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1 8B R
Outline
AIERFIBEZ (L. CMVI1STST ORI F(EFEZAT) DFEERFEIZDONT
BT HEDTY,
This Manual explains how to assemble a cable to CMV1S straight plug connector.
(Crimp type contact)

2. {THk
Specifications
2-1. BRIARVARVBEET—TILE

Applicable connectors and cable diameter

B BET—JILE
Connector name Cable diameter
CMV1S-SP2S-S ®40~ 6.0
CMV1S-SP2S-M1 $55~¢1715
CMV1S-SP2S-M2 | 7.0~ 9.0
CMV1S-SP2S-L $9.0~p11.6
CMV1S-SP10S-S ®40~ 6.0
CMV1S-SP10S-M1 |$ 55~ @ 7.5
CMV1S-SP10S-M2 | 7.0~ @ 9.0
CMV1S-SP10S-L $9.0~p11.6
CMV1S-AP2S-S ®4.0~ 6.0
CMV1S-AP2S-M1 | $55~ ¢ 75
CMV1S-AP2S-M2 | 7.0~ 9.0
CMV1S-AP2S-L $9.0~p11.6
CMV1S-AP10S-S | 4.0~ 6.0
CMV1S-AP10S-M1 |55~ ¢ 7.5
CMV1S-AP10S-M2 | 7.0~ ¢ 9.0
CMV1S-AP10S-L $9.0~p11.6

2-2. ARV BB RVEEIAVEIM- BRER

Connector name and applicable contact and applicable cable

CMV1a22 Y ME R
CMV1 contact when using _
AR5 % BEIAVETE HE B
Connector name Applicable contact Applicable cable
CMV1S-XP2S-XX CMV1-#22BSC-C3 AWG16~AWG20
CMV1-#22ASC-C1 AWG20~AWG24
CMVIS=XPT0S=XX =GN =#22ASC-C2 | AWG24~AWG28
CMV1(D5)a 29 Mk FEE
CMV1(D5) contact when using _
R34 BEIAVETE HE B
Connector name Applicable contact Applicable cable
CMV1S-XP2S-XX | CMV1-#22BSC-C3(D5) | AWG16~AWG20
B 3 CMV1-#22ASC-C1(D5) | AWG20~AWG22
CMV1S-XP10S-XX CMV1-#22ASC-C2(D5) | AWG23~AWG28
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3 FERRMEXR
Cable Assembly Process
3-1. r—TJILER IR
Cutting a cable

r—JIVETRTERICUIBLEYS,
EE:

Cut the cable to the following dimensions.
Note: Take care not to change cable length.

—7JJLEK Cable length

|
12

F—TJILE cable

e

/ |
I

Ll

X =D IILUE Cable length after cuttin
SESLTAGHZ LIS FE

Connector Name(Contact Name) Cable length after cutting

CMV1S-SPXXS-XX(CMV1-#22XSC-CX(XX)) 40+£05mm_+ 7 —JJLk Cable length

CMV1S-APXXS—-XX(CMV1-#22XSC-CX(XX)) 47+05mm + 4 —7JLE Cable length

3-2. EREmiEA
Inserting parts
=IO Tk, =TI o50T, Ty T, NIz )LDIEIZHEALET .
FE BMROBAAMITEELTTIL,
BHABDBATNHSENLSIFTELTTEL,
Insert the clamp nut, the cable clamp, the bushing and the back shell to the cable.
Note: Please note the direction where each part are inserted.
Please note the insertion forgetting of each part.

= NH950F =
Cable clamp

A

. T=oINI50T 950T vk
Bushing

r—JI
Cable
95Tk ToT Ny TIL
Clamp nut e-back shell
Ty
NI T Bushing

Back shell
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3-3. r—TJILRIEHL
Stripping a cable jacket
=TI ONEEATEICHIEZEL. HEZETTUIML, SREBTEICRIETHLET,
R —JNLFEHLEEBEZALBOESFELTTELY,
T—T L ORI - EEMF TRV KIEELTTILY,
¥ CMV1S-XP10S-XX% B EF 515 E DNo. 105HF A7 —T L&, No. 10iHF LIS D
BEICHLAT EZEF I mmELRIFHLETS,
(BRIBTN\IDUTATVAIMEAR. BEDESERYBFILEDA)
Peel the cable to dimension A and B
Note: Take care the cable peel length.
Take care not to damage anything.
X CMV1S-XP10S-XX:
No.10 terminal cable bare 1Tmm long the A dimension to the line core of the
terminal other than No.10.
(Contact when inserting into the housing, for the prevention of thrust line
core in a later step.)

Xr—JIIFEHLE
X Stripping a cable jacket
aARPFBAVFIRA) A B
Connector Name(Contact Name)
CMV1S-SPXXS—-XX(CMV1-#22XSC-CX) 22+05 204023
CMV1S-APXXS-XX(CMV1-#22XSC-CX) 29+05 T
CMV1S—SPXXS-XX(CMV1-#22XSC-CX(D5)) 2205 3.9540.25
CMV1S-APXXS-XX(CMV1-#22XSC-CX(D5)) 2905 T

(No10%fF F D &A+1mm)

Al (A +1mm only No.10 terminal)

e Bmm
Core wire

_—

X1

/ Sheath

#RiD

Wire cable
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3-4. OAVAYKERE  Crimping a contact
OVAORERIEXRI(F, EERICKYRT—TIIIZRaV 2O EEELET .
With the crimping tool, crimp each contact on each cable.
CMV1S-XPXXS-XX — £ & B EEIE
BRI 3 OE = & WHTUT I F & WIS R
AWG20 |AP-A53165T-A| 0.80%0.03 0.70~0.83
CMV1-#22ASC-C1 AWG22 X% 0.75%+0.03 | 357J-53162T ’ '
AWG24 | AP-A53176T-A| 0.70%0.03 0.65~0.75
AWG24 | AP-A53166T-A| 0.70%=0.03 0.65~0.75
CMV1-#22ASC-C2 AWG26 XIx 0.65+0.03 | 357J-53163T 0.55~0.68
AWG28 | AP-A53177T-A| 0.60%0.03 ' '
AWG16 1.15%+0.03 1.10~1.20
CMV1-#22BSC-C3 AWG18 | AP-A53210T-A| 1.00*£0.03 | 357J-53164T 0.80~103
AWG20 0.85+0.03 ' '
AWG20 1.05+0.05 1.00~1.10
CMV1-#22ASC-C1(D5) AWG22 AP-Ab50539T 094+005 357J-50446T 0.89~0099
AWG23~24 0.71x0.05 0.66~0.76
CMV1-#22ASC-C2(D5) AWG26 AP-A50540T | 0.67%0.05| 357J-50447T 0.62~0.72
AWG28 0.64+0.05 0.59~0.69
AWG16 1.25+0.05 1.20~1.30
CMV1-#22BSC-C3(D5) AWG18 AP-A50541T | 1.15%0.05| 357J-50448T 1.10~1.20
AWG20 1.05+0.05 1.00~1.10

==
T
LT -

VRIS BIRAIEAHSBNESIITFELTTSLY,
RLUBZFERTIEAICE. EBEFLUBICHUEF1—T 52T TTFELY,
¥ CMV1S-XP10S-XXZ# & {ET S5 E DNo.10iHF AL, No.10imF LS BIZxL .
TmmELBEYET,
(RIEBTNIDUTAOVAIMEARE. 7T—TILDRIRYBFIED &)

X Nol10imFLUSNDEREIFTmMmLLT,

AVAVEEIERXIIEBEHREERDORKRIE, RIKGRAEZSHEELET.

Note! Refer to the instruction manual in case of using contact crimp tool or crimp machine.
Take care not to stick out the wire from the contact.

When using a drain wire, attach a heat shrink tube on it after crimping.

X Make the cable Tmm longer in case of using No.10 for CMV1S-XP10S—-XX.
(for avoiding the cable tension in the next procedure)

X Less than Tmm of the difference of length between two contacts except for No.10.

2EEZ1mmLLT
(No.10d7mF LL4})

Total length :difference

1 mm Max.

avAgk
Contact

XKr—JIIREHLE

r—JIL
Cable

% Stripping a cable jacket

BNHEF 11—

FLUREEDIGE

Heat shrink tube

Cimping drain wire

EESZFACOZ LI Y FIEHLE |

Connector Name(Contact Name) Strip length|
CMV1S-SPXXS-XX(CMV1-#22XSC-CX) 31.5+15
CMV1S—-APXXS-XX(CMV1-#22XSC-CX) 385+15
CMV1S-SPXXS-XX(CMV1-#22XSC-CX(D5)) | 325*+15
CMV1S-APXXS-XX(CMV1-#22XSC-CX(D5)) | 39.5+1.5
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3-5. aAVARYUMEA Inserting a contact
aAVAVNERTET H/\VOUT DifiFNoEI~NEALET
(INDUD T DIFHFNoA0IZIE T —RERIEFL U REB/ALEY)
X aAVAIMEAE, OVAONRND DT IZE N BE INTFUTEEMNLET,
X aAVAIMEAR., BIOEFEEIDRYTVAIINNDI DU T HD
RITIEWEZHERELTTSIL,
EE: OVAIMEARNCOSUT Yk, 5—TINO50F, Ty, v oi )L
HBASN TSI EZHERLTTILY,
VAV DBEAFAAELRHYET O TEFELTTILY,
Insert the contact into the specified terminal number point in the housing.
(Insert the drain wire or ground wire to the terminal No.10 of Haunjingu)
3¢ When the contact catches the housing, you will hear a snap.
2 Pulling the wire for confirming the correct position.
Note: Before inserting , check the clamp nut, cable clamp , bushing and back shell is inserted.
Please note that the insertion of contact has directionality.

avAagk NG r—JIL
Contact Housing Cable

S_

M//////m.{,/@r

PRNIN:
l// %1% ///7/ //.//'{/””””””'

) ma
Insert
IHFNo 10D A (F—ARIXITRLU£R)

Only terminal No.10 (Drain wire or ground wire)

X AVAIRDSUADEEEINIDSUTD i FNo.
imFNo.DRIE(ET)ERUARIZ Terminal No.

EHETHALTTSILY,

2 Set the direction of the rance of contacting in the same
direction as the direction of terminal No. of the housing
(top and bottom) and insert it.

X BASN-OV2OMESIFRGEE L.
AVRMRAETEZHERALTTSLY, .
O AHMRET R 357J—53184T 3239k Contact
2 Use the removal tool you pull contact. _ _ a A
Jig/Tool Used:Contact removal jig: 357J-53184T CMVIS-XP10S-XX®

OVAVMRET EZFEROBIL. BkEiBAES ii%FNo.
SHBREVET, Terminal No.

Refer pull up tool to the instruction manual
in case of using up tool.

X aAVAIMEAR., 7T LGSR [FIRSENLTTELY,
(AVEIDER - BRI IEETNLHYFEY)

2% Donot twist after insert contact
>34k Contact

CMV1S-XP2S-XXDIFH
For CMV1S-XP2S—-XX
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3-6. N\ x)LEIAH

Incorporate back shell

@ NIV IVBHRIEDE. NI T)LIZRCAYIEERE2UICER T HBEHELET,
@ HRERLOYY : 1401BRIL1344H (R —HRUK (#k) &)

@ ARVADBSAAYT T ERERSE . Ny TIVERBEOLET,

(@ The adhesive should be applied to the back shell by two threads around the circumference.
To prevent loosing, the adhesive should be applied to the back shell.
@® Recommended adhesive: 1401B or 1344H (Three Bond Co., Ltd.)

(2 Rotate the BS coupling of the connector, and temporarily tighten the back shell.

tloyo(&@21lIZZMm) FToTIiwHiz)L
NI TIL Adhesive A Angle back shell
Back shell (To be coated to 2 threads  [hgert hlOovyEm@E2LIZE#)
of the circumference) Adhesive
?Iﬁlrt \j (To be coated to 2 threads of the
nse — ‘7 circumference)
— f—
1) SAEhvTILY
Temporary tightening Back shell coupling R
BSAAYIT) Y
1) Back shell coupling
Temporary
— tightening
/“‘773/1)11/ SRAvTILT
Back shell Back shell coupling \\ k
[N

X RFEODR. TS5T I OMIMENY I T ILOMMNIEEDLIICEHLETTELY,
(fFH DR, BSAOYT) VT MNEUDERIZ. Ny T LEFEIRDEM D
FFEYVRAADHERTEET )

2% When tightening temporarily, match the concavity and convexity of the plug shell with those
of the back shell.

(You can confirm the correct connection of concavity and convexity waving lightly back shell
just before inserting to BS coupling.)

BSAHAYITILT J35vx VACI/ V%
Back shell L : L

OK

NG

755 )L MIMER NS T )LMMER
Plug shell concavity and  Back shell concavity and
convexity convexity
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[RRL—k/3y5< )L | |Straight back shell

@ ARDBRIZARL =M\ I T L ERFEDHLET,

@ FIRZEICANL—F\Y O )LD 2EEEEELET .
@ A RINFENVIO T BAYT) T IZEHETEYMLET,
@ Tt RINF TR =AY IS T IUIZNNY OO T )LBAYTY T EEED S TET,

T (TRILY:4~5N"m

AR D—DFERNF ALY HRIC2EBEEHLETTEL,
BYSN TGS, #OHTITITRREY TIETITAOTTELY,
(@ Straight back shell is temporarily tightened in the connector.
@ Fix the 2 surface width of the straight back shell on the tightening guide.
) Set the back shell wrench on the back shell coupling.
@ With the wrench, tighten the back shell coupling to the straight back shell.

Recommended tightening torque: 4~5N-m

Note: When setting the work to the wrench, adjust it to the 2 surface width.

To remove, take the reverse steps.

o)L BSEAYIYLY
Back shell Back shell coupling

NI )VETE b S
Fix the back shell {19)\
fEfT RS

MLOLUTF

NI T )VEE
Fix the back shell

Tightening w%@
XN\ O VEIERSETE

Reference dimension for fixing the back shell

Torque wrench 150\ >z )L2MEIg)
(Back shell 2 surface width)
8

RE:10

X HERE #E(T2E (357J-50494T)
¢ Recommendation: Tightening guide

O AT R . BSAAYT U J AR (R/3F) (357J—51333T)

Ewk(357J—51344T)

FLSL > F (CLION x 8D-MH: R B &L/EFRSY)
KHELE {2 E (357J—50494T)
@ Jig/tool Used: Back shell wrench (357J-51333T)

Bit (357J-51344T)

Torque wrench (CL10ON X 8D-MH), Tonichi Mfg.)

% Recommended tightening guide: (357d—50494'|")
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IV PEI Angle back shell
D WEZEBICTUT LAY )LD2ERZEELET .
@ NI IEFRINFTENYOD)LRDY TV D 2EEICEHhETEYNET,
@ FEFRINFTTINYIVTIIVBAY TV G ET T ILINY IO T ILIZEHFITET,
R FRILY :4~5N"m

I
=1
1L -

D —0% RINFAEINT BHRIC2EBRESHETTELY,
BRYSNTIHZE(E. O T TREFETIETITESTTEL,

(@ Angle back shell is temporarily tightened in the connector.

@ Fix the 2 surface width of the angle back shell on the tightening guide.

(@ Set the back shell wrench on the back shell coupling.

@ With the wrench, tighten the back shell coupling to the angle back shell.
Recommended tightening torque: 4~5N+ m

Note: When setting the work to the wrench, adjust it to the 2 surface width.
To remove, take the reverse steps. R -
NI T LETE
BOFTHTS Fix the back shell
Tighten
tybd D B
i ~ Set (x/ >]@ i
\ © (
O O . , ;
e A |
ToTILNvoo )L s s >
o NI )VEAYT Y e
it R/ e ;7 e fp“ n’g 2T pupnsvsLTL
Tightening wrench Angle back shell

—_— 'UhT S
Set
7‘ [ 1 >

KILOL2F Torque wrench \

15 (/\yoSx)L2@EE)

(Back shell 2 surface width)

X HESE  FET 2 A (357J-53402T)

X Recommendation: Tightening guide (357J-53402T)

¥
=1
LT -

Note:

NIV IVDBEEEZDEEIETSTITILENYIT T LOMOD
NAEHOEMNBEZEATAHAEEZEATTIL,

To change the angle of the back shell, do it by changing the engaging position of the
concavity and convexity of the plug shell and the back shell.

#EATE BSAAYTU T fHER (R/3F) (357J-51333T)
Ewhk (357J-51344T)
L MJLAL > F (CL1ON X 8D-MH : B8 H & {E T &)
XHESE {5 (357J-52658T)
Jig/tool Used:Back shell wrench (357J-51333T)
Bit (357J-51344T) J
L Torque wrench (CL10N X 8D-MH), Tonichi Mfg.)
¢ Recommended tightening guide: (357J-52658T)
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3-8. Tw ¥, r—=JINISTHA
Bushing, cable clamp insert
NI IZTVooT, =T WIS TH#EALET,
B A—IMNIT0TOMENYITTIILOMELAEHE THEALTEELY,
Insert bushing, the cable clamp to the back shell.
Note: Match the concavity and convexity of the back shell with cable clamp.

Ty
Bushing

r—2INHo507
Cable Clamp

=)
Cable

NI T

Back shell

To g

Bushing
=IN35 7
Cable Clamp

r—JI
Cable

ASZr % 31V
Angle back shell

FEE: vl AR, TN EOREEEN T v T KYBEAIZLE-TLNS
CEEREFRELTTELY,

Note: Bushing After insertion, the end position of the cable jacket is the back side
of the bushing make sure that.
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3-9. 95 T Fub T Tightening clamp nut
[REL—b\v o2z | Iﬁ'aight back shell |
@ ARL—b\Y I T UIZOZ0 TFIREREOHLET
X BHBFIEDE, ANL—F\YI T )LIZRLOYvIEE LT HEEHELET,
@ HERQLOYY 1401BXIL1344H (R —RUK (#k) 8)
Q WAZERICAL—b\y oL )LD 2EREEELET
@ HEft RIRF TR — NV IS T ILIZHS U Ty EiEDFITET,
HERHFEFITRILY :4~5N-m
AR D—DFARNF AN HRIZ2EBEEHLETTEL,
BRYNTIHZEE. fOFFITITIEEFE TIETITHE>TTELY,
(@ Clamp nut is temporarily tightened in the straight backing shell.
3¢ The adhesive should be applied to the straight back shell.
@ Recommended adhesive: 1401B or 1344H (Three Bond Co., Ltd.)
@ Fix the 2 surface width of the straight back shell on the tightening guide.
) With the wrench, tighten the clamp nut on the straight back shell.
Recommended tightening torque: 4~5N-m
Note: When setting the work to the wrench, adjust it to the 2 surface width.
To remove, take the reverse steps.

Ny LEE

Fix the back shell _ o

27+ vk

NI T LEE
ix the back shell

7
|
=7

Z |
19 tyhd 3 A/ 1V
Set — Back shell

X\ T )VEEESETiE
Reference dimension for fixing the back shell

| 15 \yo2x)L2@EE)
(Back shell 2 surface width)

T

/1 :

T RN
Tightening = .
wrench MLOLUTF *EJ;. 10
Board thickness
Torque wrench -
X HESR (T2 A (357J-50494T)
ﬁ".ﬁ_ﬁ&)ﬁ'(‘}‘é Recommendation: Tightening guide
Tighten (357J-50494T)

m

@ HRATE

1

ST HyMEF B E(R /) (357J—51334T)
Ewk(357J—51345T)
L FJLZL2F (CL10N X 8D-MH : 3 H & 4 iy #
XHERR (2B (357J—50494T)
@ Jig/tool Used:Clamp nut wrench (357J-51334T)
Bit (357J-51345T) ]
L Torque wrench (CL10ON X 8D-MH), Tonichi Mfg.)
% Recommended tightening guide: (357J-50494T)
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I PEI !Angle back shell |
D TUT NI TIVZOZo T FIRERFBEHLET,
X BAHFIEDE. T ILN\voo)LIchCOvIEEnmTHELHELET,
@ HERLOYY 1401BXIL1344H (R —RUK (¥k) 8)

@ FHBBICFUTILNAVISTILO2EIEEEELET,

Q@ #FRNFEHSUTF YD 2EEEEHETEYNET,

@ FFRINFTTOSUTFINET T VNI T ILIZEEDFTET,
HESRRFATTRILY :4~5EN"m

AR D—0EANFTAYMN SRIC2EBESHETTRELY,

BYNTIEZEE. FOFFITITIEEFE TIETITHE>TTELY,

(@ Clamp nut is temporarily tightened in the angle backing shell.

3¢ The adhesive should be applied to the angle back shell.

@ Recommended adhesive: 1401B or 1344H (Three Bond Co., Ltd.)

@ Fix the 2 surface width of the angle back shell on the tightening guide.

Q) Set the tightening wrench of the clamp nut.

@ With the wrench, tighten the clamp nut on the angle back shell.
Recommended tightening torque: 4~5N-m

Note: When setting the work to the wrench, adjust it to the 2 surface width.

To remove, take the reverse steps. s . . .
XHER ROV EMER2LICER)

X Recommendation Adhesive
7_‘/7“)1//&“%7’/1)1/@%

(To be coated to 2 threads of the circumference)
Fix the angle back shell

FILOL >F Torque wrench TS ILINYES T

B Angle back shell
s —. =
S 95T+ vk
Clamp nut
. Set
T R8T
Tightening . .
wrench ToT Ny )LEE
Fix the angle back shell
uia] B KNIV WEEESETiE
Set Reference dimension for fixing the
H © all
of o |:> back shally (,\w o 1 L2mIR)

(Back shell 2 surface
width)

@ HEL

Tighten
g
1T

X HESR (T2 A (357J-52658T)
Recommendation: Tightening guide (357J-52658T)

O AT R 20T FyMETAR(R/$F)(357J—513347T)
Ewk(357J—51345T)
~LZL > F (CL10ON X 8D-MH : 38 H S/ Ffr
XHESR (2B (357J—52658T)
@ Jig/tool Used:Clamp nut wrench (357J-51334T)
Bit (357J-51345T) gl
Torque wrench (CL10N X 8D—-MH), Tonichi Mfg,
% Recommended tightening guide: (357J-52658T)
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X HFaARIFTREDEIE
3 Mating to connector
@ FS7aARVBELETRINARIADVI—DEAM X —EEDHEET,

(1) Set the * mark of each other’ s connectors.

@ 737‘:*790)#—(&“%[5)tbt?"'&'@)b:*@’;‘l@#—(lﬁ‘&ﬂ)bfél,\i’G\
EAZVNRLT, hyT Yo T 2RESEHRASEET.

(@ Each other’ s key (concavity and convexity) are fit in. Rotate the coupling, take care not to tilt.

LET2oaxo8%—(0E) F55ars425—(ME)

Receptacle connector key Plug connector key(Concavity)

DFEICITRIFT S

(DKeep it straight

4mm——

OFEICIRET S []

(DKeep it straight %}:

@Elgzst [
BmESES
(@Rotate the coupling

[limmasmmmn.allll

IIRENEEEEEEN

NN
EINENNNEEEE 4

(DRotate the coupling
¥ ARVARMYNLDOIRIE, TS AR020HyT I T KO A RIZEERSE .

2% To remove, rotate the coupling and pull out to straight.

Y 2 YOO s
EIiycy
Rotate the coupling

DhyFTIL T %
ElER St
Rotate the coupling

Fo9<IC @%FE->9<Iz
5| EF#R< 5| EFR<
Pull out to straight Pull out to straight

hyFyoy

. hvFIyg
Coupling

Coupling



