7 m m  or m o re *1

N u t For M 2 .3  x 0 .4 -

Spring washer Fo r M 2 .3 -

F la t w a s h e r*1 Fo r M 2 .3 -

*1  M o u n t betw een n u t and panel w hen it is wished to  prevent 
peeling o f th e  panel coating.

*s T h e  length w ill be t  +  5 .2 m m  o r m ore w hen a f la t  washer is used.

(2) When mounted with tap hole

Drawing of mounting Dimensions of hole drilled in panel

Panel o f set/
M achine screw 

Spring washer

Parts for mounting

Connector  

C onnector flange

Parts T y p e Length (a)

M ach ine screw
M 2 .3  x Q .4  pan-headed 
small screw or round  
small screw

Depends on set design

Spring washer F o r M 2 .3

U n it :  m m

List of A0 dimensions (common to both (1) and (2))

A  $  (m m l A pplicab le  products

4 ,1 7  o r m ore P O B -R -6 , P O B -R P -6, P O B -L R -5 , P O B -LR P -5

5 .5 5  o r m ore
P O B -P A -J J
H R M J -P O B J -P A
{whBn th e  H R M  side is on the  outside)

6 .3 5  o r m ore
H R M J-P O B J-P A
(w hen the  POB side is on the  outside)

7 .1 5  o r m ore P O B -P J-141 , POB-PJ-85

8  o r m ore P O B -P J -5 5 /U , P O B -P J-58 /U

Depends on  set 
design

P O B -R -4 , P O B -R P -4, P O B -R -15 , P O B -R P -15
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2. When the connector flange is mounted on the inside of the set 
Drawing of mounting Dimensions of hole drilled in panel

N ut
/  Panel o f  set 

/  M ach ine screw  
/  Spring washer

A p p ro x .
1.5P

C onnector 

„ C onnector flange

Parts for mounting

List of maximum panel thicknesses

K tî(rhrn)® ® ^ ^ # S A 1 3 p l(c 'a b ie ;p » a i ic ts '^ M ^ ^ f1

P O B-PJ-14 1 , PO B -PJ-85, P O B -P J -55 /U , 
P O B -P J -58 /U , P O B -R -4 , P O B -R -6 , 
P O B -R -15

POB-PA-JJ
H R M J-P O B J-P A
(w hen the  H R M  side is on the  outside)

¡ItllKt® H R M J-P O B J-P A
(when the  POB side is on the  outside)

List of A0 dimensions

¡fQ tlÊ ën g ^ ^

¿M acfiineïscrew i
M 2 .3  x 0 .4  Pan-headed 
small screw or round  
small screw

t  +  4 .7 m m  or m o re *2

................................. : Fo r M 2 ,3  x 0 ,4 -

Spring washer For M 2 .3 -

F la t w a s h e r*1 For M 2 .3 -

#1 M o u n t between flange and panel w hen it is w ished to  prevent 
l peeling o f the panel coating.

«2 Th e  length w ill be t  + 5 .2  m m  or m ore when a f la t  washer is used.

Âÿiimmîi'SBWisii *

5 .5 5 {¡or: m Ô rè i1 3
POB-FA-JJ
H R M J-P O B J-P A
(when th e  POB side is on the  outside)
P O B -R -4, P O B -R -6 , P O S -R -1S , 
H R M J-P O B J-P A
(w hen the  H RM  side is on th e  outside)

P O B -P J-141 , POB-PJ-85, 
P 0 8 -P J -5 5 /U , P O B -P J-58 /U

Im possible to  m o u n t P O B -L R -5 , P O B -LR P -5 , POB-RP-4  
P O B -R P -6, P O B -R P -15

Standard Cables Following are the dimensions, structures and materials of standard cables for the POB series:

Semi-rigid cables Flexible cables

C enter conductor (silver-plated  
copper-covered steel w ire )

D ie lectric  m aterial (fluororesin ) 

O u ter conductor (copper tub e)

¡\Q  ■

.1 4 1 -inch sem i­
rigid cables 0 .9 1 2 0 2 .9 4 6 0 ±(,'”IS

~ 3 .O 1 0 ±<>'° IS 3 .5 8 1 0 ±°-'iai

.085-inch sem i­
rigid cabl es ' 0 .5 1 1 0 1 .6 7 1 $ ±0-O0>$ 2 .1 9 7 0 ±° 'O2S

U n it: mm

C enter conductor {copper w ire  or 
silver-plated copper-covered steel w ire )

,, D ie lec tric  m aterials (p o lyeth ylen e  or 
O u ter conductor (copper w ire  o r fluororesin ) 
silver-plated copper w ire)

O u te r covering (P V C  or fluororesin)

Unit:mm

Cable nam e Aÿ Bf; CjS Dj!

RG-142B/U 0.991 ¡S 2.95jC±0-12 4.34j! 4 .95ji10-12

RG-55/U 0.813j! 2.S5^±0-'12 4.47 ji 5.25^or|ess

Cable nam e E# Fÿ Gÿ Hj!

RG-58/U 19/0.18jS 3 .8 1 / 4.95j!i0 -1
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Connecting tools

:V,,;^art;Nd'.;.;;;i::'

Supporting to o l used w hen soldering 
L-typ e  plugs

HT303/HRM-T-4
T o o l fo r  solderless connection o f 
connectors fo r  flex ib le  cables

.....H R M -T -5
T o o l fo r  bending ,141-inch  sem i-rigid  
cables

H R M -T -6
Positioning too l used w hen soldering 
.141-inch  semi-rigid cables

H R M -T -8
Positioning to o l used w hen soldering 
.085-inch  sem i-rigid cables

i-W lM -T -S c C "
To o l fo r  bending .085-inch  sem i-rigid  
cables

: : A pp! ¡cable connectors : i w !  :Ty¡pes o f cables k m ;®:™; Tools  used

P O B -P ;141 , POB-J-141
i i T O B - P J 6 S i f t S t i P i S 8 i

.141-inch  sem i-rigid cables H R M -T -5 , T -6

S r a i m p l M I I i l l l i l l .141-inch  sem i-rigid cables POB-T-1
H R M -T -5

a p Q B - P ^ 5 ; iP O B ^ l5 v : « i
| R 0 B ^ P j ^ 5 | | | f I S I ® a

.085-inch  sem i-rigid cables H R M -T -B , T -9

I p o B - i i p l i i i l f i l i l l l i .085-inch  sem i-rigid cables POB-T-1
H R M -T -9

P O B -P -5 5 /U , P O B -J -55 /U
R G -1 4 2 B /U , R G -5 5 /U HT303/HRM-T-4

P O B -P -5S /U , P O B -J -58 /U R G -5 8 /U HT303/HR M-T-4

R G -1 4 2 B /U , R G -5 5 /U
POB-T-1
HT303/HRM-T-4

R G -5 8 /U POB-T-1
HT303/HRM-T-4

M ake crim p connections  
M ake crim p connections

w ith  the  larger hexagonal hole o f HT303/HRM-T- 
w ith  the  smaller hexagonal hole o f  HT303/HRM

■4
■T-4

POB-T-1

■

HT303/HR M-T-4 
C rim p tool

H R M -T -5 , T -9  
Cable bending tools

H R M -T -6 , T -8  
Soldering tools
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Connecting Methods
1. POB-P-141, POB-J-141, POB-PJ-141, PQB-P-85, POB-J-85, POB-PJ-85

* (1 ) C u t cable.
W hen cutting  sem i-rigid cables, c u t them  a t the  actual­
ly  needed length fi plus 2 .3 m m .

N ote  1: T a k e  care th a t th e  c u t surface is vertical.
N ote  2: Length fi should be th e  length o f th e  ou te r con­

ducto r o f th e  cable a fter the  w iring  has been com ­
p le te ly  connected.

(2 ) Fasten the  cable to  th e  shell by  soldering.
(Use H R M -T -6  o r T-8 .J

i) Fasten ®  in Fig. (2 ) w ith  a vice.
ii) As show n in the  fig ure , pass th e  tightening fix tu re  

through the  cable, and fasten the  cable by tightening  
®.

iii)  N e x t, tig h ten  ©  so th a t the  cable t ip  protrudes  
2 .3 m m  fro m  the  t ip  o f  the  shell.

iv) Fasten th e  tig h ten in g  f ix tu re  by  soldering it to  the  
cable.

N o te  1: St is desirable to  use at th is  tim e  a soldering iron  
o f about SOW.

N ote  2: Th e  solder m ust be applied  evenly on th e  c ircum ­
ference.

N ote  3: D uring soldering, be careful no t to  a llow  the  tip  
of the  tig hten in g  f ix tu re  to  m ove aw ay fro m  

© ­
N ote  4 : Screw ®  m ust be tightened tig h tly  so th a t the  

cable w ill no t m ove as a result o f  the  therm al 
stress generated by the  soldering.

N ote  5 : Polish the  soldering p a rt o f the  cable in advance 
w ith  sandpaper o r  th e  like  so th a t the  solder w ill 
adhere easily to  it.

(3 ) C u t o f f  the  o u te r c o n d u c to r o f  the  cable w ith  a fre t  
saw a t the  tip  position  o f  th e  tigh ten ing  fix tu re .  
(R e fe r to  Fig. (3 ).)

N o te  1: Be careful n o t to  dam age the  t ip  o f the  tightening  
f ix tu re  w h en  c u ttin g  the  cab le, and be sure th a t  
the  t ip  o f th e  tig h ten in g  f ix tu re  and the  cu t sur­
face o f  th e  cable w ill be on th e  same surface.

Note  2: Th e  s lit w ith  a w id th  o f 0 .4  on th e  to o l is p ro ­
v ided so th a t th e  fre t  saw w ill stop between the  
center c o n d u c to r and ou ter c ond ucto r o f th e  
cable. Care is necessary because if  th e  too l is 
damaged during cuttin g  the  depth  o f  th e  slit 
w ill change, and consequently  the  center con­
d u cto r o f  th e  cable w ill be dam aged.

\ ____________________________________________

Fig. (1 ) Sem i-rigid cable
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(4 ) C u t the  cable insu lation vertica lly  a t the  tip  o f the  
tigh ten ing  f ix tu re  (using a razor) and rem ove it. (R efe r  
to  Fig. (4 ) }

N o te  1: Finish so th a t th e  tips w ill also be on th e  same 
surface.

N o te  2: Be careful th a t the  center cond ucto r o f  the  cable is 
n o t bent o r dam aged.

F ig , (4 )
Th is  surface m ust all 
be fin ished on  the  
same surface.

2.3

(5 ) Solder the  c on tac t to  the  cen ter conductor o f the  
cable. (R efer to  Fig, (5 ) , Fig. (6 ))

i) Put the  position ing p late  o f th e  center cond ucto r 0  
in to  the  groove o f  th e  H R M -T -6  o r T -S  proper.

ii) M o u n t the  b lock in Fig. (4 ) o n to  H R M -T -6  o r T -8 , as 
shown in Fig. (5 ) .  T h e  t ip  w ill s trike against © .  Pass 
the  center c ond ucto r o f the  cable through the  groove  
o f © ,  and fasten a t th a t position ,

ill)  F it  the  contact o f  the  conn ector in to  the  contact 
holder ®  . P erform  pre lim in ary  soldering and insert as 
shown In Fig. (5 ) fro m  the  ho rizonta l hole in the  
H R M -T -6  o r T -8  p rop er © .  A lign  the  cen ter conduc­
to r of the cable w ith  the  fem ale  co n ta c t hole w h ile  
heating th e  c on tac t w ith  the  soldering iron , and press 
it u n til i t  strikes against © .

iv) A f te r  the  soldering is fin ished , rem ove (T) and remove 
the  block fro m  th e  H R M -T -S  o r T -S  p rop er ©  and 
th e  contact ho lder © .  Finish the  place w hich was 
soldered w ith  a razo r o r th e  like  u n ifo rm ly  on the  
circum ference. (R e fe r  to  Fig. (6 ) )

N o t e l :  I t  is desirable to  use a soldering iron  o f  abou t 
2 0  ~  3 0 W .

N o te  2 : Be careful th a t ex tra  solder does n o t f lo w  onto  
the center c ond ucto r o f the  cable at the  part
0 .4 : ; .04 in Fig. (6 ).

Soldering
(C ut o f f  th e  solder bu ild -up  
u n ifo rm ly  around the  
circum ference.)

Be carefu l th a t solder does 
not f lo w  o u t a t this part.

(6 ) Screw the block in to  the  conn ec to r proper.
C onnection o f the  w ir in g 'w i l l  be com ple ted  as in 
Fig. (7 ) w h en  th e  b lock  in Fig. (6 ) is screwed in to  
th e  connector proper.

N ote  1: Th e  screw m ust be tigh tened  w ith  a to rqu e  o f  
30kg-cm  o r m ore. W hen i t  is especially necessary to  
prevent the  screw fro m  loosening, lock  pa in t is to  
be applied as is shown in the  figure.

Fig. (7 )

A pp ly  lock pain t.

y
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2. POB-LP-141, POB-LP-85

(1 ) Process cable ends. {R e fe r to  Fig. (8 ))
L et the center c ond ucto r o f th e  cable pro trude 2 .5 m m  
and rem ove the  o u ter cond ucto r and insulation.

N o te  1: Finish the  o u ter conductor and insulation vertica l­
ly  and u n ifo rm ly  w ith  a f r e t  saw o r th e  like.

N o te  2: W hen cu ttin g , be careful n o t to  damage th e  center 
conductor.

Fig, (8 ) Sem i-rigid cable

> s—

Finish this surface u n ifo rm ly .

(2 ) Solder the  cen ter cond ucto r o f  th e  cable to  th e  m ale  
contact o f the  connector. (R e fe r to  Fig. (9 ))

i) F it  POB-T-1 and ho ld i t  f irm ly  in place w ith  a vice.
ii) R em ove the  screw cover, insert th e  cable a fte r end 

processing as show n in Fig. (8 ) through the  cord  
in le t, and solder it as shown in Fig. (9 ).

N o te  1: Insert the  cable u n til th e  t ip  o f  th e  o u ter con­
du cto r comes in to  co n ta c t w ith  the  inner sur­
face o f the  conn ector shell, as shown in Fig. {9}, 
Insert the  center cond ucto r in to  the  groove o f the  
male contact o f th e  connector, and  solder it.

N o te  2: W hen soldering, be careful n o t to  apply  solder 
to  the  cen ter cond ucto r o f the  cable o r to  the  
outer surface o f the  fem ale  contact o f the  con­
nector.

N ote  3: It  is desirable to  use a soldering iron o f  abou t 
20  ™ 30W . Its t ip  m ust be narrow ed so as to  m ake  
the  w o rk  easy.

N ote  4: W hen soldering, be careful to  avoid knobby
soldering. {T o  check th is  p o in t, ro ta te  the cable 
a fte r soldering.)

(3 ) Solder the  o u ter conductor.
F it  POB-T-1 in to  the  opening part as shown in Fig. 
{1 0 ), hold it  in a vice, and solder the  ou ter conductor  
o f the cable and th e  conn ector shell.

N o te  1: I t  is desirable to  use a soldering iron o f about 
SOW.

N ote  2: A p p ly  the  solder u n ifo rm ly  on th e  circum ference, 
and carry o u t the  soldering as speedily as possible.

N o te  3: Polish the  soldered part o f  the  cable in advance 
w ith  sandpaper o r the  like  so th a t the  solder 
w ill adhere easily to  it.

(3 ) R em ove PO B -T-1 and screw in th e  screw cover. Then  
the  connections o f the  w iring  w ill be com ple ted  as 
shown in Fig. (1 1 }.

Fig. (11 )
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3. POB-P-55/U, POB-P-58/U

(1 ) Process cable ends [R efer to  Fig. (1 2 ))
i) C u t o f f  1 0 m m  o f the  o u ter covering o f the  cable. 

N e x t cu t o f f  the  ou ter conductor and insu lation so 
th a t 2 .3 m m  o f the  center conductor w ill protrude.

N ote  1: W hen cutting  th e  o u ter covering and insulation, 
be careful no t to  damage the  ou ter conductor 
and the  center conductor.

N ote  2: Be sure to  cu t the  cable insu lation vertica lly  and 
f la t ly .

Fig. (1 2 )
This surface m ust be cut 
vertica lly  and f la t ly .

O u ter covering/

O u ter conductor /

Insulation  

Center conductor

(2 ) Solder the center conductor
H old  the  m ale contact in place w ith  a vice as shown  
in Fig. (1 3 ) and solder it to  the  center cond ucto r of 
the  cable.

Note  1: Before soldering, apply  pre lim in ary  solder on the  
m ale contact in advance.

Note  2: I t  is a good idea to  m ake a hole o f 0 .3 0 ,  as shown 
in Fig. (1 3 ) , a t the  part w here the  m ale contact 
is to  be held in the  vice.

Note  3: Be careful to  p erfo rm  the  soldering speedily so 
th a t the  tip  o f the  cable insu lation w ill n o t dis­
solve as a result o f  the  heat during soldering.

N ote  4 : Th e  bu ild -up o f solder a fte r  soldering m ust be  
fin ished u n ifo rm ly  on the  circum ference. To  
check the  strength o f  the  soldering, pu ll the  
m ale contact w ith  a fo rce  o f  abou t 1 kg.

N ote  5: Be careful n o t to  a llo w  gaps to  be produced be­
tween the  insulation and the  con tact a fter solder­
ing.

N ote  6: Be careful no t to  a llow  the  m ale contact to  be 
soldered in a bent position tow ards the  center con­
du cto r o f the  cable.

N o te  7: I t  is desirable to  use a soldering iron o f  abou t 2 0  
~ 3 0 W .

(3 ) A fte r  passing th e  bo o t and fe rru le  (sleeve) over the  
cable, insert the  cable through the  conn ector shell 
cord in le t, and c rim p  the  fe rru le  (sleeve) in a 
hexagonal shape w ith  HT303/HRM -T-4 (R e fe r to  Fig. (1 4 ) )

i) To  insert the  cable, align the  m ale contact w ith  the  
hole in the  insu lation , and insert the  connector shell 
betw een the  cable insulation and the ou ter conductor.

ii) Insert the  fe rru le  (sleeve) u n til I t  strikes against the  
uneven part o f the  shell, as shown in Fig. (1 4 ) , and  
c rim p  it in a hexagonal shape w ith  HT303/HRM -T-4

N ote  1: Insertion o f th e  cable is fin ished w h en the  uneven 
part o f th e  m ale contact strikes against the connec­
to r  insulation. C rim ping o f the  fe rru le  (sleeve) is 
perform ed firs t on the  cable side and n ex t on the  
connector side. (Be careful abou t the  order; if  
the  wrong o rder is fo llo w e d , th e  clam ping force  
w ill be reduced by  one ha lf.)

Fig. (13 ) V ice

a gap to  be fo rm ed .

Fig. (14 )

Solderless sleeve (fe rru le)

'P O B -P -5 5 /u : C onnect w ith  the  larger hexagonal hole. 
P O B -P -58/u : C onnect w ith  the  smaller hexagonal hole.

Second crim p

(4 ) Put on th e  b o o t over the solderless sleeve, and apply  
heat w ith  a hair d ryer o r the  like to  cause shrinking. 
W hen the  connection of- th e  w iring  is com ple ted , the  
appearance w ill be as shown in Fig. (1 5 ).

N o te  1: W hen shrinking, catch the  b o o t on the  groove in 
the  shell, as shown in Fig. (1 5 ).

Fig. (1 5 )

Boot



4. POB-J-55/U, POB-PJ-55/U, POB-J-58/U, POB-PJ-58/U

(1 ) Process th e  cable ends
C ut o f f  1 5 .4 rn m  o f the  ou ter covering o f  the  cable. 
N ex t c u t o f f  7 .4 m m  o f th e  o u te r cond ucto r, and also 
cu t o f f  2 .3 m m  o f the  insu lation .

N ote  1: When cutting  th e  o u te r covering and insu lation , be 
careful n o t to  damage the  o u ter conductor and th e  
center conductor.

N ote  2: C u t the  cable insulation vertica lly  and f la t ly .

Fig. (1 6 )

Th is  surface must be fin ished  
vertica lly  and f la t ly .

(2 ) Solder the  cen ter conductor.
Using H R M -T -6  or T -8 , solder the  cen ter cond ucto r by  
the  same procedure as in PO B -J-141, (R efe r to  Fig. 
(17 )

Fig. (17 )

(3 ) A fte r  passing the  bo o t and ferru le  (sleeve) over the  
cable, insert the  cable through the  connector-shell 
cord in le t, and c rim p  the  fe rru le  (sleeve) In a 
hexagonal shape w ith  HT303/HRM-T-4,( Refer to  Fig.(18))

i) T o  insert the  cab le, align the  fem ale contact w ith  the  
hole in  the  insu lation , and insert the  conn ector shell 
between the  insu lation o f th e  cable and the  ou ter  
conductor.

ii) Insert the  fe rru le  (sleeve) un til it  strikes against the  
uneven part o f the  shell, as shown in Fig. (1 8 ) , and  
crim p it  in a hexagonal shape w ith  HT303/HRM-T-4

N ote  1: Spread o u t the  t ip  in order to  m ake it easy to  
insert the  ou ter conductor o f th e  cable.

N ote  2: Insertion o f  the  cable is fin ished w hen the  cable  
insu lation strikes against the  connector Insulation.

N ote  3 : C rim ping o f th e  fe rru le  (sleeve) is perform ed  
firs t on th e  cable side and n ex t on the  connector 
side. (Be careful abou t the  order; i f  the  wrong  
order is fo llo w ed , th e  clam ping force w ill be 
reduced by one h a lf.)

Fig. (18 )

S£POB-P-55/u: C onnect w ith  the  larger hexagonal hole. 
P O B -P -58/u : Connect w ith  the  smaller hexagonal hole.

(4 ) Put on the  bo o t over the  fe rru le  (sleeve), and apply  
heat w ith  a hair d ryer or th e  like  to  cause shrinking. 
W hen the  connection o f  the  w iring is com ple ted , the  
appearance w ill be as shown in Fig. (1 9 ),

N ote  1: W hen shrinking, catch th e  b o o t on the  groove in 
the  shell.

Fig. (1 9 )

B oot

1 44
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5. POB-LP-55/U, POB-LP-58/U
Fig. (2 0 )

(1) Process the  cable ends
Process the  cable ends as shown in Fig. (2 0 ).

N o te  1: W hen cutting  the  o u ter covering and insu lation , be 
careful n o t to  damage the  o u ter cond ucto r and the  
center conductor.

N o te  2: C ut the  insulation vertica lly  and f la t ly .
O u te r covering / O u ter conductor

Insu lation
/ h - 2 i-

C enter conductor

(2 ) Pass th e  boot and fe rru le  (sleeve) over the  cable and  
spread o u t the  t ip  o f th e  ou ter cond uctor. (R e fe r to  
Fig. ( 2 1 »

Fig. (2 1 )

(3 ) Solder th e  cen ter cond ucto r and c rim p  the  ferru le  
(sleeve).

i) F it  POB-T-1 and hold i t  f irm ly  in place w ith  a vice.
ii) R em ove the  connector screw cover and insert the  

cable through th e  cord in le t, as shown in Fig. (2 2 ), 
aligning the  center c ond ucto r o f the  cable w ith  the  
groove at the  connector m ale contact.

iii)  Solder the  cen ter cond ucto r o f the  cable to  the  m ale  
contact a t the  position w here the  cable insulation  
strikes against the  m ale contact.

iv) A fte r  the soldering, check to  m ake sure w h eth er or  
no t it  has been carried o u t p erfec tly  by  pulling the  
cable w ith  a force  o f  abou t 1 kg o f  w e ight. N ex t insert 
the  fe rru le  (sleeve) over the  o u te r conductor o f  the  
cable un til i t  strikes against the  uneven part o f  the  
shell, and c rim p  it  in  a hexagonal shape w ith  
HT303/HRM -T-4

N ote  1: P erform  the  soldering care fu lly , m aking sure not 
to  deposit solder on the  o u te r surface o f the  m ale  
end o f the  connector.

N o te  2: I t  is desirable to  use a soldering iron o f  abou t 20  
~  3Q W . Its t ip  m ust be narrow ed fo r  easy access.

N o te  3: Soils on the  inside o f the  connector produced as a 
result o f  soldering should be washed o f f  w ith  
th in n e r o r the  like  in order to  prevent the  oc­
currence o f fa u lty  insu lation or inadequate w ith ­
stand voltage.

N o te  4 : Crim ping o f the  fe rru le  (sleeve) is perform ed firs t 
on the  cable side and next on the  connector side. 
(Be careful a b o u t the  order; i f  the  w rong order is 
fo llo w ed , the  c lam ping force w ill be reduced by  
one ha lf.)

Fig. (22 )

Soldering

Screw cover

HT303/HRM -T-4
*P O B -P -55 /u :
Connect w ith  the  larger 
hexagonal hole. 
P O B -P -58/u :

C onnect w ith  the smaller 
hexagonal hole.

POB-T-1

(4) Put on the  b o o t over the  fe rru le  (sleeve), and app ly  
heat w ith  a hair d ryer o r the  like  to  cause shrinking. 
Th en  rem ove POB-T-1 fro m  the  opening part and  
tighten the  screw cover.
When the  connection o f th e  w iring is com ple ted , the  
appearance w ill be as shown in Fig. (2 3 ).

N ote  1: W hen shrinking, catch the  b o o t on the  groove in 
the  shell, as shown in Fig. (2 3 ).

N ote  2 : R em ove POB-T-1 a fte r shrinkage o f  th e  boot.

Fig, (2 3 )



P06 SERIES RFco -AXIAL CONNECTORS

Low-profile ultrasmall coaxial connectors
D.C.~2000MHz

Overview

(1) The series is low-profile.
Two models are available; one in which the height above the printed circuit 
board when coupled is 10.5mm {when P06-R-RC or P06-LP-196/U is fitted), 
and one in which it is 6mm {when P06-LR-PC or P06-P-196/U is fitted).

(2) The series is ultrasmall in size.
The sizes have been reduced to about 80% in comparison with our company's 
UM type connectors (CR type), which have won an excellent reputation in 
mobile radio systems.

(3) There is a high reliability.
Since the coupling parts have a lock mechanism which is unique to our company 
alone, the series has an unexcelled reliability when exposed to external forces 
such as vibrations, impacts, twisting, etc.

{4) The series has a high degree of compatibility. The high-frequency characteristics 
are excellent. The V.S.W.R. is 1.2 or less from 0 to 2000MHz.

(5) The standard cables are RG-196/U cables.

Characteristic
Features

The P06 (Push-on Lock Connectors Type VI) series consists of low-profile ultra­
small coaxial connectors fo r printed circuit boards. Its purpose is to provide high- 
density mounting.
The P06 series is most suitable for high-density in-unit wiring for microwave bands 
and high-speed pulse transmission.



SERIES RFco ■AXIAL CONNECTORS

Performance
characteristics

items Standard values

Im pedance 5 0  f !

Insu lation resistance 1 0 0 0 M I2  o r m ore at 2 5 0 V  DC

C ontact resistance Center conductor 6 .5 m ii  or ¡ess, outer conductor 4 m f i  
or less at 1A DC

W ithstand voltage 1 m in u te  a t 2 5 0 V  A C  r.m .s.

V o ltag e  standing wave ratio 1 .2  or less a t 0  ~  2 0 0 0 M H z

Coupling force 
(withstand force) 500g or more

Guide to products

The following are typical products of the P06 series:

13.8HRS No. Part No. Applicable cable

CL32B-0001-3*40 P06-P -196/U (40) RG-196/U

j,
p

t "

" W :

E 9 P \

-51

HRS No. Part No. Applicable cable

CL328-0002-6-40 P06-LP-196/U(40) FtG-196/U

7 in

L — J J- Q

M .B

&

HRS No. Part No. dimensions j- B dimension;
CL328-0011-7-40 P06-R-PC(40) 2.5 2.4

CL328-0013-2-40 P06-R-PC-K40) 3.3 3.2

□ ( 

I
(  i f ^  I
\  Vi j f  j

HRS No. Part No.

CL328-0012-0-40 P06-LR-PC(40)
0 4.5

1 J £ l  □  -
I (
! \p ❖

¿0.7
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■AXIAL CONNECTORS

HRS No. Part No.

CL328-0021-0-40 P 06-A -JJ I40I 12.2 A

Converter adapter

For converter adapters for connecting the P06 series to other 
series, see the C L311 BWA series.

Drawing of holes drilled in printed 
circuit boards.

When P06-R-PC, P06-RC-PCM and P06-LR-PC are to be 
used, machine the printed circuit boards according to the 
drawing.

169



CO-AXIAL CONNECTORS

Method tor connecting cable wiring. 

Method for connecting wirirg 
of P06-P-196/U

Process 1.

Fig. 1

Insertion of heat-shrinkable tubing 
and soiderless sleeve.

Heat-shrinkable  
tub ing Soiderless

sleeve (fe rru le ) , 
R G -1 9 6 /U  cable

1) Insert the  heat-shrinkable  
tub ing and th e  fe rru le  
(sleeve) on to  th e  cable. 
Insert firs t th e  heat- 
shrinkable tub ing and  
then  th e  fe rru le  (sleeve) 
fro m  the  side on which  
th e  cable end is to  be 
processed. (The sequence 
is shown in Fig. 1 .)

Process 2. Processing the cable end.

Fig. 2

11±0.5

Cuts m ade in the  o u ter  
cable covering a t tw o  places 

■ (on 180°-op posite  sides)

1) Th e  processing d im en­
sions fo r  th e  cable end  
are shown in Fig. 2 . The  
cable end is processed in 
the  fo llo w in g  sequence:

1. R em ove th e  o u ter cable  
covering.

2. M ake cuts in the  o u ter  
cable covering a t tw o  
places.

3 . Fo ld  back th e  o u ter con­
ducto r.

4 . R em ove th e  cable insula­
tio n .

Process 3. Soldering of the male contact and the 
center conductor of the cable.

Fig. 3

Soldering

There  m ust b e 1 
no gap.

F ix tu re  fo r fastening  
the  contact (vice or 
the  like )

1) Solder the  male contact 
to  the  cen ter conductor  
o f the  cable as shown in 
Fig. 3 .

1. P erfo rm  pre lim in ary  sol­
dering at the  soldering  
hole o f the  m ale contact 
w ith  0 0 .5  string solder.

2 . There  m ust be no gaps 
betw een the  suface o f the  
m ale contact and the  sur­
face o f  th e  cable insula­
tio n .

3 . If  th e  solder has run 
dow n on to  the  ou ter part 
o f the  m ale contact, 
fin ish th a t part u n ifo rm ly  
w ith  a k n ife  o r the  like.

4 . T o  con firm  th a t the  
soldering has been per­
fo rm ed  accura te ly , pu ll 
w ith  a fo rce  o f  about 
5 0 0  g.

Process 4. Crimp connection of outer conductor 
of cable.

Soiderless  
sleeve (fe rru le)

Using a kn ife  o r the  
like , cu t o f f  the  ou ter  
conductor o f  th e  
cable p ro trud ing  from  
th e  fe rru le  (sleeve).

Fig.S

M ain  part of 
connector

3)

Insert the cable into the 
main part of the connector. 
Insertion of the cable is 
finished when it strikes. To 
confirm that it has been 
confirm that it has been 
completely inserted, use 
vernier calipers or the like 
to measure the depth from 
the end of the main part of 
the connector to the end of 
the tip of the male con­
tact, and make sure that it 
Is 2.4 ±  0.2.
Use HT303/P06-T-1tomakea  
crimp connection of the 
ferrule (sleeve) which was 
inserted in Process 1.
The shape of the crimping 
part of the crimping sleeve 
should be as shown in 
Fig .5. M atch part A with 
the cut in the cable sheath.

Process 5. Shrinking of heat-shrinkable tubing.

Fig.6 1 ) A fte r  the  heat-shrinkable  
tub ing  has been inserted 
in to  the  cable in Process 
1, shrink it  w ith  a heat 
gun o r the  like.

Heat-shrinkable  
tub ing

Catch i t  o n to  this g ro o ve ' 
and shrink it.
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Method for connecting wiring of P06-LP-196/U

Process 1. Insertion of heat-shrinkable tubing 
and ferrule.

Same as process 1 o f P06-P-196/U

Processing the cable end.

Process 3.

1) T h e  processing d im e n ­
sions fo r  the  cable end 
are shown in Fig. 1 . The  
sequence in processing 
the  end is th e  same as in 
Process 2 o f  P 0 6 -P -1 9 6 /  
U .

Crimp connection of outer conductor 
o f cable.

Cut in the 
cable sheath

Solderless 
sleeve (ferru le)

M ain part o f 
connector

Using a kn ife  o r the  
like , cu t o ff  the  ou ter  
conductor o f  th e  
cable p ro trud ing  from  
th e  fe rru le  (sleeve).

Insert th e  cable in to  
the  connector. Insertion  
of th e  cable is fin ished  
when the  surface o f the  
cable insu lator strikes 
against the  surface o f th e  
m ale contact o f  the  con­
nector.
Use HT303/P06-T-1 to  m ake  
c rim p  connections o f the  
fe rru le  (sleeve) w h ich was 
inserted in  Process 1.
T h e  crim p ing  d irec tion  of 
the  ferru le  (sleeve) is to  
be as shown in Fig. 3 .

Process 4.

Fig. 4

Crimp connection o f center 
conductor of cable.

Soldering

1) Solder the  cen ter con­
ducto r o f the  cable to  the  
m ale contact o f the  con­
nector.

1. Th e  t ip  o f the  soldering  
iron is abou t 0 0 .8 , and  
0 0 ,5  string solder is used 
as the  solder.

2 . In soldering, be careful 
no t to  a llo w  solder to  be 
deposited on to  the  ou ter  
surface o f  the m ale con­
ta c t o f the  connector.

3 . Soils on the  inside o f the  
connector produced as a 
result o f  soldering should  
be washed o ff  w ith  th in ­
ner or the  like and  
cleaned o f f  w ith  com ­
pressed a ir in order to  
prevent the  occurrence o f  
fa u lty  insulation o r in- 
adquate w iths tan d  v o lt­
age.

Process 5. Pressure-fitting of the cover and 
shrinking of the heat-shrinkable 
tubing

Fig. 5 P 0 6 - T - 2 ^

H eat-shrinkab leД  \ 
tubing I

Catch it  in this groove J  
and shrink it.

1) Using a drill press or the  
like , pressure-fit the  
cover in to  the connector 
w ith  a pressure-fitting bar 
o f 0 3 .3  ± 0 ,0 5 .

2) A fte r  the heat-shrinkable  
tubing has been inserted 
in to  the cable in Process 
1 , shrink  it  w ith  a heat 
gun or th e  like.
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