PO6 SERIES RFco.AxiAL coONNECTORS

Low-profile ultrasmall coaxial connectors

Overview

Characteristic
Features

Uses

D.C.~2000MHz

The PO6 (Push-on Lock Connectors Type VI) series consists of low-profile ultra-
small coaxial connectors for printed circuit boards. Its purpose is to provide high-
density mounting.

The PO6 series is most suitable for high-density in-unit wiring for microwave bands
and high-speed pulse transmission.

(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 PO6-R-RC or PO6-LP-196/U is fitted),
and one in which it is 6mm (when POB8-LR-PC or POB6-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 2000 MHz.

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

Microwave communication equipment, wired and wireless communication equipment,
radio equipment, mobile radio equipment, IC testers, electronic measuring instru-
ments, broadcasting equipment, etc.
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Performance
characteristics

MO T2 RFco.axiaL coNNECTORS

SRS E L e

Standard values =

Impedance

500

* sInsulation resistance

1000M&2 or more at 250V DC

Contact resistance

Center conductor 6.5m{£2 or less, outer conductor 4m§2
or less at 1A DC

Withstand voltage

1 minute at 250V AC r.m.s.

1.2 or less at 0 ~ 2000MHz

Coupling foree™ -
(withstand force)

Voltage standing wave ratio

500g or more

Guide to products

The following are typical products of the PO6 series:
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HRS No. Part No. Applicable cable L 13.8
CL328-0001-3 | PO6-P-196/U RG-196/U
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HRS No. Part No. Applicable cable
CL328-0002-6 | PO6-LP-196/U RG-196/U r
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HRS No. Part No. dimensions | dimensions o .
CL328-0011-7 | POB-R-PC 2.5 2.4 g 3 f ﬁ§
CL328-0013-2 | POB-R-PC-1 3.3 3.2 N ‘E‘
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CL328-0012-0 | PO6-LR-PC ‘?L
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RFco-axiAL coNNECTORS

HRS No. Part No.
CL328-0021-0 PO6-A-JJ

12.2

$2.65

85

Converter adapter

For converter adapters for connecting the PO6 series to other
series, see the CL311BWA series. '

Drawing of holes drilled in printed 5 54 005 5 g1 +0
circuit boards. / :
M 4
- A N
When P06-R-PC, P06-RC-PC-1 and P06-LR-PC are to be E
used, machine the printed circuit boards according to the 3 @‘
drawing. o~ Y yany
1/ N
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Method tor connecting cable wiring.

Method for connecting wirirg
of PO6-P-196/U

Process 1. Insertion of heat-shrinkable tubing
and solderless sleeve.

Fig. 1 1) Insert the heat-shrinkable
tubing and the ferrule

(sleeve) onto the cable.
,_\ Insert first the heat-
v shrinkable tubing and
Heat-shrinkable / then the ferrule (sleeve)
tubing  Solderless Side on which  from the side on which

sleeve (ferrule) / cable end is to

RG-198/U cable be processed the cable end is to be

processed. (The sequence
is shown in Fig. 1.)

Process 2. Processing the cable end.

Fig. 2 1} The processing dimen-
1405 sions for the cable end
are shown in Fig. 2. The
cable end is processed in
the following sequence:
1. Remove the outer cable
covering.
2. Make cuts in the outer
cable covering at two
- places.
e iaces 3 Fold back the outer con-
(on 180°-opposite sides) ductor.
4. Remove the cable insula-
tion.

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

to the center conductor
of the cable as shown in

Fig. 3 Fig. 3.
1. Perform preliminary sol-
Soldering dering at the soidering
hole of the male contact
r—-@ with ¢0.5 string solder.
i ] 2. There must be no gaps
between the suface of the
/ / male contact and the sur-
There must be / face of the cable insula-
_ho gap. . tion,
fr:’;t:;ﬁ:;:';ff’vsiz?g:g 3. If the solder has run
the like) down onto the outer part

of the male contact,
finish that part uniformly
with a knife or the like.

4. To confirm that the
soldering has been per-
formed accurately, pull
with a force of about
500g.
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Process 4. Crimp connection of outer conductor
of cable,

1) 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

ITI 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 PO6-T-1 to make a

crimp connection of the

ferrule (sleeve) which was

inserted in Process 1.

3) The shape of the crimping
part of the crimping sleeve

Fig.4

[Vlain part of

connector

Solderless
sleeve {ferrule)

Using a knife or the
like, cut off the outer
conductor of the 2
cable protruding from

the ferrule (sleeve).

Fig.5
A

Y

Fig.5. Match part A with
the cut in the cable sheath.

Process 5. Shrinking of heat-shrinkable tubing.

Fig.6 1) After the heat-shrinkable
tubing has been inserted
into the cable in Process
1, shrink it with a heat

gun or the like.

=
=

Heat-shrinkable
tubing

Catch it onto this groove
and shrink it.

should be as shown in-
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Method for connecting wiring of PO6-LP-196/U

Process 1. [Insertion of heat-shrinkable tubing Process 4. Crimp connection of center
and ferrule, conductor of cable.

Fig.
Same as process 1 of PO6-P-196/U 'o. 4
1) Solder the center con-
ductor of the cable to the
. ! -
Process 2. Processing the cable end. :‘eacfof ontact of the con
Fig. 1 1. The tip of the soldering

iron is about ¢0.8, and
$0.5 string solder is used

are shown in Fig. 1. The
sequence in processing
the end is the same as in
Process 2 of PO6-P-196/
U.

’E 1) The processing dimen- Soldering
j sions for the cable end

as the solder.

. In soldering, be careful

not to allow solder to be
deposited onto the outer
surface of the male con-
tact of the connector.

3. Soils on the inside of the
connector produced as a
result of soldering should
be washed off with thin-
ner or the like and

Process 3. Crimp connection of outer conductor cleaned off with com-

of cable. pressed air in order to
prevent the occurrence of
faulty insulation or in-
adquate withstand volt-

Using a knife or the
Fig. 2 like, cut off the outer
conductor of the
cable protruding from

S the ferrule (sleeve). age.
. - 1) Insert the cable into Process 5. Pre.ssure-fitting of the co.ver and
g;!t)llg ;22 - the connector. Insertion shrinking of the heat-shrinkable
a of the cable is finished tubing
S’Igg‘:"ﬁ:s ule) when the surface of the .
s ) / cable insulator strikes Fig. 5 PO6-T-2 !
Main part of against the surface of the
connector male contact of the con- 1) Using a drill press or the
] nector. Cover ﬁﬁ like, pressure-fit the
Fig. 3 2) Use PO6-T-1 to make —_— cover into the connector
A A crimp connections of the with a pressure-fitting bar

of $3.3 + 0.05.
After the heat-shrinkable
tubing has been inserted
into the cable in Process
1, shrink it with a heat
gun or the like.

ferrule (sleeve) which was
inserted in Process 1.
The crimping direction of
the ferrule (sleeve) is to
be as shown in Fig. 3.

N
e

If_z"_ =
Heat-shrin kabk

tubing

Catch it in this groove
and shrink it.

2

3

L]
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