F

REVISIONS

SYM. DESCRIPTION DATE | APPROVED
2 e DRANN ~ ALEED SHEETS 25¢ 2 swrev |
- o - - C:R
‘ 7 RELSTY EOO 296G 29674

372 | Aoy SHT 23 2-1%-930  geo 23T sl 90| 274
33| EEVISE SHEET /2 o BECOD  |\BIYHU| B

3‘4} ﬁemwe {?“3;#’@ Sbgdif_@ ﬁﬁ[’f ELH Y6 oo/ %‘?j&’g@?ﬁv{

rson, to anyane for any puspose is not to be regarded by
ting rights or pertnitting such holder or any other person
n, patentad or oiherwise, that rmay in any way be related |

no Do
by any other pe

henol Gorporation. The furnishing of these drawings, specifications, or
jicensing, gran

fications of other ata.

d
AMPHENOL NORTH AMERICA, DANBD.RY, CONN.

ns, or other data ('1} are, and remain the properﬁiy of Amphenol Corpcra'z'lon

nd {3) are confidentiai and are not 1o be disclosed to any parson other than

atiol
1 a

jven by Amp!
rporation. or

&

impiication or otharwise as in any manher

facture, use or sell any product, process or desi

hom they afre
to or disglosed by siag drawings, speci

must be returned upon reques:
other data by Amphenol

NOTE—These draw{ngs. specific

those to w
to manu

()

NAME DATE | | AMPHENOL

- Danbury, Conne(;ticut

PREP.
BY IR VORI k. . _ _
[CHK : SPECIFICATION TITLE !

BY

-Eﬁ%d- ARSEMRLY PROCETORES FOW

EF;V TYPL SMB COMMEBECTO™S,

DATE

1SSUED 4 -

T UNLESS OTHERWISE SPECIFIED |CODE IDENT. | SPECIFICATION No. ISSUE
DIMENSIONS ARE IN INCHES: :
AND TOLERANCES ARE: A9 -50) \4 }3

FRAClTiONS DECIMALS ANGLES

e ¥ 008 *1° [scaLk: NONE SHEET § CONT.ON 2




et

ST i A

ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR
NO, 201113

S D0t-113 COMPLETE ASSEMBLY

476
.OBD 3= |—<—‘
STRIPPING DIM'S SHOWN
FOR REF. ONLY

(PLUG) TOOLS REQ'D: KIT NO-201-2500.
o - TRIM CABLE SQUARE, DEBURR AND CLEAN
b) COPPER JACKET 5/8 MIN.
USING TOOL SO01-A. AND RAZOR BLADE,
SCORE COPPER JACKET UNTIL BLADE
. M 1 | BOTTOMS IN TOOL. RETRACT CABLE TO
Qe 1 SCORE LINE, APPLY LIGHT BENDING
ALTERNATELY UNTIL COPPER JACKET
SEPARATES AT SCORE LINE AND REMOVE.
SOLDER

- PLACE PLUG ASREMBLY ONER CABLE,

SHOULDER OF PODY. SOLDER AS SHOWMN.

CQPPER JACKET MUST BOTTOM ON

CAUTION-BEFORE TRIMMING DIELECTRICT 77

- ASSEMBLY "MUST BE ALLOWED TO.COOLT ..

SUIDE COUPLING NUT BALK AGAINST
SOLDERING FLANGE. CUT DIELECTRIC
SQUARE "AND ASCLOSE TO BODY. AS ..

 POSSIBLE AND REMOVE. DO NOT NICK ™~
CENTER CONDUCTOR. FILE BLUNT END
" OF CENTER CONDUCTOR TO A S0° CONE.

- A
: e

Spec. No. 349-50114
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OR SOLDER -ype SMA CONNECTORS
=105, - 106, - 14 & -157 $-37G. « 82-28

- < FEMALE CONTACT ¥ .
SOLBER NUT T ore "‘!—&F:T‘ 176
[ = ” - - :
N L =
GASKeTM L __

STRIPPING DIM'S sHown
FOR RER, DNLY

TOOLS REUD: KIT No. 301+ 2500

CONTACT

TRIM CABLE squars. DEBURR £ aiean
COPPER JACKET 5/8 MIN,

USENG TooL DOI—A AND RAZOR BLADE,
SCORE COPPER SACKET UNTIL BLADE BOTTOMG
'N Toou, RETRACT CABLE To SCORE LiNE .
APBLY LigHT BENDING FORCE ALTERNATELY
WNST VL CoPPER SACKET SEPAR ATE g AT
ACokg LINE AND REMOVE

LY

= BEAPDRED

DIELECTRIC
PLACE SOLDER NUT over CABLE; COPPER

o | CJACKET Mu 1 ON QHOULDER. OF
SQLDER NUT, LDeRE AR JHOWN,

| EYPOSED CENTER CONDUCTO®

/ SOLDER cCenvTagr CONTACT 70 camie.
- oo A CENTER. CONTACT MUST SEAT SQUARE |
i . nlhe ASAINYT Dl&LE&TQ‘iQ. AVOID EXCESSIVE MEAT

' WHIC M MAY DISTOR‘T EEEL'EQTRlC.

Ol AND CLEAN | & |
INSTAaLL

THREAD CONNECTOR ASSEMBLY onTo
PREPARED CABLE ASSEMBLY. TIGHTEN
o5 ~z2n IN/LBS, TORG Us

]

Spec. No. 349-50114
- - -
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ASSEMBLY PROCEDURE FOR FIELD SERVICEABLE SMA CONNECTORS
NOS: B0I-107 & 201-108

=

FEMALE CONTACT

CLAMP NUT
\,‘ ASSY. REEE=—H

{ | Jack —*]
\ Q% PLUG —y]
SASKET —) '

MALE CQNTACTE :

i
—
oy
o —
1

STRIPPING DHM's SHOWN
 FOR REE. ONLY

TOOLS REQ'D:

T KITUNGLS 90152500.

CTRIM CABLE SQUARE, DEBURR € CLEAN

COPPER JACKET 5/8 MIN.

S

USING TOOL 901-A AND RAZOR BLADE,
SCORE COPPER JACKET UNTIL BLADE BOTTOMS
N TOOL. RETRALT CABLE YO SCORE LINE,
APPLY LIGHT BENDING FORCE ALTERMNATELY
UNTIL. COPPER JACKET SEPARATED &T
SCORE LINE AND REMOVE,

EXPOSED

DIRLEC RiC~

USTNG DIELECTRIC TRIM TOOL 301~
AND RAZOR BLADE, REMOVE EXPOSED
DIELECTRIC, CUT MUST BE SQUARE,

DO NOT NIOK CENTER SONDUCTOR,

BEAPCSED CENTER C

ONDUCTOR

=T

SOLDER CENTER CONTACT TO CABLE,
CENTER CONTACT MUST SEAT SQUARE
AGAINST DIELECTRIC. AVOID EXCERSIVE
HEAT WHICH MAY DISTORT DIELBCTRI\C,

REMONE DIZLECTRIC TRIM TOOL. AND CLEAN
ALL SURFACEDS THOROUGHLY,

COPPER JACKET OF CABLE.

SLIDE CLAMP NUT AND GASKET QVER

=

et

INSERY PREPARED CABLE TERMINATION INTO

CONNECTOR BODY., MAKE SURE COPPER JACKET

CF CABLE SEATS PROPERLY AGAINST TE

CONNECTOR BODY SHOULDER., TIGRTEN MUTTO

15-20 1N/LB‘S TORQUE, WRILE HOLDING BODY

STATIONWARY, '
Spec. No. 349-50114
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ASSEMBLY PROCEDURE FOR FIELD SERVICEABLE SMA CONNECTOR
NO. @01 =11} 2] — . 17G&
CLAMP NUT O8R5 — !Ls-r&
\A%S"Y. -

: PLUG }) __]L,__-—_x

) STRIPPING DIM'S SHOWN
FOR REF ONLY

S ey

L TOOLS REQ/D.
GASKET . _ KIT NO. S01-2500

He - — TRIM CABLE SQUARE. DEBURR & CLEAN A
COPPER JACKET 5/8 MIN, -

SCORE COPPER JACKET UNTIL BLADE BOTTOMS
/N TOOL. RETRACT CABLE 70 SCORE LINE,
— - S — —|—— | APPLY LIGHT BENDING FORCE ALTERNATELY

DNTIL COPPER JACKET SEPARATES AT
SCORE LINE AND REMOYE,

@ USING TGOL ©0I1-A  AND RAZOR BLADE,

EXPOSED DIELELTRIC—

USING DIBLEGTRIC TRIM TOQL 201-C
— 5 - <t 7T CAND RAZOR BLADE. REMOVE EXFOSED
Sa— DIELECTRIC. CUT MUST BE DQULARE
DO RNOT NICK CENTER CONDUCTOR.

QRO MIN
Y
— /0 FILE BLUNT END OF CENTER CONDUCTOR

T =>< 90° | to A 90° CONE. ,
— - T REMOYE DIELECTRIC TRIM TOOL AND CLEAN
i ALL SURFACES THORQUGRHLY.

SLIDE CLAMP NUT AND GASKET OVER
COPPER JACKET OF CABLE.

INSERT PREPAREDT CABLE TERMINATION INTO L
CONNECTGR BODY. WMAKE SURE COPPER JACKET

OF CABLE SEATS PROPERLY AGAINGT !
CONNECTOR BODY SHOULDER. TIGHTEN NUT
TO 15-201N./LB, TORQUE, WHILE ROLDING BODY

STATIONARY.
Sps;c._, No. 349—50114 R
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ASSEMBLY PROCEDURE FOR FIELD SERVICEABLE SMA CONNECTORS

FEMALE CONTACT, [ = TOOLS REQ/D:
CLAMP NUT Tf_ HMH KIT NO. D01-2500
i IR T _ . _
- - I | TOOL NOJ — CONNECTOR
] 301-p | 901-103,-104,-121 &
GASKET = - | S g \ez.
BRAID CLAMP : 961-8 201-257, -257-11 ¢
- MALE CONTACTS bt 257-12.
—bé—g“&'
] il PLACE NUT AND GASKET OVER CABLE AND
65551 CUT JACKET T0 DIMENSION SHOWN,

coMBe OUT BRAID AND FOLD QUT.

R
”
"

}%_

PULL BRAID WIRES FORWARD AND TAPER
TOWARD CENTER CONDUCTOR. PLACE BRAID
CLAMP OVER BRAID AND PUSH BACK AGAINST
CABLE JACKET, FOLD BACK BRAID WIRES, TRIM
AS NECESSARY SO THAT WIRES DO NOT
TOUCH SHOULLDER OF CLAMP

EXPOSED DIELECT R::/

USING DIELECTRIC TRIM TOOL, SEE TABLE
AROVE, AND RAZOR BLADE, REMOVE EXPOSED
DIELECTRIC. CUT MUST BE SQUARE. TO0 NOT
NICK CENTER COMDUCTOR. TIGHTEN NUT
LIGHTLY. DO MOT DAMAGE GASKET.

V.
q!
TEXPOSED CENTER CONDUCTOR
x_ .
a v
wii =it
t_

CENTER CONTACT

SOLDER CENTER CONTACT TO CARL

MUST SEAT SQUARa
AGAINET DIBELECTRIC. ANOID EXCESSIVE
HEAT, WHICH MAY DISTORT DIELECTRIC

£ | [

REMDVE TIELECTRIC TRIM TOOL AND CLEAN
ALL SURFACES THOROUGHLY.

H

TAREAD CONNECTOR ASSEMBLY ONTQ
PREPARED CABLE ASSEMBLY. TIGHRTEN 'TCD

- 20-25 IN/LBS. TORQUE.

.m;--(._up-_;;u,.:.:‘.‘u;@,;;. i

Spec. No. 349-50114
- Sheet § Cont; o
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ASSEMBLY PROCEDURE FOR CRIMP TYPE SMA CONNECTOR
NOS. 90V-101,-102,7109, - 110,-192,-152, 133, —246 £{-Too

B I
rE== i

_ | SEE TABLE BELOW
. ”—m FOR PROPER '
L [l P CRIMPING TOOL.

—L 1]

SLIDE QUTER FERRULE ONTO CABLE AD SHOWWN.
STRIP CABLE JACKET, BRAID AND DIELECTRIC
To DIMENSIONS SHOWN. ALL QUTS ARE TO BE
' liganesecs SHARP AND SQUARE. IMPORTANT: DO NOT
g AR S NICK BRAID, DIELECTRIC OR CENTER
CONDUCTOR WHEN CUTTING. TIN CENTER
CONDUCTOR. AVYOID BACESSIVE HEBAT TG
PREVENT SWELLING OF CARBLE DIELECTRIC,

i

- | FLARE END OF CABLE BRAID SLIGHTLY AS SHOWN |
5 , ST 3 | 7o FACILITATE INSERTION. ONTO INNER FERRULE. |
: IMPORTANT: DO NOT COMB QUT BRAID.

SOLDER ACGESS HOLE = | |
SOLDER CENTER CONTACT TO CABLE. NOTE! |
| fegses _C‘LD CENTER CONDUCTOR SHOULD BE VISIBLE
{ PR | THROUGH SOFT SOLDER ACCESS HOLE N

| CONTALT, PRIOR TO SOLDERING.

INSTALL BODY ONTC CABLE 30 TRHAT FERRULE
PORTION SLIDES UNDER BRAWD AND INSULATOR |
BUTTS FLUSH AGAINST CABLE DIELECTRIC. :

C | T § q 3L\DE OUTER FERRULE OVER BRAID AND UP
B
A

AGAINST BODY., MAKE SURE NOQ SLACK ERISTS
IN BRAID., CRIMP OVER FERRULE WITH TOOL
SPRCIFIED IN TARBLE, KEEPING CABLE
DIELECTRIC BOTTOMED AGAINST INSULATOR.

PART NO. A

C | AMPRENOL HEX CRIME| AMPHENOL| AMPHENOL DI CAvTY |
S0Y-101 ] -152] TEOLS FOR USE WiTH | TOOL NO.| DIE NO. |DESGNAT- | &
i -102! - 1531 . 3 b ) RG;:"/U CARLE oN Lo
1 -103| ~246| 3% | B4 | 64 ——
BT R 55, B8, 141,142, 22% | 227-944 |z227-122}-{ A LE
01192 =2 5 B0 | 227-1224-09
. > 35 | a4 | 33 | 22180 227-944 | A
901-4272 ,-423 | /32| 3/32| 9/64] 174,175,187, 316 | 227422103
20\-200 | /27| 7/¢4| 3/22] = WRI-DA4 |U-1B ] A
WLESTS HEH 5 | 5 | S
; gy o = a2
%x,azz.e'%ja‘ B ohd | 8 Spec. No.| 349-50114

~ SHEET NO.7- CONT, ON SHEET'ND. B~




ASSEMBLY PROCEDURE FOR 0L
FOR NOS. 201-126, 201-127, 20i-151, 90)- 158, S01-193.5 201-195

DER TYPE SMA CONNECTORS

SOLDER NQT =~ FEMALE CONTACT

L omesETS

T

STRIPPING DIM'S SHOWN

%

FOR REF. DNLY

GASKET

“TOOLS REQID: KIT NO. 90i-2500

TRIM CABLE SQUARE, DEBURR £

COPPER JAGCKET 5/8 MIN,

CLEAN

USING ToL DOI-E AND RAZOR. BLADE,
SCORE COPPER JACKET UNTIL BLADE BOTTOMS.
1Y TOOL., RETRACT CABLE TC SCORE LINE,

APPLY LIGHYT BENDING FORCE ALTERNATELY
UNTIL COPPER JACKET SEPARATES AT
SCORE LINE AND REMOVE.

EXPOSED
/DIELECT Ric

- __] S

PLACE SOLDER NUT OVER CABLE, COPPER
JACKET MUST BOTTOM ON QHOULDER. OF
NUT. SOLDER AS SHOWN.

SOLDER

—+H

CAUTION-BEFORE TRIMMING DIELECTRIC,
ASSEMBLY MUST BE ALLOWED TO COOL. °
USING DIELECTRIC TRIM TOOL SOI-F

AND RAZOR BLADE, REMOVE EAPOSED
CIELECTRIC, CUT MUST BE SQUARE.

EXPOSED CENTER CONTUCTOR -

R i

DO NOT NICK CENTER CONDUCTOR.

SCLDER CENTER CONTACT TO CABLE,
CENTER CONTACT MUST SEAT SQUARE
AGRINTT DIBRLECTRIC. AVCID ERCESSINE HEATY
WHRICH MAY DISTORT DIELECTRIC.

REMOVE DIELECTRIC TRIM TooL AND CLEAN | £

ALL SURFACES THOROUGHLY. INSTALL

GASKET AS SHOWN.

THREAD CONNECTOR ASSEWMBLY ONTO
PREPARED CABLE ASSEMBLY. TIGHTEN
TO15 - 25 1N/LBS. TORQUE,

Spec. No. 349-50114

e Co et .- Lo . BT TS S . .
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SHEETS CONT. ON ¢




D RN LUNEIR IEAE,. AN .
TR S PR

[ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR
NO. 901-183 e

085 ==
2 COUPLING

6 Ik

STRIPPING DIM'S SHOWN
- FOR REF. ONLY

vk, em— |

GASKET | o -
NUT TOOLS REQ'D: KIT NO.901-2500.4 =
RETAINING L BoDY T
RING S
¢ — TRIM CABLE SQUARE, DEBURR AND CLEAN |
0~ COPPER JACKET 5/8 MIN.
“USING TOOL S90I-A  AND RAZOR BLADE,
'SCORE COPPER JACKET UNTIL BLADE
C—— o ‘BOTTOMS IN TOOL, RETRACT CABLE TO
b KX SCORE LINE. APPLY LIGHT BENDING
ALTERNATELY UNTIL COPPER JACKET
SEPARATES AT SCORE LINE AND REMOVE.
SOLDER —— SLIDE COUPLING NUT ON CABLE, PLACE
: ~ BODY ON CABLE. COPPER JACKET.
] - | “"MUST BOTTOM ON SHOULDER OF BODY.
| :%— — Mo - | SOLDER AS SHOWN. USE MINIMUM_AMOUNT |
b - e — | OF SOLDER AND CARE TO PREVENT |
d HH SOLDER FLOWING OVER OUT SIDE OF
- BODY,. .~ - o .
| | ~CAUTION — BEFORE TRIMMING DIELECTRIC,| |
- ~O80 MIN—= == | ASSEMBLY MUST BE ALLOWED TO COOL. |

| CUT.DIELECTRIC SQUARE AND AS
~ CLOSE TO BODY AS. POSSIBLE AND
“'REMOVE, DO.NOT NICK CENTER o
. 'CONDUCTOR. FILE BLUNT END OF
CENTER CONDUCTOR TO A 90°
CONE. INSTALL GASKET.

T GASKET —

| | SLIDE NUT OVER BODY AND SNAP
T RETAINING RING [N PLACE.

RETAINING RING | Spec No. 349-5011a SHEET S
TAINING RIN . comlo on 10| ¢

S - Sheet O wewwn




.
5

3
i
i
{
H
4
§

A S5EMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR

SALDER 'NUT

NG, D01 =136

STRIPPING DIM'S. SHOWN
FOR RER ONLY

B
EN

TOOLS REG'D: KIT ND. 201~2500

TRIM CABLE SQUARE DRBURR AMD CLEAN
COPPER. JACKET. 5/8 MIN,

I

&

USING To0OL SQ1-BE AND RAZQR BLADE,

SCORE COPPER JACKET UNTIL BLADE BOTTOMI

IN TOOL. RETRACT CABLE TO SCORE LINE,
APPLY LIGHT BENDING FORCE ALTERNATELY
UNTIL COPPER JACKET SEPARATES AT
SCORE LINE AND REMOVE. -

| EXPOSED
SOLBER ?DIELECTRK
- I

PLACE SOLDER NUT OVER CABLE; COPPER
JACKET MUST BOTTOM OW DHOULLDER OF
SOLDER NUT. SOLDER AS SHOWN.

T ERPOSED. DIELECTRIC

CAUTIDN - BEFORE TRIMMING DIELECTRIC,

ASSEMBLY MUST BE ALLOWED TO COOL.
USING DIELECTRIC TRIM TOOL S0iI-F
AND RAZOR BLADE, REMOVE TXPOSED
DIELECTRIC. CUT MUST BE SQUARE
DO NOT NiICK CENTER CONDUCTOR.

1

REMOVE DIELECTRIC TRIM T0OL AND GLEAN
ALL SURFACES THOROUGHLY. INSTALL
GASKET A5 SHOWN

I’Ji?i‘t'\
+ /

THREAD CONNECTOR ASSEMBLY ONTO
PREPARED CABLE ASSEMBLY. TIGHTEN
TO 15-25 IN./LBS. TORQUE AND "~
_SOLDER CENTER CONDUCTOR ARD CAP
AN PLACE, o s R

SPEC. 342-B0H4 SHEET 10

CRHERT 10 CONMTFDEORT o
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ASSEMBLY PROCEDURE FOR FIELD EER\HC%;ABL_E SMA CONNEC.TORS
NOS. D01-128,~173,-174,-133, -i{29, -~ 220,-281,-283%, ~256,
U FEMALE CONTACT ~-1?.4-!55, ,

CLAMP NUT T / z]J: “J'wﬁ[amw
i ' | " " , PLUG

TOOLS REQD:
KIT NO. 201- 2500

21
=t
. E) - - S CUT JACKET TO DIMENSION SROWN,
, % 05
i
1
L ( |
i _ _ == COMB OUT BRAID AND FOLD OUT.
i i SULL BRAID WIRES FORWARD AND TAPER
i (i - . TOWARD CENTER CONDUCTOR. PLACE CLAMP NUT
(. \ == ASS'Y. OVER BRALD AND PUSH BACK AGAINST
3 L_,(\: =11 1== CABLE JACKET. FOLD BACK BRAID WIRES, TRIM
AS NELESSARY SO THAT WIRES DO NOT

TOUCH SHPOVLDER OF GASKET.

EAPOSED INNER CONDUCTOR T SCREW TRIM TOOL (SEE TABLE BELOW) ONTG
‘! . % CLAMP NUT ASSEMBLY. TIGHTEN MUT
( E= | LIGHTLY. DO NOT DAMAGE GASKET. USING™
0] & - 'RAZOR BLADE, REMOVE. EXPOSED DIELECTRIC,
N | QT MusT ee’ SQUARE. DO NOT NICK CENTER |
% DIELECTRIC, REMOVE CONDULTOR, = ;
O T REMOVE DIELECTRIC TRIM TOOL AND CLEAN
| mall 2 | ALL SURFACES THOROUGHLY, ASSEMBLE
{ Q [l BUSHING ASSEMBLY AND SOLDER CENTER
; (~|-U.L-~—~—*“ CONTACT TO CABLE. g
—] Y] | THREAD CONNECTOR ASSEMBLY OWTO
b~y - - - PREPARED CABLE ASSEMBLY. TIGHTEN TQ |
N (T w1y 1 = N e e e
TooL WO CONNECTOR .
S01-G| 201-128,-173,-174,-129
. 1301-31901-129,-22.0, 246 | P
5 50‘ 6 301-281,-283 ér"?-SG - 1 SPEC. 34%‘50”4 SHEET 1\ g
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i

[

A a1

CLAMP NUT ASS'Y.

AS%EMB\.\( PROCE'DNURE %FC}R FIELD SE.RV\CEABE“ SMA CONNECTORS
0% o}

140,-172 . €, 287, 367,368

§
e CAP OLTION AL
TOOLS REQD:

AT NO. 301-25%00 .

CUT JACKET TO DWAENSION SHOWN.

COMRB QUT BRAID AND FOLD OUT.

PULL BRAID WIRES FORWARD AND TARPER
TOWARD CENTER CONDUCTOR. PLACE CLAMP.NUT
ASSIY. OVER BRAID AND PUSH BACK AGAINST
CABLE JACKET. FOLD BACK BRAID WIRES, TRIM
AS NECESSARY SO THAT WIRES DO NG"" '
TOUCH D[MHOULDER OF GASKET.

USING. DIELECTRIC TRIM TOOL (SEE TABLE: . .
BELOW) AND RAZOR BLADE,REMOVE: EXPOSED
DIELECTRIC. CUT MUST BE SQUARE. DO.NOT.
NICK CENTER CONDUCTOR. TIGHTEN NUT
LIGHTLY. DO NOT DAMAGE GASKET.

REMOVE DIELECTRIC TRIM TOOL AND CLEAN
ALL SLURFACES THROROUGHLY.
oL

TN DREZECT RN FE CENTER conpeeTst|

T IHAFEN SONS SN

—
{ _ =
0 =5
gl i~
R =
(H
SEEFFE w—
) -1, 080
( :J'j{:-g: BEE
H . -é
. N
0 B

THREAD CONNECTOR ASSEMBLY ONTO
PREPARED CABLE ASSEMBLY.T IGRTEN
TO 14~ 16 IN/LBSTTORQUE AND
SOLDER. caNTE.R COND\JCTQR AND
"CAPIN PLACE. L

CONNE_CTOR .
301140, 172 267«?‘3é5
30 Se7 —

S01-5
1'S01-7

AERT

i
£

TOOL. NQ.I

SPEC, 349 -50114-

SHEET 12 CONT.ONI3
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ASSEMBLY PROCEDURE FOR FIELD SERVICEABLE SMA CONNECTOR
NO. ®01-130,901- 369, -370

- CLAMP

-

NUT

~—CAP,

™ TOOLS REQ'D:

|l

GASKET
BrAID CLAMP

=
!

— © KIT NO. D01-2800.

-

[

—B—{’.:a‘-‘-—

AL

RRL3S
ShSY

PLACE NUT AND GASKET OVER CABLE AND
CUT JACKET TO DIMENSION 3IHOWN.

]

N

C

COMB QUT BRAID AND FOLD QUT.

TY (Y3

-fa-

PULL PRAID WIRES FORWARD AND TAPER
TOWARD CENTER CONDUCTOR PLACE BRAID
CLAMP QNER BRAID AND PUSH BACK AGAINST
CABLE JACKET, FoLD BALK BRAID WIRES, TRIM:
AS NECESSARY S0 THAT WIRES Do NOT '
TouCH SHOULDEE oF CLLAMP,

TYFPOSED D\E\.E.C."'\"‘icn/

—
0__

F

USING DIELECTRIC TRIM Toow. 90i-4

AND RAZOR BLADE, REMOVE EXPOSED
DIELECTRIC., CUTMUST 2E SGUARE, DO NOT
NICK CENTER CONDUCTER, TIGHTEN NUT
LIGHTWY, Do NOT DAMAGE GASKET.

g

7B R e
i Izé"i—"]

o

=
¥

REMOVE DIELECTRIC TR Tao, AND CLEAN
ALL SURFALES THOROUAHLY,

THREAD CONNECTOR ASSEMBLY QONTO
PREPARED CABLE ASSEMBLY TIGHTERN TO
/5-/8 IN./LBS. TORQUE AND SOLDER

CENTER COMNDUCTOR AND AP i
PuAaceE,, '

SREC. ._)(34-% -B50114 SHEET \3




~<SEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR

ND. DOV - 142

SALDER WNUT _ 072 T‘—TT‘ NT7e

- ‘ L AF, - STRIBPING DiMS. SHOWN
: FOR REF ONLY
GASKET

TGOLS REQ'D: KIT NO. 20t~ 2500

> »

TeuM CABLE SQUARE DEBURR AND CLEAN
coOPPER JACKET 5/8 MIN.

i

Q USING TooL S01-A  AND RAZOR BLADE,
;&r— SeORE COPPER JACKET UNTIL BLADE BOTTOMS |

IN TO0L. RETRACT CABLE TO SCORE LINE,
APPLY LIGHT BENDING FORCE ALTERNATELY
UNTIL CQPPER JACKET SEPARATES AT
SCORE LINE AND REMOVE. -

ERPOSED

DIELECTRIC '
/ DISLECTR PLACE SOLDER NUT OVER CABLES COPPER

SACKET MUST BOTTOM OW SHOULDER OF
SOLDER NUT. SOLDER A% SHOWN.

EXPOSED DIELECTRIC CAUTION - BEFORE TRIMMING DIELECTRIC,
ASSEMBLY MUST BE ALLOWED TG COOL.
USING DIELECTRIC TRIM TOOL 30i- B

AND RAZOR BLADE, REMOVE EXPOSED
DIELELTRIC. CUY MUST BE SGQUARE

DO NOT NICK CENTER CONDULLCTOR.

— GASKET

REMOVE DIELECTRIC TRIM TOOL AND LLEAN
pLL SURFACED THROROUGHLY. INSTALL
GASKET AS SHOWN

TUREAD CONNECTOR ASSEMBLY ONTO
PREPARED CABLE ASSEMBLY. TIGHTEN
To 15-25 IN./LBS. TORQUE AND
SOLDER CENTER CONDUCTOR AWD CAP
\N PLACE. I




ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR
NO. 901-273 _

:
|

FOR USE WITH .250 CUJAK CABLE

CTRIM CABLE SQUARE. CLEARN

N N COPPER JACKET 5/8 MIN,

N30 mml

| ‘TRIM JACKET AND DIELECTRIC TO
/f;ao DIMENSION SHOWN. CUT MUST BE

(" 1= APPROX SMOOTH AND SRUARE. DO NOT NICK
L -  CENTER CONDUCTOR. POINT CENTER
CONDUCTOR AS SHOWN. REMOVE BURRS, -

| INSERT CABLE. JACKET MUST BUTT
FIRMLY AGAINST . SHOULDER OF

~ WHILE 30LDERING. CF\UT\ON AYOID
OVERHEATING.

| SPEC. 349-50114  SHEET 15 -Gt on |7

—| CONNECTOR. MAINTAIN END PRESSURE |
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ASSEMBLY PROCEDURE FOR CRIMP TYPE SMA CONNECTOR NO. 901-155

INMER FERRULE, CONTACT -
GASKET, CLAMP NUT ASS/Y. ;f %‘ I
- - ~ IR
,] J\'\ SMA JACK

b X —H
HEAT SHRINK L - - -
TUBING - — jJ\
SMA PLUG

OUTER FERRULE

> A I“‘B*‘C l‘“ SLIDE HEAT SHRINK TUBING AND OUTER
— K H — - i | FERRULE ONTO CABLE. STRIP CABLE JACKET, |
O | K== BRAID AND DIELECTRIC TO DIMENSIONS ;

SHOWN., ALL CUTS ARE TO BE SHARP AND
e — —| SQUARE, IMPORTANT: DO NOT NICK BRAID, |
CONNECLT ; : T \ »
SoTes sl BE TS Tt sr] DIELECTRIC OR CENTER CONDUCTOR WHEN

Sor 5 S e D ea S eAlme ey | CUTTING. TIN CENTER CONDUCTOR.

a.gi-iﬁ_.,’é;,, : se7-rzzi=-03 1 AVOID BXIBESSINE HEAT TO PREVERT
A A S e B i Eew] SWELLING OF CABLE DIELECTRIC,
1 ’ Yeride- i - '
4] - T | SHOWN TO FACILITATE INSERTION ONTO
7 [—l .
- e e INNER FERRULE, CONTALT ASSEMBLY.

IMPORTANT. DO NOT COMB OUT BRAID.

INSTALL FERRULE-CONTACT ASS'Y. ONTO CABLE. |
SOLDER CENTER CONTACT TO CABLE. NOTE
CENTER CONDUCTOR SHOULD BE VISIBLE _
THROUGH SOLDER ACCESS HOLE N CONTALT,
PRIOR TO SOLDERING. CABLE MUST BUTT
FIRMLY AGAINST CONTACT WHILE SOLDERING.

u B FLARE END OF CABLE BRAID SUGHTLY AS

- 4 (B SLIDE DUTER FERRULE IN PLACE AND
O CRIMP WITH THOMRAS ¢ BETTS ToOL
- PER ABOYE TABLE

SCREW FERRULE-CONTACT ASSEMBLY INTO
;:h BODY AND TIGHTEN TO 20-25 IN./LBS.
- - - TORQUE. SLIDE HEAT SHRINK TUBING OVER
] FERRULE, UP AGAINST CLAMP NUT AND
APPLY HEAT.

il

SPEC. NO. 343-50114 SHEET NO, 17 CONTD ON 18



x. ‘SMA cowacmaf

"?Assemaw PROCEDU“RE FOR . cmmp W
R R T T

" ) - b ¥ .

_4 o FEMIALE CONTACT _}  SEE TABLE. 5&.&\&;
- FOR YROPER :,; -

cmmz; NG TDDL. | -

MALE CONTAC.T S

3 t—a— 'SLIDE HEAT SHRINK TURING
3P 32 " AND OUTER FERRULE ONTO Ck BLE A‘B SHOW&
6

:.4-I—?-B- ‘ STRIP CABLE JACKET, BRAID At D DIELECTIRIC

LHEAT SHRINK fua_\Ne SMA PLUG

TC DIMENSIONS SHO\NN ALL CU S ARE TO: BE

B B . s SHARP AND SQUARE. IMPORTAY T DO NOT:
O KBS 3 ] NICK BRAID, DIELECTRIC OR CENTER 0 0 |
- e CONDUCTCR- WH’EN CUTTING, TiIN CENTER. .|
CONDUCTOR. AVDID EXCESSIVE MEAT TO
PREVENT SWEL_.Lm& oF MBLE BIEL.ECTRIC.

| FLARE END oF CF\EL‘E BRND suem LY As saawN ;f'

N
A

O] B | 7O FACILITATE INSERTION ONTO INNER FERRULE.

| IMPORTANT: DO NOT COMB OUT BRAID,

SOLDER C ENTER C.ONTACT Tﬂ CABLE "iEE\TE
CENTER CONDUCTOR SHOULD BE \I{SJBLE
THROUGH SOFT SOLDER ACCESS HQLE” A

| CONTALT, PR&OR T0 SQL.DE.R\NG

INSTALL BODY GN‘TD CABL’E SG THAT FERRULE :
PORTION SLIDED UNDER BRAID AND \NSULATGR A
BUTTS FLUSH AGNNST CABLE DIELECTRIC.
1 SLIDE QUTER FERRULE E)VER B_,-Mb AND. UP
1 AGAINST BODY. MAKE SURE NQ SUACK ERSTS §
IN BRAID., SOLDER THRU ACCESS HOLE SO0 f
 THAT BODY, BRAID AND FERRULE ARE
SECURELY ATTACHED. |

SLIDE HEAT SHRINK TUBING UP AGAINST |
. SHOULDER OF BODY AND APPLY 1
MODERATE HEAT. ‘

Spac. No 349-5931{% :
TSHEET NO. 18 CONTINUED" NS
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ASSEMBLY PROCEDURE FOR 3S0OLDER TYPE OMA CONNECTOR

NO. 9301~ 361
I
OUTER F‘ERRUL‘Ey :?\—CAP'
_ - G\H +
N

Zi\EP.T SHRINK TUBING

[[IE\ SMA RIGHT ANGLE PLUG

—T-
i7
_VEZQ—

SLIDE HEAT SHRINK TUBING AND OLTER
FERRULE ONTO CABLE AS SHOWN. STRIP
CABLE JACKET, BRAID AND DIELECTRIC 7O

{ DIMENSIONS SHOWN. ALL CUTS ARE TO BE

SHARP AND SEUARE. IMPORTANT. DO NOT | -

. ' Q LN ‘NICK BRAID, DIELECTRIC OR CENTER
— o~ ] CONDUCTOR WHEN CUTTING. TIN CENTER
' CONDUCTOR. AVOID EXCESSIVE WEAT TO
PREVENT SWELLING OF CABLE DIELECTRIC. |-
T+ — : _FLARE END OF CABLE BRAID SLIGHTLY AS
\ & |- :};f{:ﬁ . SHOWN TO FACILITATE INJERTION ONTO
W INNER FERRULE, IMPORTANT: DO NOT .

coOmMmB QUT BRAILD.

INSTALL BODY ONTO CABLE SO THAT FERRULE{:
SL\DES UNDER BRAID. CENTER CONDUCTOR | |

SHOULD OCCUPY 3LOT IN CENTER CONTACT

"BUT NOT PROTRUDE ABODVE., DIELECTIRIC

SHOULD EXTEND APPROX, 1/64 INTO CAVITY,

“SOLDER CENTER CONDUCTOR TO CONTALT.

SOLDER THRU ACCESS HOLE IN FERRULE
50 THAT 1T |$ SECURELY ATTACHED TO
BRAID AND BODY. SOLDER CAP 70 BODY,

SLIDE HEAT SHRINK TUBING UP AGAINST
SHOULDER OF BODY AND APPLY
MODERATE HEAT.

SPEC. NO. 349 -50114
SHEET NO. 19 CONT/D-ON 20
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ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR
NO. 901-330

U N

-
=

L

NG

, 150

STRIPPING DIM'S SHOWN
FOR REF. ONLY

CASKET |
TOCLS REQ'D: 5_301_-_9,_#?9‘1'__8

R e

NUT
RETAINING [ BCDY
RING
§ 3
—— - TRIM CABLE SQUARE, DERURR AND CLEAN
T COPPER JACKET 5/8 MIN.
L) USING TOOL 901-A AND RAZOR BLADE,
SCORE COPPER JACKET UNTIL BLADE
T B " BOTTOMS IN TOOL. RETRACT CABLE TO
o B SCORE LINE. APPLY LIGHT BENDING
ALTERNATELY UNTIL COPPER JACKET
SEPARATES AT SCTRE LINE AND REMOVE,
USING DIELECTRIC TRIM ToOL 20i-8%
AND RAZOR BLADE, REMOYE EXPOSED
C_ < - DIELECTRIC. CUT MUST BE SQUARE.
O DO NOT NICK CENTER CONDUCTOR.
Ao e
'E" CUT CENTER CONTACT TO LENGTH
_90° .
8_ _ E‘*w:;aox AND Po_@_NT AS 5%?0WN
SOLDER INSERT PREPARED CABLE INTO CONNECTOR

ASSEMBLY. CENTER CONDUCTOR MUST
ENTER SOCKET [N CENTER CONTACT,
PREDDS IN FIRMLY AND J0LDER.

AVOID EXCESSIVE HEAT WRICH MAY DISTORT| -

DIELECTRIC.

Spec No. 349-50114

SHEET 20 .

CONTINUED OWN SHWEET 2}

Sheet 20




ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR
NO. SO1- 350

—12%
— SOLDER RING !

DIMENSIONS AFTER
STRIPPING

201~ 320 LOMPLETE ASSEMBLY -
{PLY &) TOOLS REHD. TOOL NO. ®01-E
FROM AMPRENOL TOOL KIT
N2, 301-2800

— - TRIM CABLE SQUARE, DEBURR AND CLEAN
5 COPPER JACKET 5/8 MIN.
0
i USING TOOL SDI-E AND RAZOR BLADE,
| SCORE COPPER JACKET UNTIL BLADE
G BOTTOMS IN TOOL., RETRACT CABLE TO

I 4 T SCORE LINE., APPLY LIGHT BENDING
ALTERNATELY UNTIL COPPER JACKET
SEPARATES AT SCORE LINE AND REMOVE.

—s -i% I«— TRIM DIELECTRIC EVEN WITH JACKET
_ ), DO NOT NICK CENTER COMDUCTOR. . .1
% = 760° | CUT CENTER CONDUCTOR TO LENGTH
"> | SHOWN AND POINT END AFPROXIMATELY.
20°, |

SLIDE SOLDER RING OVER CABLE.,
INSERT CABLE INTO CONNECTOR.
MAKE SURE CENTER CONDUCTOR 19
STRAIGHT. USE CARE IN PUSHING
CENTER CONDUCTOR INTO SPRING
CONTACT. MAKE SURE JACKET
BOTTOMS IN CONNECTAR. MAINTALN
EMD PRESSURE WHILE SOLDERING.
AVOID EXCESSIVE REAT WHICH
MAY DISTORT DIELECTRIC.

SPEC. NG. 343 -30114

q.ﬁ,x-\\-%—aawzz : SHEET NO. 2} -CONTINUED ON 22




ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR
CNOS. S0V-33D - 340,-342 -408.

H_[_ ___ V—_SMA JACK
I

= I ] TOOLS REQ/D.
EFEMALE e SO1-E FOR .OBS CUJAK CABLE

_SMA PLUG 201-A FOR .141 CUJAK CARLE
. :
l MALE CONTA(;;[‘

TRIM CABLE SQUARE, DEBURR AND CLEAN

FROM TOOL KIT 901-2500.
_“E)' COPPER JACKET 5/8 "MIN.

t
t

BLADE, SCORE COPPER JACKET UNTIL BLADE |
BQTTQME} IN TOOL. RETRACT CABLE TO SCORE

g USING TOOL 301-A OR 9D1-B AND RAZOR

I LINE, APPLY LIGHT BENDING ALTERNATELY

5: ' UNTIL COPPER JACKET SEPARATES AT SCORE
LINE AND REMOVE,

3 CUT DIELECTRIC BACK BYEN WITH

a3z JACKET, DO NOT N\CK CENTER
5 - CONDUCTOR. CUT CENTER CONDUCTOR
‘ _TO DIMENSION SHOWN.

_ CONDUCTOR, USE 0I5 SHIM TO MAINTAIN
& _ T = | SPACE ACCURATELY BETWEEN CON‘TACT
‘ AND JACKET.

- 012> | SOLDER CENTER CONTACT TO CENTER

INSERT CABLE INTO CONNECTOR ASSEMALY
TMAKE SURE JACKET BOTTOMS IN '
CONNECTOR. MAINTAIN END PRESSURE
WHILE SOLDERING. AVOID BEXCESIIE
HEAT WHRICH MAY DISTORT DIELECTRIC.

PEC. NO. 349-50114

L AH. 10-4-T2 | SHEET ND. 22 -CONTON 273 -



FSSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONNECTOR

MDD, BOV-3]30, -381,

;F’** 1*@Jui_|J

S FEMALE CONTALT

-28 &

SMA JACK

TOOLS REQ'D.
SDI-E FOR OB CUJAK CABLE -
301-A FOR .41 CUJAK CABLE

SMA PLUG  coam TooL KiT S01-2500.

TRIM CARLE SQUARE, DEBURR AND L,LEAN
COPPER JACKET 5/8 M.

USING TOOL 201-A OR 201-E AND RAZOR
BLADE, SCORE COPPER JACKET UNTIL BLADE
BQ"'TDW‘@ IN TOOL, RETRACT CABLE TQ SLORE
LINE ., APPLY LIGHT BENDING ALTERNATELY
UNTIL COPPER JACKET SEPARATES AT S‘”DRE
LINE AND REMOVE.

4

_Hg_é_‘_ CUT DIELECTRIC BACK BVEN WITH

' G JACKET, DO NOT NICK CENTER

- | CONDUCTOR. CUT CENTER CONDUCTOR

0 — TO DIMENSION SHOWN.

s , Oéﬁo’ SOLDER CTENTER CONTACT TO CENTER
— [ CONDUCTOR. USE .015 SHIM TO MAINTAIN

SPACE ACCURATELY BETWEEN CONTACT
AND JACKET.

INSERT CABLE INTO CONNECTOR ASSEMBLY
MAKE SURE JACKET BOTTOMS IN
CONNECTOR. MAINTAIN END PRESSURE
WHILE SOLDERING. AVOID EXCESSIVE
HEAT WHICH MAY DISTORT DIELECTRIC.

DuHLURL10-18-T2

SPEC. NO. 349-50114
SHEET NO. 23 -FINAL -




"ASSEMBLY PROCEDURE FOR SOLDER TYPE SMA CONMECTOR
i o 901-9005

SMA JAREK
/"

=

P ﬂT‘”*
FEMALE CONTARCT

MALE CONTALT

TooLS REQ'D.
90)-E FoR .08L RG-405/u CABLE

— SMA PLUG

¢ i ) TRiIM CABLE SQUARE, DEBURR AND CLEAN
0 COPPEE JTACKET % puw,
N USING Teol 9ol-E AND RAZSE BLADE,
. S5CORE CoPPEE TACKET UNTIL BLADE ReTTRMS
"%AE | CIN Tean , RETRACY "CAELE 19 SCARE LiNg.
(4 _ 4 _ L APPLY  LIGHT BENDING ALTERNATELY URNTIL
Q] % | COFPER JALKET SEFARATES AT SCORE LiNE. |
AND REMOVE.
CINE
(132 CUT CENTER CoONTACT To DIMENSION
C - N SHOWM.
Q o
to01 | ' -
w0 SOLDER CENTER CoNTRLT TO CENTER

CONDUCTOR . USE .05 3SHiM To MAINTAIN
- SPACE ACCURATELY BETWEEN CONTACT
CAND DIELECTEIC.

(NSERT CABLE INTO CONNECTOR ASSEMELY

o, .
~Ip "] MAKE GURE JACKET BoTToMS 1M
o - . CONNECTOR, MaINTAIN END PRE£sSURE
U m[}wmﬂ,gj CWHILE  SoLDERING. AVOID EXCESSIVE
S CHEAT whitH MAY DISTORT DIELECTRIC,
SPEC. No. 348- 50114
Rr 9-21-79 SHEET No. 24 - FINAL




CQ0\- 080, RO,

OUTER FERRULE

ASSEMBLY PROCEDURE FOR CRAMPD TYPE. SMA CONNECTOR

0922

|
TN CAP

Z:\EP‘T SHRINK TUBING

SMA RIGHT ANGLE PLUG

B
il

| E |
i
b
A
A
Dy 12

SLIDE HEAT SHRINK TUB\NG P\ND OUTER
FERRULE ONTO CABLE AS SHOWN. STRIP
CABLE JACKET, BRAID AND DIELECTRIC F0°}
DIMENSIONS SHOWN. ALL CUTS ARE TO BE |
SHARP AND SQUARE. IMPORTANT. DO NOY |
NICK BRAID, DIELECTRIC OR CENTER
CONDUCTOR WHEN CUTTING. TIN CENTER.
CONDUCTOR. AVOID EXCESSIVE WEAT TO-

PREVENT SWELLING OF CABLE DYELECTRIC.

FLARE END OF CABLE BRAID SLIGHTLY AS
SHOWN TO FACILITATE INSERTION ONTO.
INNER FERRULE, I:MPD_RTANT } DO NOT
COMB QUT BRAID.. =

INSTALL BODY ONTO € 30 THAT FERRULE :
SLIDES UNDER BRAID. CENTER CONDUCTOR
SHOULD OCCUPY SLOT N CENTER CONTACT
BUT NOT PROTRUDE ABDVE. CRAM® FEEEMN
TONTY TR TER TGO (SEE CHpRT TEEON)

SOLDER CENTER CONDUCTOR TO CONTACT. -

SOULDLER LR TO oWy .
VO WOT UOSTE ERCE SN W RN,

T

SLIDE HEAT SHR{NK. TUB\NG up AGMNS‘F
SHOULDER OF BODY AND APPLY s
- MODERATE HEAT, -

L PARY N§

ATAPRENGOL VEY,  [ATBREeaT ]

SOI-ROSO
1901 - R0
OV - A2

HRG-/u LRk,

RIMP TOOL FOR[TOOL N |[THE

_§g&s A4, \42.7.?.3..
VRO, 195 '

A6 AN, \a:t'_




- ASSEMBLY PROCEDBRE =OR , CRiM |
NO, 901 -R0TY %on-*:% ?:Qﬁ% A, RO RONSL
-SMA JACK T

. OLTER FERRULE—\ —HTTI | | R J
o r..— L - li'”‘u : .
E(z____ . FEMALE CONTACT , -

HEST SHRINK TUBING

Y
-.mrn- SLIDE HEAT sHRtNK TUB&NG

4| AND OUTER FERRULE ONTO CABLE AS MOWR. |
o x STRIP CABLE JACKET, BRAID AND DIBLECTRIC |
10 DIMENSIONS SHOWN. ALL CUTS ARE TO BE |
1

. ] o SHARP AMD SQUARE. IMPORTAY T: DO NOT
RS NICK BRAID, DIELECTRIC,OR CENTER
CONDUCTOR WHEN CUTTING. TIN CENTER

CONDUCTOR. AVYDID EXCESSIVE HEAT TO | B
FREVENT QVR‘.LLE‘“G oF CABLE DltuCTRKC.- 1

— | FLARE END OF cms. BRAID SLIGHTLY A saowN |
S B0 ] 10 FACILITATE INSERTION ONTO INNER FERRULE.
- | WPORTANT: DO NOT COMB OUT BRAID.

L I .

nER CENTER mam m cam.a ﬂcm SR
-en CONDUCTOR SHOULD BE wsimee
OUGH SOFT SOLDER ACCESS HOLE 1N
c:awmc:\‘ mtoa m mm&.ams '

SOLDER ACCESS m

INSTALL BQDY ama CABLE $O THAT samut.t
, PORTION 3LIDEY UNDER BRAID AND {3,505 m
— , . | BUTTS FLUSH AGAINST CABLE DIELECTRIC.

((‘ L { I].T i SLIDE CUTER FERRULE OVEE BRAID AND e
l!) | THIT AGRINST BODY. MARE SURE NO SLACK EXISTS
_ _ Y N BRAID, CRIMT FERROLL WvTw *
i ' PROoTES. (GBamae$ “‘“C:C}L.-

=

I SLIDE HEAT SHRINK TUBING UP AGAINST |
0‘ - - FHHHH | SRAOULDER OF BODY AND AF’PL\( R

MDDERATE HEAT.
B e B TR CHAT S T G e | ATIPHEN O Awwu&.mc\_ | GG - T S
SO OSL OVTLY TG W cemes, [ToOoL ™2 CDVE ; _Se Erat i

=5 52 AL\ 2w 221 - 944
} AW 1o 24
o W LY N A S TR o i b




CASSEMBLY PROCEDURE FOR CRIMP TYPE SMA CONNECTOR
R © NOS. S0\~ B503-2075 .

N

/ { :
- =}l - |
. SEE TABLE BELOW

g — | FOR. PROPER
- CRIMPING TOOL.

o — L

-9/6 .__ri . ’
5ka i : ,l SLIDE OUTER FERRULE ONTO CABLE AS SHOW&.
34 O STRIP CABLE JACKET, BRAID AND DIELECTRIC
i ! TO DIMENSIONS SHOWN. ALL CUTS ARERE TC BC

SHARP AND SQUARE. IMPORTANT. DO WNOT
NICK BRAID, DIELECTRIC OR CENTER
CONDUCTOR YWHREN CUTTING. TIN CENTER
CONDUCTOR. AVODID EXCESSIVE HEAT TO
PREVENT SWELLING OF CABLE DIELECTRIC.

E . - LS, \\/\az

LR SSI=

FLARE END OF CABLE BRAID SLIGHTLY AS SHOWN
Yo FACILITATE INSERTION ONTO INKER FERRULE.
IMPORTANT: DO NOT COMB OUT BRAID.

SOLDER ACCESS HOLE
- |
5 \éﬁj:L_._D
\>))4\//>: Py

SOLDER CENTER CONTACT 7O CABLE. NOTE!

CENTER CONDUCTOR SHOULD BE YISIBLE

THROUGH SOFT SOLDER ACCELS HOLE IN
CONTACT, PRIGR TO SOLDERING.

E
=

3

INSTALL BODY ONTO CABLE SO THAT FERRULE
PORTION SLIDES UNDER BRAID AND INSULATOR
BUTTS FLUSH AGAINST CABLE DIELECTRIC.
SLIDE QUTER FERRULE QVER BRAID AND UP
AGAINST BODY. MAKE SURE NO SLACK £Xi151%
IN BRAID. CRIMP OVER FERRULE WITH TocL
SPECIFIED "BELOW, KEEPING CABLE
DIELECTRIC BOTTOMED AGAINST INSULATOR.

- AMPHENOL. | AMPHEND =
HEX CRIMP sSiZ—E Took No. DTEPNO. - \EE‘;G%?;‘\;{]
128 227-944 | zz11221-03 A

SPEC. 343-50114

SHEET 27 ~FINAL—




