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SECTION |
GENERAL INSTRUCTIONS

1-1. This manual contains installation procedures for
10 - AN crimp type coaxial contacts, supplied with the
connectors. The outer barrel of the contact is factory
installed into the connector insert. The inner
components of the contact are packaged separately as a
kit. Older production contacts are installed in the
connector.

1-2. The main differences in installation procedure for
various dash number contacts are:

a. Type of coaxial cable used.
b. Type of crimping tool used.

1-3. Refer to Section Il for installation procedure.
Table 1 lists the cable type and tool numbers for each
contact configuration.

1-4. General information concerning installation of
coaxial contacts.

a. When cutting cables to proper lengths, cut ends
cleanly at right angles to axial plane of cable. Do not
deform cable while making cut.

b. Strip cable sheath and dielectric carefully. Avoid
cutting or nicking braid or conductor strands. Small
diagonal cutting pliers, scissors or a fingernail clipper
may be used for trimming braid.

c. Pretin % of bare conductor end before soldering
to contact. A good grade of rosin-alcohol flux and a
solder bath with 60/40 tin-lead solder at 500°-550°F is
recommended. When working with muiti-strand
conductors, form strands together tightly before
dipping in flux and solder.

CAUTION

Do not hold conductor in solder bath longer
than necessary to thoroughly tin all strands
of wire. Avoid excessive temperatures which
will burn, scorch or swell the dielectric.

d. Pretin contact wire wells with a good grade of
rosin-alcohol flux and €0/40 tin-lead solder. Support
contact vertically in a pin vise. Insert flux and solder
into contact wire well and apply heat to outside of
contact until flux and solder flow into wire well.
Apply flux to wire well before soldering.

e. To solder conductor to contact, dip pretinned
conductor end into rosin-alcohol flux and start it into
wire well. simultaneously applving heat to outside of
well. As the solder liquefies, scat the conductor in the
well. Continuc heating until solder on conductor and in
wire well is completely liquified. Remove heat and hold
contact straight until solder solidifies.

CAUTION

Do not move conductor while solder is
cooling. Movement will result in a weak
solder joint.

If more solder is needed. insert wire solder through
hole in side of wirc well and apply heat. Wipe solder
from outside of wire well before it hardens.

{. If outer sheath of cable is the woven type which
tends to fray casily. slip a onc inch length of tight
fitting vinyl tubing onto cable ahead of contact
attaching parts. After soldering is completed und
attaching parts are instalied, slide vinyl slecve along
cable until it fits snugly against contact assembly.
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SECTION Il

INSTALLATION INSTRUCTIONS

NOTE

See Section 1. paragraph 1-4, for general information concerning cutting, stripping. and soldering of
cable. Refer to Table 1 for cable type and tool numbers for cach contact configuration. Sce Figure
2.1 for contact part identification. Refer to Figure 1.2 for contact assembly steps.

5.1. Slide the compression nut and outer sleceve onto
the coaxial cable.

RETAINING WASHER  CONTACT SLEEVE
SLEEVE

NUT-  OUTER  BACK SOCKET * \
RING INSULATOR INSULATOR ‘ |
J— \
3 B
Figure 2-1. Contact Part
Identification
NOTE

Sometimes the nut and sleeve will not fit
over the cable. 1f so. strip the outer sheath
prior to sliding the nut and sleeve onto the
cable.

2.2, Remove length (A7 dimension, Table 1) of cable
outer sheath from end of cable. Use hot wire stripping
to dvoid cutting or nicking of outer conductor (braid).

2.3. Push thc outer conductor (braid) back on cable
enough to allow the inner retaining sleeve 10 be
inserted over the diclectric and underneath the braid.
Position inner retaining sleeve as far back as possible
under the braid.

Figure 2-2. Assembly Stage

*Gee Tablce One

2.4, Smooth the outer conductor down over the inner
sleeve. Cut the outer conductor off approximately
fush with end of the inner sleeve.

NOTE

When working with multiple  braid

conductor, cut conductor off (paragraph

2.4) before attempting to slide inner NOTE

retaining sleeve under the braid. Make an

expander tool as shown in Figure 2-3. Outer conductor may be marked at cutting

Expand the braid enough to allow the point and then inner sleeve mounted under
retaining sleeve to slide under the braid. point of cut to protect diclectric.

L-746-2




2.5. Slide the outer sleeve forward on the cable over
the outer conductor. Butt tie rear edge of the siceve
against the cable outer sheath. Crimp the outer
conductor between the inner and outer sleeves, using

the recommended crimping tool from Table 1.

NOTE

Approximately 1/16 inch clearance is
recommended between outer sleeve flange
and crimping die to prevent damage to parts.

2-6. Strip the dielectric (cable core) from the inner
conductor in front of the slceve flange to the “B”

dimension in Table 1.

CAUTION

Do not cut or nick the inner conductor.
Hot wire strip to avoid cutting or nicking
inner conductor.

2.7, Place the flat washer on the cable over the
diclectric and shde back against the flange of the outer
sleeve. Place the buack insulator on the cable. largest
I.D. first. and butt against the front of the thit washer.

2.8 Cut the center conductor off to the “C”
dimension in Table 1 from the back insulator.

2.9, Usc a 47% watt soldering iron. Solder the center
contact to the center conductor. The contact must butt
against the face of the back insulator. Clean excess
solder and flux from the face of the back insulator und
contact.

2-10. Slide the “O™ ring (or grommct) and front
insulator onto the center contact. They must butt
against the rear insulator. Carefully guide the center
contact and insulator assembly into the outer barrel.
keeping it aligned with the axis of the barrel to prevent
any binding action.

2-11. Slhide the hex nut down the cable and tighten
into position using an applicable size open end wrench
(See Table 1). Do not allow the cable to twist as nut is
tightened to the outer barrel.

h————n———b‘—r——s

L3R
i —
v j_i_ f L

T * 0.010 G

F 3.000 i
CABLE A B C D E F G
RG NO DIA DIA DIA
9 1.062 0.062 0.312 0.297 0.350 19 2250
.55 0.141 0.125 0.170
71 0.171 0.156 0.200
-115 0.281 0.266 0.320
142 0.141 0.125 0.170
214 0.312 0.297 0.350 * *
.233 t * 0.141 0.125 0.170

Figure 2-3. Expander Tool Plan
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SECTION !

INSTALLATION INSTRUCTIONS (SPECIAL)

See Scction 1, paragraph 1-4. for general information conecrning cutting, stnpping. and soldering of
the cable. Refer to Table | for cable type and tool numbers for cach contact configuration. Sce

Figure 2-1 for contact part identification. Ret

3.1. Remove length (A" Dimension, Tablc 1) of cable
outer sheath from end of cablc. Hot wirc stripping 1
recommended to avoid cutting or picking of outer
conductor (braid).

3-2. Slidc the outer retaining sleeve over the braid until
it butts against the cable outer sheath. Cut the braid off
flush with the end of the outer sleeve. Slide the outer
sleeve back over the outer sheath.

3-3. Push the outer conductor back on the cable
enough to allow the inner rctaining sleeve 10 be
inserted over the dielectric and underneath the braid.
Make sure the hex nutisin place on the inner retaining

10

er to Figure 2-2 for contact asscmbly steps.

siceve and position the sleeve as far back as possible
under the braid.

NOTE

When  working  with multiplc  braid
conductors, fabricate an expander tool us
shown in Figure 2-3 and usc to cxpand braid
enough to allow the retaining sleeve to shide
under the braids.

3.4. Complete asscmbly of contact/fcable by following

the asscimbly procedures called out in paragraphs 25
through 2-11 in Section 11.
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