AR i AR 114-78018

Application Specification 22 JUN 2022 Rev A2

TX1 Connector (MATE-AX Series) K& | BRI BRA)
TX1 Connector (MATE-AX Series) (H-Type Wire to Wire)

ARV ZOIMLITITRBERAICEBEINTNS TET7TUr—23vy—Yo &2 FERL T,

The assembly of this connector should be done using TE application tooling as described within this
standard.

1. piNa kil
SCOPE
A& TX1 Connector (MATE-AX Series) (K& | BfExEBEA)Er—J ILICRYAT +515E8 DAL
FIE, BKAEEHRATELDTT A ERDAINLT HBHEA T,
This specification covers the special guidelines for the application of the TX1 Connector (MATE-AX
Series) (H-Type Wire to Wire) assembly. The worker shall read this document before working.

2. SHEA%
REFERENCED DOCUMENTS

AHGREFERATIREILEIECTUTORBEESRBLTTIL,
Refer to below specification as necessary.

A. 108-140140 :#EF3#RH#¥ Product Specification

B. 408-78192 : EX#%E2BAZE Instruction Sheet

3. WSS
APPLICABLE PRODUCTS

23 BABHRDE,
Refer to page 2 and 3.

© 2022 TE Connectivity Ltd. family of companies.
All Rights Reserved. 1 of 23
| Indicates Change

*Trademark. TE Connectivity, TE connectivity (logo), and TE (logo) are trademarks. Other logos, product, and/or company names may be trademarks of their respective owners.



114-78018

3.1. 15D FZJavikR—RUk
1.5D Plug Components

OUTER CONTACT  CENTER CONTACT FERRULE

HEBE o
Product Part No. Description

2312063-2 2 x )L—)L Ferrule Coax

2312064-2 |22 —a24%2 % k Center Contact, 180 Degree Coax

2312065-2 |74 —a A9 r7 vt T AR Outer Contact Assembly, Female, 180 Degree, Coax

Fig. 3-1

32. 25D F3TavR—xUb
2.5D Plug Components

OUTER CONTACT  CENTER CONTACT FERRULE

ReRE m
Product Part No. Description

2312063-1 2 = )L—)L Ferrule Coax

2312064-1 2 —a>2%27% k Center Contact, 180 Degree Coax

2312065-1 |7H4—a2 4249 +7 vt > T AR Outer Contact Assembly, Female, 180 Degree, Coax

Fig. 3-2

Rev A2 2 of 23



114-78018

3.3. 1.5D O R—Rb
1.5D Inline Components

OUTER CONTACT PIN CONTACT FERRULE

HmBE B
Product Part No. Description

2312063-2 2 = )L—)JL Ferrule Coax

2315890-2 E>a>4% k Pin Contact, 180 Degree Coax

2315891-2 TR —a239 L7yt T F X Outer Contact Assembly, Male, 180 Degree, Coax

Fig. 3-3

3.4. 25D dfFariR—xUk
2.5D Inline Components

S
OUTER CONTACT PIN CONTACT FERRULE
HAmBE mm %
Product Part No. Description

2312063-1 7 = )L—)L Ferrule Coax

2315890-1 E>a>4% k Pin Contact, 180 Degree Coax

2315891-1 TR —a239 c7 vt T F X Outer Contact Assembly, Male, 180 Degree, Coax

Fig. 3-4

Rev A2 30f23
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4. r—I VB EHE
REQUIRMENTS FOR CABLE
UTERERIRIZERTHIERMEBRDERE BRAEREGYET,
FRTIHIERITOVTIEEHELXFETHLEOEL S,
The following requirements are guidelines for cable specifications used for this connector
and applicable cables.
Please contact our sales for the cables to be used.

/|: —_—
A -
Inner%FConductor / / \ \

BRE  smEnd HERBIAQD Txlrybk
Insulator Outer Conductor® Outer Conductor@  Jacket

T—T LR 1.5D 2.5D

RNEBE{RH 4 X Inner Conductor Section [mm?2] 0.22 0.56

##31K%Z Insulator Dia. [mm] ©1.620.1 ©2.7+0.1

SNERE{RDHY (4 X Outer Conductor® Dia. [mm] | (¢1.7) (92.8)

51 ERE(RQRH 4 X Outer Conductor® Dia. [mm] | (92.2) (93.2)

x/ryhfE Jacket Dia. [mm] ©3.0£0.2 ©3.8+0.3
Fig. 4-1

EFAER Applicable cables

F—TJILIRE A—H— BE
Cable Standards Manufacturer Model number
mEBRELR 1.5DS-QFB S
SHIKOKU CABLE CO., LTD. 1.5DS-QEHB
1.5D
FRIE#HASH
HARADA INDUSTRY CO., LTD. 1.5DS-2AH CA
o E == = A
25D PIEE AR x4 EM-2.5DS-QFBE(TA)

SHIKOKU CABLE CO., LTD.

Fig. 4-2

Rev A2 4 of 23
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5. M FIR
ASSEMBLY PROCEDURE

5.1 —J)LixRuNIE
CABLE PREPARATION

511 Dxiryb-iRERN) VT
STRIP OF JACKET AND BRAID
SR RO AN YT IE, Fig. 5-1-1 ISR T TTIL—LEEET BRAR—RERTBLIIZN—TRIY
TLTTFAELY,
The cable must be stripped as the semi strip according to the dimensions below to crimp ferrule.

Rev A2 5of 23
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512 Jz)L—ILE%E
CRIMP FERRULE
Fig. 5-1-2 ITIRY &3ICHF v U7 EAVNL ., hobA TS —TLiRE R AIICAE T TEREL TEEL, 20
%, S ERBIK EIC Fig. 5-1-3 IZHELVERL TTELY,
After executing working 5.1.1, the ferrule must be crimped on the cable braid. The cut off of the ferrule

must be faced opposite direction to the end of cable, as shown Fig. 5-1-2. The crimp barrel must cover
all strands after crimping. Requirements for this process, see pictures below.

140.2/-0.3 |-
Fig. 5-1-2
EESIAE EEES
Crimp Height Measurement Crimp Height
[E&E
Crimp Width
DIV UBICTIRBBOUINGEIL
5.5.2 5 L .
Strands at the seam covered on crank
position, end of cable side does not ISyRTAHIAA—A
allow cutoff after crimp. Flat micrometer
Refert0 5.5.2
#7E & Requirement
1.5D 2.5D
[£7& &S Crimp Height [mm] 2.60+0.04 3.4010.04
[£7&M& Crimp Width [mm)] 3+ 2.50"0” 3.27°0”
(BE L EAYEREIE Reference finished crimp width) (2.6) (3.4)
Fig. 5-1-3

X1 IEIETEDIETHY ., T EHAVYDIETIEHYEE A,
Crimp Width dimensions are not the product width after crimping, but given by the width of crimper Slot
for reference.

Rev A2 6 of 23
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51.3 SEBEDOHFYIRL
BEND OUTER CONDUCTOR BACKWARD
FTIL—IVEFEDY T IMERYBRWTTSW, M08 K% Fig. 5-1-4 [ITRT KSICEFSNTT)L—ILE
[ZHrYIRL TIZELY,
The cable braid must be bent 180°backwards. Stripped jacket must be removed from end of cable
before executing this process.

514 4—JILRFIYT
STRIP CABLE
r—7J V% Fig. 5-1-5 [ITTR Y AT, MEREK, #EBK. SMBERERBEOT LIS LENHDER)E
AR)yTLTTFELY,
After executing working 5.1.3, a further stripping of the dielectric and if necessary a cutting of the wire is
required. In case of cables with foil between braid and dielectric, the foil must be cutting with dielectric.

Requirements for this process, see pictures below.

—> «— 0.6+/-0.1

Fig. 5-1-5

Rev A2 7 of 23
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52 T3 aAVR—RUMAILFIE
PLUG COMPONENTS ASSEMBLY PROCEDURE

521 t A—aVAHNEE
CRIMP CENTER CONTACT

Fig. 5-2-1.5-2-2 IR MES LV EFEEH THEEFEL TIZEL,
Requirements for this process, see pictures and table below.

o = _ H‘ ST A5 A
! C/H micrometer

}E{E Requirement
1.5D 2.5D
@ | ybA7 Cut-off [mm] 0.2 MAX
@ | E#& &S Crimp Height [mm] 0.63+0.03 0.80+0.03
® | [E#&ME Crimp Width [mm] 32 1.07°F” 1.27°F”
(BE 4 EAYEENE Reference finished crimp width) | (1.07) (1.27)
@ | E#RZEH Wire Projection [mm] 0 MIN, =LA TV,
0 MIN, Need wire tip come out from the barrel
® | BIEIX )L™ R Front Bellmouth L
® | BAIR)LTI R Rear Bellmouth 0.5 MAX TRILIY IR EHh .
IRNME I ENZE
0.5MAX. Must not damage inner conductor.
@ | #eiBIREDEEE# Clearance contact to insulator 0 MIN, =fZLIgRIAHSH &
INLILTS5yi a Barrel Flash @ EESEEEY 0.2mm ZHBATEHE LGN E
=‘[— Must not exceed the barrel bottom curve.

Fig. 5-2-1

®i RIZTEDIETHY. T LAYDIBTIEHYEE A,
Crimp Width dimensions are not the product width after crimping, but given by the width of crimper Slot
for reference.

Rev A2 8 of 23
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=y
mt‘ RUR7YT
o Bend up .
{5 a—y>y
Rolling
//’,.VMT
RURS '7./
Bend down
- (90.8 DETHER o
ﬁlﬁirﬁnents of bend up and down NURT7YT - (_M easure a t_(po'g as cylindrical shape)
Bend up f [
A I .
Sttt S\ N )
m \l/ ______ -ll-_--—--—' T
RURSY 4L =
Bend dOW Base I|ne

B E7 &

Fixed procedure

A—Y T HERR

Measurements of rolling B ;’\%:]E:[ﬁgg N
Base line easurement view
k—r‘l ; A—yvy
g LS ,
WO TR Criteria

m Base line

mE_ 4

Stabilizer

must not
EE A& be bended

Fixed procedure

% SABHE AR E BB IRD RN EEL AT

UUEIHRARIEETH DL
X Stabilizer shall be fitted in the dielectric.

}H7E {E Requirement

A K Bend A2 3, 7uT 3°
Down 3° MAX, Up 3° MAX

Aa—1>% Rolling | £+10°

Fig. 5-2-2

Rev A2 9 of 23
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5.2.2

YI7 v TIVRYA T
SETTING SUB-ASSEMBLY

Fig. 5-2-3 [TTRY KT A—aAV RV D RENEBZRADEICAY ., £ 2—aL 2T DB ERAHEZR
[CHETEHETHALTTSILY,

r—J B ASE T HERRIL Fig. 5-2-5 IR T KSITT O A—a AV MDD BN HERTEE T ELLVEVS—T
DAOEDEEBIFFDENOERTE, EBANLOTDMBELEERENEEET,

= ILESINTEI >N EHR T SI5E L NS EE) TRELTTIL,

After executing working 5.2.1, the crimped center contact must be loaded in the sub-assembly, as
shown Fig. 5-2-3.

The center contact must be pushed up to its end position. It is able to see on the cross section that the
center contact strand to dielectric, and the center contact locking must be assured by means of
measuring the axial position of the center contact before crimping so that the requirement in Fig. 5-2-5
after crimping is fulfilled.

In the case of confirming to pull the cable which the center contact is pushed up to its end position, the
pull force is applied 5N as reference.

Fig. 5-2-3

AR RREEER
(EF 247D

ToA—aVROMBIEER

Fig. 5-2-4

Rev A2
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523 HITYEVIJARERE
CRIMP SUB-ASSEMBLY FEMALE

Fig. 5-2-5 TSR ~THEATHERBLTT S,
Requirements for this process, see pictures and table below.

S =

— ——(— ==
E\Er— —— - % / (V—ILEREER)

T—— = =l
T 65)
(3 153 [ Yol el
(3,13 CRIMP ZONE)
CutOff Tab — P |—

}EE Requirement
1.5D 2.5D
EEES X
Crimp Height C/H [mm] 3.20£0.03 4.09+0.04
HYbFTHET X3
Cut Off Tab [mm] 0.2 Max 0.2 Max

Xs HVRATETEBEBETHY . RETETIHYFEE A,
Cut Off Tab are used as reference and are not inspection dimensions.

Xa P4/47—T VL BEH -BRBHR-ICEHDOLEWNVT—JILEERT LI5S EBESINERSN
BIENBYFES . BRAERNDT—JILEERATLHHE EHAEEETHNOEDEEEL,
When using cables not listed in P.4 /4. REQUIRMENTS FOR CABLE -Applicable Cables-,
the crimp height may be changed. When using a cable that is not listed in the applicable
Cables, please contact our sales department.

EEES ERESE
Crimp Height Crimp Height Measurement
\—
(T —_
. 1 . m [
W . ﬁ% 13‘&\_,4; J; L A
N = |
>
TL—RELTIA(H0A—4 RBAEOBEILIVEIEIRERER

Micrometer, blade type Confirm center the contact position form the window.

Fig. 5-2-5

FEFE. Fig. 5-2-5 12R Y K3IS, £ 23—V 2T DEEZHELTTEL,
RBRAOEISIHFEMNREANITELLT VTSN TLET,

Confirm to see the front of the center contact form the window edge of the terminal dielectric.

The front of the center contact shall see from the window, it means complete crimping sub-assembly.

Rev A2 11 of 23
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5.4. o R—RUMEZFIR
INLINE COMPONENTS ASSEMBLY PROCEDURE

54.1. EYavAorEE
CRIMP PIN CONTACT

Fig. 5-4-1,5-4-2 TR MER LV EBEFHTEEL TS,

Requirements for this process, see pictures and table below. R
—
—— ——  ({) ﬂ"-__ .-__- @
®
'ff /IT
@

(=

.| |T

an

) 1.9

|

)TN AOAA—4
C/H micrometer

#7E & Requirement
1.5D 2.5D
@ | AvkF7 Cut-off [mm] 0.2 MAX
@ | E#& &< Crimp Height [mm] 0.63+0.03 0.80+0.03
® | [E7&18 Crimp Width [mm] 32 1.07°F” 1.27°F”
(BEH EAYEREE Reference finished crimp width) | (1.07) (1.27)
@ | BRZEH Wire Projection [mm] 0 MIN, 7L TS E
0 MIN, Need wire tip come out from the barrel
® | #iEIR L= R Front Bellmouth 1L
® | %I~ LT R Rear Bellmouth 0.5 MAX TRJILTYR AR SN,
SERAME R DENIE
0.5MAX. Must not damage inner conductor.
@ | ¥k Clearance contact to insulator 0 MIN, 7=fZLIsRIA H B &
© | AL ILTZv a Barrel Flash m EEEBEREY 0.2mm ZEZ TEHLAWNIE
=X— Must not exceed the barrel bottom curve.

Fig. 5-4-1

Xo EERTEE. EEEROEREBETELG SBLLTY—ILDIRTRLIZEDTY,
Crimp Width dimensions are not the product width after crimping, but given by the width of crimper Slot
for reference.

Rev A2 12 of 23
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¢ —
r -
(0.8)
NURHERR
Measurements of bend up and down
RUR7yT
Bend up
(
RNURESY
EEh Bend down
Fixed procedure
O—) 4 SR .
Measurements of rolling HAE
Basle line
¢ __I_- X o—yvy
/ Rolling
<— S} Z~

B
m Base line

BE A&
Fixed procedure

(90.8 DETHER

Rolling
RURFEDY

(Measure at 0.8 as cylindrical shape)

AITEIRRE

Base line

Measurement view

BEDER
mE_ L
Stabilizer
must not
be bended

L,

KB UIRFE DIEZAD R YN ER NYTF
UEDICEARRETH DI L
X Stabilizer shall be fitted in the dielectric.

}HEE Requirement

A K Bend By 3, 7uF 3°
Down 3° MAX, Up 3° MAX

A—1)>% Rolling | £10°

Fig. 5-4-2

Rev A2
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YITT7 vt TIVARBRY T
SETTING SUB-ASSEMBLY MALE

WFEBLI=7—T L% Fig. 5-4-3 ISR £3ITEVAVAVEDREN BB ADEICAY, ELaL 25D
B EAERIRIC IR T SETHAL TSN 7= IEASE THRE. 7—ILESIVTE - #h YU ZHE
BRI DHEL SN(BEE) THRELTT S,

After executing working 5.4.1, the crimped center contact must be loaded in the sub-assembly, as
shown Fig. 5-4-3.

The center contact must be pushed up to its end position. It is able to see on the cross section that the
center contact strand to dielectric, and the center contact locking must be assured by means of
measuring the axial position of the center contact, Fig. 5-4-6 after crimping is required.

In the case of confirming to pull the cable whether the center contact is pushed up to its end position,
the pull force is applied 5N as reference.

Fig. 5-4-3

C

:I‘/’}'OF%E%B / EV:V@OI‘*@'IE%B
(ETF 24AD
Fig. 5-4-4

Rev A2
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543. H¥I7ytUTUFREE
CRIMP SUB-ASSEMBLY MALE

Fig. 5-4-5 TR TEATEBLTTELY,
Requirements for this process, see pictures and table below.

) (Y—ILEFEER)
- Tool dimension is mentioned as ref.

(CRING 20NE)
Cut Off Tab —P| |[€—

}RE fE Requirement
1.5D 2.5D
EEES X
Crimp Height C/H [mm] 3.20£0.03 4.09+0.04
HVATRT Xs
Cut Off Tab [mm] 0.2 Max 0.2 Max

X VA TETESEBTHY . RETETRIHYFEE A,
Cut Off Tab are used as reference and are not inspection dimensions.

¥4 P4/ 47— VL BEEN -BRER-ICEHOLBEWNVT—JILEERT 56 EBEEINERIN
BLENHYET . BRERNDT—TILEERTHEE B EEFTHOELELZEL,
When using cables not listed in P.4 /4. REQUIRMENTS FOR CABLE -Applicable Cables-,
the crimp height may be changed. When using a cable that is not listed in the applicable
Cables, please contact our sales department.

EESS B
Crimp Height EEEIAE

Crimp Height Measurement
L R
——J\Jﬁ - : =

TJL—KEA4T<A4o0.—4

Micrometer, blade type

Fig. 5-4-5

Rev A2 15 of 23
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E&E%. Fig. 5-4-6 ITRT &SI EVAVAVMDMBEEHREL TSV EVaV A NEFE M ERZERAARER
2405206-1 ZE VAN RIRICEMT SETHAL. TOE—aV VLD EIHDLEHIERDR) YEAIC
IRFESMEIMNFER T HEEHRLET,

Distance between the edge of the sub-assembly and the tip of Pin contact, specified 0.62 ~ 1.18 mm. It

is recommended to insert the pin contact crimping position checking jig 2405206-1 until it contacts the
pin contact tip, and check whether the position of the outer contact tip fits within the slit of jig

| 2405206-1 |

S s

Fig. 5-4-6

Rev A2 16 of 23



114-78018

55. <TEBEEE NEGREAK

MEASUREMENT POINT AND APPERANCE
55.1. sFiRBAIERE

CRAITERIA OF MEASUREMENT

55.1.1. Zz)L—IL~Pxirybstik
DIMENSION BETWEEN FERRULE AND JACKET

U= LR~ Do hERITE

(O —LEBHY Min.ODT=8)

Measure clearance of between the seam and the jacket
(the seam area is minimum clearance)

Fig.5-5-1
5.5.1.2. BR#IE~Ti%
DIMENSION OF FOIL REMOVE LENGTH

AFNZ&BT—/—E% B E
Measure taper shape on the dielectric BIE &R
Measurement point

A
A

Fig.5-5-2
5.5.1.3. Y7RILIIRBIE
MEASUREMENT POSITION OF THE REAR BELLMOUSE.

B E &R
Measurement point
Intersection

e
Top of bellmouth

Rev A2 17 of 23



5.5.2. Jx)L—ILIEBEINE
APPERERANCE OF AFTER CRIMP FERRULE

Fig.5-5-4

BREIRAIOS—LEISVIBICUNANEEZL
Strands at the seam covered on crank position, end of cable side does not allow cutoff after crimp.

5.5.3. #mfE#RITYIRL RSV ER
APPERERANCE OF AFTER BEND OUTER CONDUCTOR BACKWARD

RS YURLAARHERELS 1mm LLEH S EHRMBBOITYIRL R IimH D)
Strands length: Shall be kept 1mm MIN from radius end of bend.

FHBES 1mm FEHERE S 4.5mm(Norm) AR ES . 6mm

Fig.5-5-5

EE:

[2.5D EfR] MITIZLD 25%(40 K)FREDBDIIHFRT S
[2.5Dwire] Strands density: Shall be allowed to 25%, approximately 40pcs decreasing after bend.

RAERREE  75% AR E - 100%
Strands density: 75% Strands density: 100%

Fig.5-5-6

[1.5D EfR] MIIZED 10%(8 R)IREDFE XHET S
[1.5Dwire] Strands density: Shall be allowed to 10%, approximately 8pcs decreasing after bend.

e

fmAB AR B - 90% TRAEARE E - 100%

Strands density: 90% Strands density: 100%
Fig.5-5-7

-0t FUIRLIARBIRE—DATICTEDGENIE
Others: Shall not be allowed gathering strands one place.

B FEICFELO-EE
Example: Gather bellow one place ace.

Fig.5-5-8

Rev A2 18 of 23
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5.5.4. 79— B NEBEERNE
APPERERANCE OF AFTER CRIMP OUTER CONTACT

O—LEMNSRMEBRO LRSI RUOE T ZLIEHFARTELL, TROQSE,
Shall not be allowed strands pushed out from the seam, as shown below picture.

OFHERDNZONTHEY, WEBROLIHARVHLTLS
Strands are loosed and its tip pushed out from the seam

Fig.5-5-9

Q|AFELLY | FRERD LIRS RUHEL TS
Strands are floated and its tip pushed out from the seam.

Fig.5-5-10

Rev A2 19 of 23
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5.6. HAILHERE
INSPECTION OF ASSEMBLY

5.6.1. ¥—JILEHFEHEE
TEST OF CABLE RETENTION FORCE

FIHFDT—TIRFNOWERITUT OFHFICHREVEREL TS, RARE L E R 3FE 108-140140 %
SRELET, L. AFHFREARREHORSMERBROFUHLFIELGYFET . BET—TJLRED
BIERFD515REE (X 100mm /min TEREL TZELY,

The cable retention force of each terminal should be checked according to the following conditions.
The specified values refer to the product specification 108-140140. However, these conditions are
different from the conditions for qualification test described in the product specification. When
measuring the cable retention force, the tensile speed should be 100mm/min.

Rev A2 20 of 23
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5.6.1.1 25D ¥—JIILEBIHF DT —TILEFHBRE
TEST OF CABLE RETENTION FORCE OF TERMINALS CRIMPED ON 2.5D COAX CABLE
25D m—TILDEFHF DT —TIRFHAREICITIEEDAE 2405202-1 (T4 4l).
3L 2405204-1 (A4 ) EFERL. U TDOFIETHEEFEBL TS,
HHE.BEFVEICKRLTRERAABREICEELTTIL,

For the cable retention test of crimped terminals crimped on 2.5D cable, please use the specified jig
2405204-1 (Plug side) or 2405204-1 (Inline side) and perform the test according to the following
procedures. If necessary, fix the jig to the testing machine for inspection.

- 754344k Plug Contact / i FElE AR Fixture 2405202-1

- 2405202-1 @&

Fig. 5-6-1-1
O WFOTAVTILBREBEDORICELETIAVEINEEEICEATS

Align the dimple shape of the terminal with the holes of jig and insert the contact into the jig
@ avAaIrERESETEREANEET 5.

Rotate the contact to fix it to the jig.
@ AVAIRES SRS TH—T I RENERET 5.
Pull the contact to measure the cable retention force

> 4k Inline Contact / 3 FE %€ F & & Fixture 2405204-1

O wHFOKUNBREBEDEBICELETCAVFIMERERIZEAEY 5.

Align the necked shape of the terminal with the groove of the jig and fix the contact to the jig.
@ aVAURESISESTHT—TILREFENFRIET D

Pull the contact to measure the cable retention force.

Rev A2 21 0of 23



56.1.2 1.5D ¥—J I EBIHFDT—TILEFEHBRE
TEST OF CABLE RETENTION FORCE OF TERMINALS CRIMPED ON 1.5D COAX CABLE

15D —JILDEFBIFFOT—T I REFAREICIXIEEDAER 2405197-1 (F54 . iR EEAL.
UTOFIBECHBEEBL TSN BB AEIVEICIECTREARBHICEELTTEL,

For the cable retention test of crimped terminals crimped on 1.5D cable, please use the specified jig
2405197-1 (For both Plug, Inline) and perform the test according to the following procedures. If
necessary, fix the jig to the testing machine for inspection.

24051971

MSET @PULL MSET @PULL

Fig.5-6-2
mFOCUNBKEREDBICEDLETAVEIMNEBRICEET 5,

Align the necked shape of the terminal with the groove of the jig and fix the contact to the jig.
VAN ES|OBRS T —T LGB HERET S

Pull the contact to measure the cable retention force.

® ©

Rev A2 22 of 23
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6. BR7IVr—5—
APPLICABLE TOOLS

1.5D i FH LU 2.5D i FEEET 27T )7—4—(% Fig.6-1 SRD &,

Refer Fig.6-1 for applicators crimping 1.5D and 2.5D terminals.

H4X | ;% mAE TFIVr—3—5347 | 7T)r—4—8FE
Size Description Product Part No. Applicator type Applicator Part No.
1.5D - Zz)L—I)L 2312063-2 I774—F 2837759-2
Ferrule Coax Air Feed
bk AR—a ik 2312064-2 / AN74—F 2837758-1
Center Contact, 180 Degree Coax | 2315890-2 Mechanic Feed
-Ervaviay bk I774—F 2837758-2
Pin Contact, 180 Degree Coax Air Feed
s TORA—aVAY b7yt T | 2312065-2/ ANT4—F 2837757-1
1 AR 2315891-2 Mechanic Feed
Outer Contact Assembly, Female, -
180 Degree, Coax I774—k 2837757-2
cFYR—aAVEY R yEYT Air Feed
) X
Outer Contact Assembly, Male,
180 Degree, Coax
2.5D - Jz)L—)L 2312063-1 I774—F 4151112-2
Ferrule Coax Air Feed
st AR—aVAEY b+ 2312064-1 / ANT4—F 4151113-1
Center Contact, 180 Degree Coax | 2315890-1 Mechanic Feed
cEvaYvEg ks I774—F 4151113-2
Pin Contact, 180 Degree Coax Air Feed
- TOA—aVAY b7yt T | 2312065-1/ ANT4—Fk 41511111
) AR 2315891-1 Mechanic Feed
%getr)ggorr;t:cégsiembly, Female, T7o4—F 41511112
CFYIE—aVB Y R TR T Air Feed
) X
Outer Contact Assembly, Male,
180 Degree, Coax
Fig. 6-1
7.  RFHEHERERA SMAT7H T4
SMA FIXTURE FOR RF CHARACTERISTICS TEST
aRV450D RF HFMEORERIZFERYT S SMA EHORY2(E Fig.7-1 SO L,
Refer Fig. 7-1 for SMA fixture used to check the RF characteristics of connector.
XRIARIH SMABA4T | &% M7 I THIRE
Applicable Connector type SMA Type Description SMA Fixture PN
Header / Inline &% A TX1 SMA aRI8 AR
SMA fixture for Header / Inline SMA JACK TX1 SMA CONNECTOR FEMALE 2369804-1
Plug 2% TX1 SMA 234474 X )
SMA fixture for Plug SMA JACK TX1 SMA CONNECTOR MALE 2369805-1
Fig. 7-1
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