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Terminal for EV Charge Vehicle Inlet System
T B BV 2 7 A R R G B
Iltem Picture Description P/N
X 12mm DC terminal
. 2361915-1
1 \ For 70mm2
> . 12mm DC replaceable sleeve
2400467-1
2 ‘/71,/ For 70mm2
-
A\ : 12mm DC terminal
3 V For 5omm? 2361915-3
A 6mm PE terminal
4 Q/ For 25mm2 23901851
- " 6mm PE replaceable sleeve
° \/""‘/ For 25mm2 24004672
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GENERAL /452
This specification contains the guidelines for the application of close barrel Terminal for EV Charge Vehicle Inlet
System.

AHUEISR T P B 25 7 4 R BTS8P R

The contacts are listed by their use, the wire size ranges and the crimping data in section 3.
i AR R R R AR SR AT 58 =30 7)

REFERENCE DOCUMENT /&% 3 {4

2.1 Customer Drawingf f' ¥l

This application specification is based on the latest valid customer drawings. The dimension and materials of the
contacts are shown in the TE customer drawings.

ARNEEE T DA N A 20 7 AR oA S 1O RO ATIE T AP RET TE 1% 7 B g X

C-2361915 (12mm DC terminal)

C-2400467 (12mm DC terminal)
C-2390185 (6mm PE terminal)

2.2 Product Specificatiofif i Fi i

Please see the Product Specification of GB charging inlet according to customer and terminal P/N.
HRA 2 2 S AS o RS, TE S AH LI 78 B4 AR S B 7 i R

APPLICATION TOOLS/M A T.E
To produce a correct wire crimp, as validated by TE with the wires listed in this specification, following application

tools are required.
N T IERREEAT 4%, L AUE R T s i gl TE Bk (2 ki T A

HEIGHT STRIP
TERMINAL | WIRE SIZE
(Ch1) SHAPE LENGTH APPLICATOR TERMINATOR
P/N [mm?]
[mm] [mm]
2361915-1 70 10.55%£0.15 w 18.25£ 0.5 2396876-1 HF20 or HV20
2400467-1 70 10.55+0.15 W 18.25+ 0.5 2396876-1 HF20 or HV20
2361915-3 50 8.70+0.15 w 18.25+ 0.5 2396881-1 HF20 or HV20
2390185-1 25 6.1+ 0.1 W 16.0£0.5 2371952-4 HF20 or HV20
2400467-2 25 6.1+ 0.1 W 16.0£0.5 2396877-1 HF20 or HV20
Table 1/3 1

Crimp Die Sets are subject to wear and their condition and quality have to be monitored. Suspect and/or
worn Die Sets have not to be used for the production of these crimps. Die Sets are available as spare parts.
IR R AR th 2 B0, FOIRES RN BT B4 . A7 I AP B B 40 (R BN BB T IR 67 . A8 WT DA

B
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WIRES/ £k
4.1 Assessment of thveired 55 fr) ¥ &
To ensure the required electrical crimp contact stability with stable crimp resistance a permissible maximum storage

period of 8 months for unprocessed cable (referring to cable manufacturer production date) has to be respected.
N T ARUERR E I 4 FUBE SR BRAF RAF I defil, RIRRER MG HIRE 8 M AW (H A ).

4.2 Wire selectiori# £k 1)1 %

Terminal Conductor o Wire
i Wire Size Standard Identification )
P/N Material e g S Supplier
il =] o o] £ /fI 25 RS v o
RS | LSRR LA
FHLR2GCB2G
2361915-1 Cu ETP1 70mm? LV216 Coroplast
70 mm2/0.21 T180 0.6/0.9 kV
FHLR2GCB2G
2400467-1 Cu ETP1 70mm? LV216 Coroplast
70 mm2/0.21 T180 0.6/0.9 kV
2361915-3 Cu ETP1 50mm? LV216 FLR2GCB2G 50 mm?/ 0,21 Coroplast
2390185-1 Cu ETP1 25mm? LvV216 Xinhongye FLRY-B 25mm2 Xinhongye
QB-E-SIR 600V/900V(% A
2400467-2 Cu ETP1 25mm? LV216 FORCE
FHLR2G)
Table 2(% 2)
The contact system s released for the application with wires specified table2, The released

contact-wire-combinations and crimp parameters are given in table 1.

23T RGBT ks 2 BTSN S, g 1 B T ERRATHIILE R T ML LSS

Other wires require the validation and approval of the TE engineering department. The wires are applied as single
wire terminations.

FEHHEAMSLZ G, UL TE TEFIMRIEMFEZ. XML REHTROKNEELE .
4.3 Wire preparatio# 1)1 %

The cable has to be cut accurately with a 90 deg. angle.
FLRMEDIYIO S AT M E R 90° .

The cable insulation must be stripped before crimping. The stripping length of the outer insulation and shield is
defined in the following Assembly Steps. The insulation must be cut accurately and pulled off from the conductor.
Offcut of insulation must not remain on the conductor. Single strands may not be damaged, fanned out, cut or pulled
out. Furthermore the operator should avoid touching the bare single strands and the strands shall not be twisted. All
single strands need to be caught in the crimp and not a single stand must remain outside the crimp.
FERNEGRAREIRZ AT R, B5ZMBERUZE IR KL T AP R E o B2 VIR ZIET,
SRJE TR R AR B AE TR Lo SERABEBUR, Shst, WIRARLH o 7R3 T R h 20 S e il 2k, 64y
TG E . A RSB, DR S AN R 7 R B X 4h .
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- -
Figure 1/F1 1 Single un-shielding core wire/ .5 4k 5 fic 2%
TERMINAL P/N WIRE SIZE DIM A
2390185-1 25mmz2 16.Gt 0.5mm
2400467-2 25mm?2 16.0t 0.5mm
Table 3/% 3

Figure 1. 1/E] 1.1

1.Conductor
Tk

2.Insulator
A=

3.Shielding
Bz

4.0ut sheath
b K

Shielding wire//5 #i; 2%

TERMINAL P/N WIRE SIZE

DIMA

DIM B

DIM C

2361915-1

70mn?

18.25+ 0.5mm

114-160029

2400467-1

70mn?

18.25+ 0.5mm

114-160203

2361915-3

50mm?2

18.25+ 0.5mm

114-160207

Table 3.1#% 3.1

REQUIREMENTSON THE CRIMPED CONTACT WITH W-CRIMP SHAPE (CLOSED BARREL)
W AR S T80 R 3R CBIE R 420

5.1 Conductor positiofit 25028 i1 &

The single strands of the conductor are clamped inside the crimp area. The wire end must be fully inserted into the
crimp area. Insulation must not be inside of the crimping area, see figure 2

JITA R A 2 A S 002 DX PAY 98 o G ) S F0 22 58 Al N 31 B DO, S R AN REHEAT [R5, 5 1 2.

Figure 2/4 2
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5.2 Crimp GeometryE R

The crimp geometry, crimp heights including their corresponding tolerances as well as wire sizes are given in table 1.

JEERRTAR, R 22, AR ER 1 H5E 3.

The crimp height is the key quality feature of a crimp connection. The measurement allows a non-destroying
examination and a continuous process inspection. It is provided for every wire size and contact.

Crimp height may also be measured in a cross section image. The mechanical operated measurement is preferred.
The crimp height is given in table 2.

v FE NS I e b A RS . ERIRE IR SR D, IR VRO R BRI, B S RN R AR A i
o WS WA DOEE BT AT R, RSB R AT B, R 1 Rt T R R .

During the application process the crimp height must be checked. This is valid for each batch and after every change
or switchover of contact reel or wire bundle or applicator respective it's setup or components.

FE SRR e, s v R 6 20U 00 244 45 P AN IRt R e i~ R 24 sy R AL 4 2 A DO s 3 v

The crimp height has to be measured over both extensions in middle of the crimp, figure 3:

2 v PEAAE I 4 P S P A SR B b AT B, Al 8 s

Figure 3/ 3 (Pic exemplarily/s~ 4 &)
5.3 Cross Sectiorl[fi
When creating cross sections the correct grinding layer must be selected. The grinding layer has to be in the middle

of the crimp area , see figure 4.

ARV BB ) A o 25 BTk o TR 7 BB A T IR B Ay v )

Figure 4/ 4 (Pic exemplarilyi~ 1 &)
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5.4 Wire pull-out forces#Z:#k i 71

Measurement of wire pull-out forces from the wire crimp is a supporting manufacturing control.
BN LB R T, AT HIREE .

The pull-out forces must fulfil the requirements according product specification LV215-1
LRI J1 7R L LV215-1 AR E

Wire Size Wire pull-out force
Bt S
25mm? 1900N Min
50mm? 2800N Min
70mm?2 3400N Min
Table 4/5% 4

5.5 Crimp Positiorf /7 &
The TE applicator positions the contacts in the crimping tool at middle position as shown, figure 5 and 6. Correct

position and condition of applicator has to be checked for every production lot.
S RSB AL AL T TE IEHaih B rhia], & — /M-S 1™ i R A S i o 2 75 1 L IE A

=

Figure 5/I& 5 (Pic exemplarily/7~ 151 )
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Figure 6//4 6(Pic exemplarily/7~ 11 )
5.6 Contact ared#fifi[X
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During processing and following processing the contact area may not be damaged or bent.

FERIRE S i1 (KA DA RESRIA BT 25

5.7 Sealing aredf f[x
Processing and following processing the sealing area may not be damaged or bent.

TERIFRES, 7 0% 3 XA e R s &
5.8 Shape and position tolerandBgk fllfi7 & /s 7

Measuring the shape and position deviation is not always necessary, if the contact is obviously straight by eye. In
case a measurement is required, the measurement equipment required at least a 10-time better measuring precision
compared with the requirement tolerances, see figure 7 and 8. Meeting the specific shape and position tolerances
must be ensured before the contact is inserted into the housing. If contacts are bent during the application process
and exceed the specified tolerances these must not be bent back or reworked, but have to be scrapped.

2 EH TR E R, SRR TR B IEA R . R FEEN, SRR SR BR A Z W
10 15,2 %8 7. fE3 ¥ FNIFCHT, HIERITRANAL B LA 22 B0 ARG o U 2R — 6ty 1 AR AL B B AN 2 KA,
XL T ABEE T, DAURE.

Figure 7/ 7 (Pic exemplarily/7~ 45 )

5.9 Measuring equipment and measuring posioiiji% £ Al & il 7. &

As measuring equipment for measuring the crimp height, a digital caliper with a measuring accuracy of 0.01mm is
the minimum requirement. Measurement of crimp height has to be done as follows and always in the middle of the
crimp area across whole crimp, see figure 9 and figure 3.

RS, WTRMERRE 0.01mm BT R Sl R B 1 B B0 T R i P AL &, an F & 8 Fraw:

Figure 8/ 8 (Pic exemplarily/z=#i )
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