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RG/U CONNECTOR CONNECTOR ASSEMBLY [ CONNECTOR | ccnTER cONTACT NO, | FERRULE
CABLE DESCRIPTION {Includes Body, Contact & Ferrule) BODY NO. ' NO.
‘NmsEn | wseoiz PEcE | ONTAPE
PLUG 51749-1 73-0006 51738-1 517465 517464
JACK 51750-1 74-0006 51739-1
BULKHEAD JACK 51751-1 76-0006 517401
:;g' | PANEL JACK " 5175241 51741-1 617454 51745.3 1-332066-0
RT. ANGLE PLUG 51753-1 75-0006 51742-1
RT. ANGLE BLKHD. 51754-1 51743-1
JACK
PLUG 51749-2 73-0005 £1738-2 51748-5 51748-4
JACK 517602 74-0005 51739-2
178, BULKHEAD JACK 51751-2 76-0005 51740-2
196 PANEL JACK 51752-2 51741-2 51747-4 51747-3 51744-2
RT. ANGLE PLUG 51753-2 © 75.0008 51742-2
RT. ANGLE BLKHD. 51754-2 - 51743-2
JACK
PLUG 517495 73-0007 517381 517485 517484
JACK 51750-3 740007 51739-1
179 BULKHEAD JACK 51751-3 76-0007 51740-1 51747-4 51747-3 1-332056-0
RT. ANGLE PLUG 51753-4 760007 51742-1
£ SEE FIGURE 9 FOR PANEL CUT—OUT. FLANGE ON PANEL JACK (S SEPARATE FROM BODY, ASSEMBLE
FLLANGE AFTER COMPLETING CRIMPS, USE OF A METAL BONDING MATERIAL IS SUGGESTED.
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INTRODUCTION

The following application procedure applied 10 A MP
Series SMC dual crimp CQAXICON Connectors, Note that
the parts are available under one part number, including
Connector Body, Ferrule and Center Contact or as separate
compenents with a part number foreach component, Cen-
ter Contacts ordered singly are mounted on sections of tape
and remain affixed ro it until crimped

Three types of Tools are recommended [or crimping, See
Figure 1. Tool No. €93€5 crimps both center contact and
ferrule with a single set of dies allhough each part is
Hand Teool 220020-1 with integral
Tool No. é8118-1 crimps
only the center contact but does it automaticaily on reels

crimped separately,
Dies, also crimps both paris,

ol tape. The Ferrule is then crimped in either of the other
wo tools.

After the Cable has been properly prepared, the Center

Contact is crimped onte the Center Conductor, The crimp-

ed Center Contact is then inserted into the Cennector Body,

The Braid Furrule is slipped over the Braid and crimped to

complete the assembly.

NOTE: When using RG 178 and 196 cables, SMC Plugs and
Jacks, with the exception of right angles, should be crimp-
ed with the use of a special gage to locate center contact.

For Hand Tool 220020-1 the gage is used when inserting
crimped contact inteo conpecter bur is removed 16 complete
ferrule crimp. For Tool 69363, gage can remain in con-
nector until ferrule is crimped.

AMP—TAPEMATIC * TOOL.

NO, 62118—1 WITH DIES
NO, 220019—-1 (UsSED TC
CRIMP CENTER CONTACTS
ONLY)

D1E

MOVING
DIE

NOTE:STATICONARY DIE MUST BE INSTALLED ON STATIONARY

DIE HOLDER FOR PROPER TOOL OPERATION.

STATIONARY

PNEUMATIC TOOL NO, 69365

WITH DIES NG, 220018—1

(USED TO CRIMP CENTER CONTACTS
AND FERRULES) USE OF FOOT FEDAL

VALYE 305440, HOSE ASSEMBLY

300094 AND CLIP 306138 FOR AIR
VALVE CONTROL 15 RECOMMENDED,

TOOL NO. 220020-1
(USED TO CRIMP CENTER
CONTACTS AND FERRULES)

Fig, 1

GENERAL ASSEMBLY PROCEDURE
(SEE PARA, 4 FOR USE OF CONTACT LOCATING GAGE)

| 13/64
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FERRULE

Slip Ferrule on <able, thenstrip Cuble and flare Braid,
. Crimp Center Contact onto Conductor and remove
Centact Irom Tape,

Insert Crimped Center Centact inte Connector Body
until Flared Braid fits around Support Sleeve,

slide Ferrule forward over Braid until Ferrole butts
against shoulder on Connector Bady, then crimip.

FERRUL.E,OVER BRAID,
BUTTS AGAINST SHOULDER

SUPPORT SLEEVE

R

\ CRIMBED CONTACGT

BRAID

T

P
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(. CRIMPING PROCEDURE- TOOL NC, 69365
First read instructions shipped with Toel No. 69365 for in-
formatien concerning Die Insertion and general tool usage.
Customer Manual 1933 describes operation of the tool
which crimps the center contact and the ferrule with the
same dies, although each part is crimped separately.

1.1 CENTER CONTACT CRIMPING

(3) Place Crimping Dies in tool,

(b} Prepare Cable as shown in Figure 2.

(¢) Slip section of tape containing center contact into slot in
Stationary Die. Locate center contact in crimping area.
See Figure 3.

(d) Insert conductor into center conract, then Press Trigger to
complete crimp,

{e) Remove crimped Contact from tape,

SECTION OF TAPE IN DIE,
FLAT s1DE "up"

Fic, 3

1.2 FERRULE CRIMPING

() Assemble Connector Body and Ferrule as deseribed in steps
3 and ¢ of Figure 2.

{by Place Ferrule cn Stationary Die so that shoulder on Con-
nector Body butts against Die, See Figure 4.

(¢) Hold assembly inplace and press Trigger. Release Trigger
and remove crimped assembly from Crimping Dies,

SHOULDER ON CTONMECTOR
RESTS AGAINST DIE

IS 2224

2. CRIMPING PROCEDURE —-TOOL NO.220020-1

2,1 CENTER CONTACT CRIMPING

{a) Prepare Cable as shown in Figure 2,

(b) Open Crimping Dies by closing Teo! Handies until CERTI-
CRIMP™® Ratchet on Handles releases. Note that once Rat-
chet iz engaged, Handles cannot be opened until filly
closed.

(c) Slip section of tape containing center contact into slot in
stationary die and locate center contact in crimp area,
See Figure 3.

(d) Close Tocl Handles just enough to held Contact in place
without deforming Wire Barrel, See Figure §.

(&) Insert stipped Conductor in Centact. Dielectric on Cable
must burr against end ol Contact.

(f) Hold Cahle in place and close Handles until CERTI-CRIMP
Ratchet releases,

(g) Open Handles and remove tape from Lool, Remove crilnp-
ed Contact from tape.

—

Ole O

LOCATE CENTER CONTACT
IN CRIMP AREA WITH
FLAT SIEE OF TAPE '"up"

Fig, ©

CONTACT HELD IN PLACE
WITH DIE PARTIALLY
CLOSED
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2.2 FERRULE CRIMPING

(23) Assemble Connector Body and Ferrule as described in steps
3 and 4 of Figure 2,

(M) Open Crimping I3ies all the way.

(c) Place Ferrute on Crimping Die; Shoulder on Connector
Body rests against Die, See Figure 7.

(dy Close Handles until CERTI-CRIMP Ratchet releases.

(e) Open Tool Handles and remove crimped assembly.

SHOULDER ON CONNECTC

RESTS AGAINST DIE \
A

CRIMPED
CENTER
CONTACT

-”‘1“3»"‘\"?
«-"“{~§¢: -

e

FERRULE ASSEMELED,
READY FOR CRIMPING

CENTER
CONTACT

FERRULE ASSEMBLED,
READY FOR CRIMPING

Fic, 8
2. CRIMPING PROCEDURE-TOCL NO, §9118-1
First read (nstructions shipped with Tool for information
Cus-
tomer Manual 1773 describes operatien of Tool 69118-1,
which crimps Contacls on tape strips,

concerning Die Insertion and general Tool usage.

PAGE 4 OF 4

(a) Place crimping dies in Tcol and install tape contaimng
contacts, NOTE: SEE FIGURE 1 FOR PROPER ORIENTA-
TION OF DIES IN TOOL.

(b) Prepare cable as shown in Figure 2.

(<) Insert conducter into contact.

(d) Actuate Tool to complete crimp.

{e) Remove crimped contact from tape,

NOTE: Since Ferrules camnot be crimped in Toel No,
63113-1, proceed as described in Paragraph 1.2 or 2.2,
depending upon teol to be used, to crimp Ferrule,

4., CENTER CONTACT LOCATING GAGE FOR
USE WITH RG—178, 196 CABLES
Center Contact Locating Gage Part No, 225162-1 is used
as follows when assembling all SMC Plugs and SMC Jacks,
except right angles, on RG 178 and 196 Cable.

{a) Strip cable and crimp Cenrer Contact as previously des
scribed.

(b) Screw Gage onto Connectar Body. See Figure 8,

{c) Insert crimped Contact into Connector Body until end of
Contact butts against stop inside Gage,

(d) slide Ferrule over Braid and support Sleeve umtil it butts
against Connectar.

(e) Remove Gage {rom Connector and complete Ferrule crimp.
NOTE: Gage must he removed if assembly is crimped in
Hand Tool 220020-1, but can be left on Connectors while
crimping ir Tool No. 69365,

SUGGESTED PANEL CUT-0OUTS
(PANEL THICKNESS .030 TO ,095)

+,004
+ 338

. 125
+,004' MIN,., DIA.

.338
! .107 MIN, DIA,
46‘? (4 HOLES)

PANEL JACK

+-003 . +.005
—e 000 | -
o177 i .I .92 000

1
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BULKHEAD JACK

+, 005
i -, 600
.192

DI1A.,

RIGHT ANGLE BULKHEAD JACK

Frc, 9
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