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CONNECTOR TERM TRANSLATION

MParts List HMParts List ESurface List
e DESCRIPTION B DESCRIPTION U5 FINISH
EHAU—7 SHELL FRY—IL STICKER =THo & TERNARY PLATING
i INSULATOR HEF 2 —7 HEAT SHRINK TUBE EBTILTA b ANODAIZING(BLACK)
HRZT b GASKET AF vk RING NUT Iy R A PASSIVATE
V=77 v — WAVE WASHER
Ty — WASHER M Material List
K, oL BODY mE MATERIAL
SN 7 S CENTER PIN WmINEA DR b ZnDC
EEAYU—7 FERRULE yZav POM
fwa v b NUT SYavIh SILICONE
S E7 HOLDING RING F7Aav PTFE
Ty BUSHING k. K:=ILEH CARBON STEEL
Ty v — FLAT WASHER =R BRASS
FHET v v — HALF FLAT WASHER _RY Y7 LR BERYLLIUM COPPER
AR =t — SPACER Y &R PHOSPHOR BRONZE
B v b COUPLING NUT gl i OXYGEN-FREE COPPER
AEBa> & b OUTER CONTACT TILI = L ALUMINUM
oy O-RING AFvL R STAINLESS STEEL
AV=E Al HEX NUT
ava CLAMP EList of Notations on Drawings
FRILE— BARREL B INSE~TE MOUNTING HOLE
7 & COVER shxLES, ERTE L E[  PANEL THICKNESS
2oz SPLIT CLAMP #75INo. SERIAL No.
Boxy SCREW ZIEN STAMP
A S a7 SPRING DH v hig D FLAT
-k HEAT SINK HA vy hig H FLAT
BhiER, EIMETF RESISTOR 7Y AA—L v bk DIAMOND KNURL
RTY T Ty — SPRING WASHER ZFAxO—Lv k STRAIGHT KNURL
RANED Y SOCKET HEAD CAP SCREW HEHAE. BED, E GROOVE
770y b BRACKET
Tyva BUSH
AR EE COAXIAL LIGHTNING ARRESTER
pakil) ROUND TERMINAL
BERTF ATTENUATION TERMINAL




PRODUCT SPECIFICATIONS

Part No. SMAP-0. 66A No. 1111657
DWG No. J-1112814 To-Conne Co., Ltd. (TYC)
Nominal 1 Standard JEITA RGC-5234 Checked | Inspected| Prepared
2 Impedance 50Q AN | 2N | N
(1412.22) | (14.12.22) | (14.12.22
& | \E
Test Items Procedures/Test method Requirements
1 g Design & construction|Specified on relevant product drawing
2 ? Materials (DWG No. J-1112814) No defects or abnormalities
3 4 Finishes
4 E Insulation Resistance[DC 500V 5000MQ2 (Min.)
5| E |Withstanding voltage[AC 750V (1 minute.) No defects or abnormalities
_?; ? Contact resistance [The method of which, the voltage drop of 3mQ Max.)
R the contact duration should not exceed 1-
E kHz AC or TmV DC
71 C V.S.W.R DC~6GHz 1.2 (Max.)
A
L
8 g Compatibility Connecting with a standard-compliant connector [No defects or abnormalities
9 ﬁ Cable tensile |At axial tensile force 39N(Min.) No defects or abnormalities
ﬁ strength
W ([; Tensile strength of At axial tensile force 180N No defects or abnormalities
f coupling mechanism
GKQM—19-1
Remarks Date
1
2
3




SMAP-0.66A Cable Assembly Instructions

Coble
qroup

CO-6F -DSB-CX30

Crimping Tool(Exclusive)

IX32AWG(7/008) Sheath outer diometerl32 |TA-16(shown on body : DCC 0908)

TA-17(shown on body : 30-0203)
[All parts of the connector as shown]|
DRAWING ND.  J-1122814
DRAWN |INSPECTED| APPROVED | CHECKED . CENTER PIN BODY B

i i I = [ ] om 1]

naau fo == TP R ( 240116 )|( 240116 )[( 240116 )( 240116 ) -
TO-CONNE GO, LTD. o
[EIS % IS i BODY A
Insulator 05 Sheath Cut the cable to dimentions as shown.
Inner conductor _ )
2.4 : Outer conductor

3.1

mm)

= )
K Pre-solder

ATTENTION

Pre—-solder the inner and outer conductors.

The outer diameter after pre—-soldering should not become

too large.

<o |

0.5mm(Cable insulator)

No gap in between

Body A mounted "_

L

Soldering

Soldering
Groove

o

1

No gap in between

L
|

]

I con’t see the groove.

Attoch body B and solder as shown in the
figure. Install the spacer and center pin in
this order and solder to the center pin.
Finally, body A is attached.

ATTENTION

There should be ho gap between the center pin,
spacer, and body B. After soldering, lightly pull
the center contact by hand to make sure it is

securely attached.

—/

Crimping tool

Body A

Meoasuring position

ATTENTION

Confirm that BODY B has gone all the way in, then crimp it
with part A of the crimping tool to complete the work.

When body B is deep, the groove of body B is hidden by

body A and is not visible.

Measure the dimension as shown in the left <

diagram,adjust the tensile strength dial to —' .

meet the crimp height of 3.57 ~ 3.73mm /
£
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