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This subject gives the procedures to assemble Veam 115 Series connectors with:
e MIL-W-16878 Type EE or Class 2 cable
e ENDEVCO 16833 cable
e BMS 13-10 or BMS 13-16 cable.

1. PART NUMBERS AND DESCRIPTION

A. Connector Part Numbers
Amphenol no longer makes the 115 Series connectors. The connectors are made by Veam in Apese,

Milano, ltaly.
Table 1
VEAM 115 SERIES CONNECTOR PART NUMBERS
Part Number Supplier
115-5051 Veam
115-5051-1 Veam
115-5066 Veam
115-5074 Veam

Wave Washer

Spacer Sleeve
{ { Cable Clamp

Plug Shell Shield
/ / Contact © \

(8 (46 ]
\ Front Insert \

— Rear Insert Cable

VEAM 115-5066 AND 115-5074 CONNECTORS
Figure 1

Heat Shrinkable Sleeve —
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3inches <«—» Backshell — Outer
(Reference) ackshel  Ferrule Ferrule
VEAM 115-5051 AND 115-5051-1 CONNECTORS
Figure 2
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B. Contact Part Numbers

Table 2
CONTACT PART NUMBERS
Contact
Connector
Part Number Supplier
115-5051
175-270-02 Veam
115-5051-1
115-2454 Veam 115-5066
115-2522-02 Veam 115-5074
C. Accessory Part Numbers
Table 3
VEAM 115 SERIES CONNECTOR ACCESSORIES
Accessory Part Number Supplier
10-536997-85 Bendix
Cable Clamp
115-2458 Veam
Ferrule, Inner GSB-134 Thomas & Betts
GSC-187 Thomas & Betts
Ferrule, Outer
BACS13S232C Boeing
Insert, Front 115-2320 Veam
Insert, Rear 115-2456 Veam
Kit 20279 ENDEVCO
Shell 115-2445 Veam
115-2457 Veam
Spacer Sleeve
20215 ENDEVCO
Wave Washer 115-2383 Veam

NOTE: The ENDEVCO 20279 Kit includes the Bendix 10-536997-85 cable clamp and the ENDEVCO 20215

spacer sleeve.

NOTE:

BACS13S ferrules.
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D. Contact Crimp Tools

Table 4
CONTACT CRIMP TOOLS
Basic Unit Locator
Part Number Supplier Part Number Color Supplier
MS3191-1 QPL MS3191-20 Red QPL
ST2220-1-Y Boeing ST2220-1-1 - Boeing
2. CONNECTOR DISASSEMBLY
A. Veam 115-5051 and 115-5051-1 Connectors with BMS 13-10 or BMS 13-16 Cable
This procedure applies to BMS 13-10 or BMS 13-16 Type Ill Class 2 AWG 20 cable.
(1) Remove the lockwire and heat shrinkable sleeve.
(2) Remove the backshell from the connector body.
(3) Slide the ferrule assembly away from the connector body.
(4) Cut the wire at the back of the connector.
Refer to Subject 20-61-00.
3. ASSEMBLY OF THE VEAM 115-5066 CONNECTOR WITH MIL-W-16878 CABLE
The MIL-W-16878 cable in this procedure is Type EE or Class 2 cable with AWG 20 wire.
A. Contact Assembly
Table 5
GSC-187 OUTER FERRULE CRIMP TOOLS
Basic Unit Die
Part Number Supplier Part Number Position Supplier
44-000 Balmar 44-141 B Balmar
620175 Buchanan 620309 B Buchanan
HX4 Daniels Y141 B Daniels
M22520/5-01 QPL M22520/5-43 B QPL
ST2966M Boeing - 5 Boeing
ST965-1 Boeing - M Boeing
ST965A-6 Boeing - - -
ST965B Boeing ST965B-6 - Boeing
WT202-06-08 Thomas & Betts - M -
WT206 Thomas & Betts - - -
WT406 Thomas & Betts - - -
WT440 Thomas & Betts WT-4406 - Thomas & Betts
Refer to Figure 1 and Table 3.
20-62-12
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Slide the cable clamp down the cable.

Slide a 2-1/2 inch £1/16 inch length of 1/4 inch diameter TFE sleeving down the cable.

Slide an additional 1-3/8 inch £ 1/16 inch length of 3/16 inch diameter TFE sleeving down the cable.
Remove 2-1/8 inches +1/8 inch, -0 inch of the cable jacket. Refer to Figure 3.

Make sure to avoid any nicks on the shield.

Remove approximately 3/8 inch of the shield from end of the cable.

Remove 1/4 inch +1/32 inch, -0 inch of wire insulation.

—»‘ \«— 1/4 inch +1/32 inch, -0 inch
—J ‘4— 1/8 inch approximately
-~ 2-1/8 inch +1/8 inch, -0 inch _

PREPARATION OF THE MIL-W-16878 CABLE
Figure 3

Slide an outer ferrule over the shield.
Flare the end of the shield.

Slide an inner ferrule under the shield until the outer edge of the ferrule is flush with the end of the
shield.

Position the outer ferrule over the shield.

Make a selection of a crimp tool from Table 5.

Crimp the outer ferrule.

Remove the excess end of the shield so that it is flush with the forward edge of outer ferrule.
Slide the spacer sleeve and wave washer over the end of the cable.

Push the shield back approximately 1 inch (as far as necessary to do the next step). Refer to Figure 4.
Slide the rear insert over the wires.

Make sure that:
e The lay of the conductor strands is not changed
e The shoulder of the spacer sleeve faces away from the end of the cable
e The face of the rear insert with the two small projections faces toward the end of the cable.

Rear Insert 7\

Wave Washer —

P

(T ———— ;I

— =

— Contact ~ Projection
Spacer Sleeve —/

VEAM 115-5066 CONNECTOR ASSEMBLED WITH MIL-W-16878 CABLE

Figure 4
20-62-12
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Make a selection of a crimp tool from Table 4.

Put each conductor completely into the crimp barrel of each contact.

Crimp the contacts onto the wires.

Slide the rear insert forward and carefully seat the contacts in the cavities. Refer to Figure 5.
Make sure that the flats of the contact shoulders face each other.

Reform the shield over the wires so that end of the inner ferrule is as close as possible,
approximately 1/8 inch, to the back face of the rear insert. Refer to Figure 5.

Put the short TFE sleeve over the cable so that the end away from the contacts is aligned with the end
of the cable jacket.

Shrink the sleeve into place.
The maximum gap between the end of the sleeve and cable jacket is 1/16 inch.

Place the long TFE sleeve so that the forward end is flush with the exposed end of the inner ferrule.
Refer to Figure 5.

Shrink the sleeve into place.

B. Contact Insertion

(1)
@)

Insert the front end of the contacts into the cavities of the front insert.

Rotate the contacts so the flats on the contact shoulder enter the recess of the front insert. Refer to
Figure 5.

CAUTION: DO NOT FORCE THE FRONT AND REAR INSERTS TOGETHER.

Outer TFE Sleeve
/ Front Insert / Inner TFE Sleeve
% 2.

——3

}H _ _ 3
\ 1/16 inch Maximum —>‘ L—
— Rear Insert
POSITION OF THE CONTACT AND THE TFE SLEEVE
Figure 5

C. Connector Assembly

(1)

NG
2 e

Slide the insert assembly into the shell.

If necessary, rotate the assembly to engage the keyway and shell key.

Slide the wave washer and push it against the back face of the rear insert.

Slide the spacer sleeve into the shell so that the shoulder rests against the end of the shell.

Slide the cable clamp down and engage the threads of the clamp with the shell. Refer to Figure 6.
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— Front | ‘ [ Rear Insert
rontinser - Wave Washer
— Contact Spacer Sleeve
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\ Shell \— Cable Clamp

POSITION OF THE CONNECTOR CABLE CLAMP

Figure 6
(5) Tighten the clamp.
(6) Remove the clamp bars or saddles.
(7) Build up the cable diameter with filler tape.

(8) Replace the clamp bars and tighten the screw.
4. ASSEMBLY OF THE VEAM 115-5066 CONNECTOR WITH ENDEVCO 16833 CABLE

A. Contact Assembly
(1) Prepare the cable. Refer to Figure 7.
Make sure that all cuts are square.
(@) Remove 1.0 inch £0.03 inch of the cable jacket.
(b) Remove 1.0 inch £0.03 inch of the shield.
(c) Remove 0.25 inch £0.01 inch of wire insulation from each wire.

»— 0.75 inch +0.03 inch
0.25 inch +0.01 inch *L———>

77777777/ A

PREPARATION OF THE ENDEVCO 16833 CABLE
Figure 7

(2) Untwist the two conductors in the outer carbon layer so that they are parallel. Refer to Figure 8.
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Conductor

— Conductor Insulation

CONFIGURATION OF THE ENDEVCO 16833 CABLE
Figure 8

Cut the outer carbon layer along the groove between the two conductors and peel off the outer
carbon layer.

Remove any excess carbon.

Remove the inner carbon layer.

To remove all residue of carbon from the primary insulation of the conductors:

(a) Sandblast the conductors or brush them with a fiberglass eraser

(b) Clean the conductors with acetone or another suitable solvent.

Remove 0.25 inch £0.01 inch of insulation from each conductor. Refer to Figure 7.

To make sure there are no carbon tracks, check the insulation resistance at 500Vdc between:
e The conductors
e The shield and each conductor.

To make a 6917M19A cable:

(a) Discard the spacer sleeve and cable clamp supplied with the Veam 115-5066 connector

(b) Use the ENDEVCO spacer sleeve and the Bendix cable clamp that is supplied in the ENDEVCO

20279 Kit.
Refer to Table 3.

Push these components over the cable:
e Two 2 inch lengths of 1/4 inch diameter Teflon 4X sleeve
e The cable clamp
e The spacer sleeve
e The wave washer.

Refer to Figure 1.
Push the rear insert over the conductors so that it is against the shield.
Make a selection of a crimp tool from Table 4.
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(13) Insert the bare conductors into the crimp barrel of each contact.
Make sure that:
e The insulation is against the contact
e The conductor strands are visible in the inspection hole.
(14) Crimp the contacts onto each conductor.

—_
—
[$)]

sl

Push the first Teflon sleeve against the rear insert and shrink it into place.

—_
—
(22}

=

Push the second Teflon sleeve over the first and against the rear insert and shrink it into place.
B. Contact Insertion

(1) Insert the socket contacts into the front insert.

(2) Insert the wired contacts into the connector.
C. Connector Assembly

(1) Engage the cable clamp threads on the connector body and tighten.

5. ASSEMBLY OF THE VEAM 115-5074 CONNECTOR WITH ENDEVCO 16833 CABLE (AVM)

A. Contact Assembly
(1) Prepare the cable. Refer to Figure 9.
Make sure that all cuts are square.
(a) Remove 1.0 inch £0.03 inch of the cable jacket.
(b) Remove 1.0 inch £0.03 inch of the shield.
(¢) Remove 0.25 inch £0.01 inch of wire insulation from each wire.

»— 0.75 inch £0.03 inch
0.25 inch £0.01 inch <L—>

77777777/ A

PREPARATION OF THE ENDEVCO 16833 CABLE
Figure 9

~
)

Untwist the two conductors within the outer carbon layer so that they are parallel. Refer to Figure 10.

©
L

Cut the outer carbon layer along the groove between the two conductors and peel off the outer
carbon layer.

=
=

Remove any excess carbon.

G
o

Remove the inner carbon layer.

>
)

To remove all residue of carbon from the primary insulation of the conductors:

(a) Sandblast the conductors or brush them with a fiberglass eraser

(b) Clean the conductors with acetone or another suitable solvent.

(7) Remove 0.25 inch £0.01 inch of insulation from each conductor. Refer to Figure 9.
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(8) To make sure there are no carbon tracks, check the insulation resistance at 500Vdc between:
e The conductors
e The shield and each conductor.

(9) Put these components on the cable:

Two 2 inch lengths of 1/4 inch diameter Teflon 4X sleeve
The cable clamp

The spacer sleeve

The wave washer.

Refer to Figure 1.

(10) Push the rear insert over the conductors so that it is against the shield.

— Gonductor Insulation

CONFIGURATION OF THE ENDEVCO 16833 CABLE
Figure 10

(11) Make a selection of a crimp tool from Table 4.
(12) Insert each of the bare conductors into the crimp barrel of each contact.
Make sure that:
e The insulation is against the contact
e The conductor strands are visible in the inspection hole.

(13) Crimp the contacts onto each conductor.

A
—
~

=

Push the first Teflon sleeve against the rear insert and shrink it into place.

—_
—
9}

Nl

Push the second Teflon sleeve over the first and against the rear insert and shrink it into place.

B. Contact Insertion
(1) Insert the socket contacts into front insert.
(2) Insert the wired contacts into the connector.

C. Connector Assembly

(1) Engage the cable clamp threads on the connector body and tighten.
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6. ASSEMBLY OF THE VEAM 115-5051 AND 115-5051-1 CONNECTORS WITH BMS 13-10 OR BMS 13-16 CABLE

This procedure applies to BMS 13-10 or BMS 13-16 Type Il Class 2 AWG 20 cable.

A. Contact Assembly

Table 6
CONTACT CRIMP TOOLS
Basic Unit Locator
Part Number Supplier Part Number Color Supplier
ST2220-1-Y Boeing ST2220-1-43 - Boeing
Table 7
BACS13S232C OUTER FERRULE CRIMP TOOLS
Basic Unit Die

Part Number Supplier Part Number Position Supplier
44-000 Balmar 44-143 A Balmar
612648 Buchanan 612748 - Buchanan
613214 Buchanan 613846 - Buchanan
620175 Buchanan 620310 A Buchanan
HX4 Daniels Y143 A Daniels
M22520/5-01 QPL M22520/5-45 A QPL
ST2966M Boeing - 7 -
ST965-4 Boeing - L -
ST965A-10 Boeing - - -
ST965B Boeing ST965B-10 - Boeing
WT201-03-10 Thomas & Betts - L -
WT210 Thomas & Betts - - -
WT440 Thomas & Betts WT-4410 - Thomas & Betts
WT4410 Thomas & Betts - - -

(1) Prepare the cable. Refer to Figure 11.

Make sure to:

—_
O O
= =

e Make all cuts square

e Avoid nicks on the shield or wire.

Remove 1.50 inches +0.02 inch of cable jacket.
Remove 0.437 inch £0.015 inch of shield.
Remove 0.166 inch +0.020 inch of insulation from each wire.
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Cable Jacket . Wire Insulation
able Jacke \ Shleld\ // Conductor

/ —>| =— 0.166 inch +0.020 inch
Type lll, Class 2, ~«———1— 0.437 inch +0.015 inch
AWG 20 Cable - »— 1.50 inch +0.02 inch

PREPARATION OF BMS 13-10 OR BMS 13-16 CABLE
Figure 11

(2) Insert the bare conductors into the crimp barrel of each contact. Refer to Figure 12.
Make sure that:
e The insulation is against the contact
e The conductor strands can be seen in the inspection hole.

/* Inspection Hole

§ [ M%‘:%?’

POSITION OF THE CONTACTS ON THE WIRE
Figure 12

®
L

Make a selection of a crimp tool from Table 6.

=
=

Crimp the contacts onto each conductor.

G
o

Push these components over the cable:
e A 3 inch length of heat shrinkable sleeve
e The backshell
e The outer ferrule.

>
2

Slide the inner ferrule under the braid. Refer to Figure 2.
(7) Slide the outer ferrule over the shield against the inner ferrule. Refer to Figure 13.

N =

0.922 inch £0.020 inch——= -

POSITION OF THE OUTER FERRULE CRIMP
Figure 13

(8) Make a selection of a crimp tool from Table 7.
(9) Crimp the outer ferrule.

20-62-12
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B. Contact Insertion

Table 8
CONTACT INSERTION TOOLS
Insertion Tool Supplier
294-245 Amphenol
ST2220-2-23 Boeing

(1) Push the crimped ferrule away from the contacts.

(2) Push the shield so it collapses and bend the wires approximately 90 degrees to provide clearance for
the contact insertion tool. Refer to Figure 14.

PREPARATION FOR CONTACT INSERTION
Figure 14

(3) Make a selection of an insertion tool from Table 8.
(4) Insert the contact into each contact cavity.
To make sure that each contact is fully seated, lightly pull on each wire.

C. Connector Assembly
(1) Insert the ferrule assembly into the connector body. Refer to Figure 15.

Ferrule

-

Connector Body

INSERTION OF THE FERRULE
Figure 15

(2) Thread backshell onto plug shell and tighten into place.
(3) Lockwire the assembly.

20-62-12
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(4) Slide heat shrinkable sleeve over the outer ferrule and up against the backshell.

(5) Shrink the sleeve into place. Refer to Figure 16.
Heat Shrinkable Sleeve \

§ ° |

/ 2=
\— Backshell

POSITION OF THE HEAT SHRINKABLE SLEEVE
Figure 16

Olo
(¢}

Heat Shrinkable Sleeve
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ASSEMBLY OF BOEING 60B40052-() AND BURNDY MB6, MB10, MB12, MB13, AND MB24 CONNECTORS

1. PART NUMBERS AND DESCRIPTION

A. Connector Part Numbers

Table 1
CONNECTOR PART NUMBERS

Part Number Type Supplier
60B40052-3 Plug Boeing
60B40052-4 Receptacle Boeing
MB10P-1 Plug Burndy
MB10R-6 Receptacle Burndy
MB12P-1 Plug Burndy
MB12R-20 Receptacle Burndy
MB12R-6 Receptacle Burndy
MB13P-3 Plug Burndy
MB13R-4 Receptacle Burndy
MB24P Plug Burndy
MB6P-3 Plug Burndy
MB6R-3 Receptacle Burndy

Table 2

SUPPLIER PART NUMBERS FOR BOEING STANDARD CONNECTORS

Boeing Standard Part Number Supplier
60B40052-3 MB6P-3 Burndy
60B40052-4 MB6R-3 Burndy

B. Standard Contact Part Numbers

Insulation Grip

Crimp Barrel
Color Band
Inspection Hole

Insulation Grip

Crimp Barrel
Color Band

Inspection Hole

-—— Engaging End

Socket Contact Pin Contact

FRONT RELEASE CONTACTS
Figure 1
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20 20
Engaging End Size ——F L Crimp Barrel Size

EXAMPLE OF A CONTACT SIZE

Figure 2
Table 3
STANDARD CONTACT PART NUMBERS
Contact Size
Engaging End Crimp Barrel Contact Type Part Number Supplier
BACC47CN1 Boeing
) BACC47CN1A Boeing
Pin BACC47CN1S Boeing
LRM20W-5F63 Burndy
20 BACC47CP1A Boeing
Socket BACC47CP1S Boeing
BACC47CP1T Boeing
20 LRC20W-5F63 Burndy
_ 48-100-5008P-02 Amphenol
18 i 48-100-5014P-02 Amphenol
Socket 248-136-2018S-02 Amphenol
) 48-100-5007P-02 Amphenol
16 Fin 48-100-5012P-02 Amphenol
Socket 248-136-2016S-02 Amphenol
C. Coax Contact Part Numbers
Table 4
COAX CONTACT PART NUMBERS
Size Part Number Type Supplier
60B40052-5 Pin Boeing
60B40052-6 Socket Boeing
10 CRC280-4 Socket Cory Components
CRC280-4 Socket Tri-Star
KIT700-42 Pin Burndy
KIT700-43 Socket Burndy

20-62-13
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Table 5
SUPPLIER PART NUMBERS FOR BOEING STANDARD COAX CONTACTS
Boeing Standard Part Number Supplier
60B40052-5 KIT700-42 Burndy
60B40052-6 KIT700-43 Burndy
D. Heat Shrinkable Boot Part Numbers
Table 6
HEAT SHRINKABLE BOOT PART NUMBERS
Boot Supplier
204A121-3-01 Raychem
E. Necessary Materials
Table 7
NECESSARY MATERIALS
Material Specification or Part Number Supplier
S-1006 Raychem
Adhesive
S-1009 Raychem
No. 240 Available Source
Emery Cloth
No. 320 Available Source
Lacquer Thinner TT-T-266 Available Source
MIL-LT Raychem
Sleeve, Heat Shrinkable
AMS-DTL-23053/5 Class 1 Available Source
Solvent TT-N-95 Available Source

2. CONNECTOR DISASSEMBLY

A. Removal of Standard Contacts

NOTE: After a standard contact is installed in an MB6P-3 connector, it cannot be removed.
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Table 8
CONTACT REMOVAL TOOLS

Crimp Barrel Size Removal Tool

294-89

AT 2020
DRK20

20 M81969/19-06
MS24256R20
RX20-24V5
ST2220-3-13

—_ o~~~
W N =
= = =

Make a selection of a removal tool from Table 8.
If the connector has a strain relief leg, remove the wire harness tie that holds the wire harness.
Axially align the tool with the contact cavity at the front face of the connector.

Make sure that the plunger of the removal tool is fully retracted.

CAUTION: DO NOT INSERT THE TOOL INTO THE REAR OF THE CONNECTOR. DAMAGE TO THE
CONNECTOR WILL OCCUR.

Push the tool into the contact cavity until it stops.

CAUTION: DO NOT USE MORE THAN THE NECESSARY AMOUNT OF FORCE TO PUSH THE
REMOVAL TOOL INTO THE CONTACT CAVITY. DAMAGE TO THE CONTACT
RETENTION CLIPS CAN OCCUR.

Push the plunger of the tool forward until it stops.

Carefully pull the tool out from the contact cavity.

Make sure that the tool stays axially aligned with the contact cavity.
Pull the contact out of the contact cavity from the rear of the connector.

B. Removal of Coax Contacts

NOTE: After a coax contact is installed in an MB6P-3 connector, it cannot be removed.
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Table 9
COAX CONTACT REMOVAL TOOLS

Contact Size Removal Tool

294-73

AT 2012
DRK56-12
M81969/19-02
MS24256R 12
MS90456-12
RX12-7
ST2220-3-15

12

(1) Make a selection of a coax contact removal tool from Table 9.
(2) If the connector has a strain relief leg, remove the wire harness tie that holds the wire harness.
(3) Remove the coax contact from the connector.
Make sure that the center contact is not removed from the coax contact.
CAUTION: DAMAGE TO THE COAX CONTACT AND THE CONNECTOR CAN OCCUR IF THE
CENTER CONTACT IS REMOVED.
(a) At the front face of the connector, axially align the tool with the contact cavity.
Make sure that the plunger of the removal tool is fully retracted.
CAUTION: DO NOT INSERT THE TOOL INTO THE REAR OF THE CONNECTOR. DAMAGE TO
THE CONNECTOR WILL OCCUR.
(b) Push the tool into the contact cavity until it stops.

CAUTION: DO NOT USE MORE THAN THE NECESSARY AMOUNT OF FORCE TO PUSH THE
REMOVAL TOOL INTO THE CONTACT CAVITY. DAMAGE TO THE CONTACT
RETENTION CLIPS CAN OCCUR.

(c) Push the plunger of the tool forward until it stops.
(d) Carefully pull the tool out from the contact cavity.
Make sure that the tool stays axially aligned with contact cavity.
(e) Pull the contact out of the contact cavity from the rear of the connector.

3. ASSEMBLY OF BURNDY MB10, MB12, MB13, AND MB24 SERIES CONNECTORS

A. Assembly of Standard Contacts

For the procedures to assemble a standard contact, refer to Paragraph 6.A.
B. Assembly of Coax Contacts

For the procedure to assemble a coax contact, refer to Paragraph 6.C.

C. Standard Contact Insertion
For the procedure to install a standard contact, refer to Paragraph 7.A.
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D. Coax Contact Insertion

For the procedure to install a coax contact, refer to Paragraph 7.B.

E. Seal of an Empty Contact Cavity
The seal of an empty contact cavity is not necessary.

F. Strain Relief Assembly

(1) Attach the wire harness to the strain relief leg with a plastic tie strap or a wire harness tie material.
Refer to Subject 20-10-11 for the procedure to assemble the wire harness tie.

Make sure that the knot or the head of the plastic tie strap is opposite the strain relief leg.
4, ASSEMBLY OF THE BURNDY MB6R-3 CONNECTORS

This paragraph gives the procedure to assemble the MB6R-3 connectors with these wires and cables:
A BMS13-42 wire

A BMS13-48 wire

A Raychem 44A7418 multiconductor cable

A Raychem 5026A1018 coax cable

A Raychem 5026A1318 coax cable.

A. Cable Preparation for a Raychem 44A7418 Cable
(1) Make a selection of a heat shrinkable boot from Table 6.

(2) Put the heat shrinkable boot on the cable or the wire harness.

Make sure that the small end of the boot is pointed rearward, away from the connector.
(3) Prepare the cable. Refer to Figure 3.

-«— (.88 inch £0.03 inch —{

Component Wire\

Component Coax Cable \
ez (XXX
0.16 inch £0.08 inch —»|  |«—

—>’ l«<—— 0.25 inch
+0.03 inch

\ Dacron Braid and Mylar Tape

0.47 inch £0.03 inch

1.16 inch £0.083 inch ——

RAYCHEM 44A7418 CABLE PREPARATION
Figure 3

(a) Remove 1.16 inches +0.03 inch of the outer layer of Dacron braid and Mylar tape.

(b) Remove necessary length of each component wire to make the distance from the end of the
braid to the end of the wire equal to 0.88 inch £0.03 inch.

(4) Prepare the component coax cable. Refer to Figure 3.

(a) Remove the necessary length of jacket to make the distance from the end of the cable to the end
of the jacket equal to 0.47 inch £0.03 inch.
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(b) Remove the necessary length of shield to make the distance from the end of the cable to the
end of the shield equal to 0.25 inch £0.03 inch.

() Remove the necessary length of the dielectric to make the distance from the end of the
conductor to the end of the dielectric equal to 0.16 inch £0.03 inch.

B. Assembly of Standard Contacts

For the procedures to assemble a standard contact, refer to Paragraph 6.A.

C. Assembly of Coax Contacts
For the procedure to assemble a coax contact, refer to Paragraph 6.C.

D. Standard Contact Insertion
For the procedure to install a standard contact, refer to Paragraph 7.A.

E. Coax Contact Insertion
For the procedure to install a coax contact, refer to Paragraph 7.B.

F. Insertion of CRC280-4 Coax Contacts

Table 10
COAX CONTACT INSERTION TOOLS
Contact Size Insertion Tool
294-72
12 M81969/17-05
MS24256A12

(1) Make a selection of a coax contact insertion tool from Table 10.

CAUTION: DO NOT USE A TOOL WITH:
e A TIP THAT IS BENT
e A TIP THAT IS FLARED
e A TIP THAT IS BROKEN
e A TIP THAT HAS A CRACK.

CAUTION: A DEFECTIVE TOOL CAN CAUSE DAMAGE THE CONTACT RETENTION CLIPS.
Put the necessary connector assembly components on the wire harness.

~
)

Examine the contact.

w
«L

Make sure that the contact:
e Is straight
e Does not have damage.

NOTE: A contact that has a bend or damage must be replaced.

=
=

Put the contact assembly in the insertion tool.

G
@

Axially align the insertion tool with the contact cavity at the rear of the connector.

>
2

Carefully push the tool straight into the correct contact cavity until it stops.
Make sure that the tool stays axially aligned with the contact cavity.

20-62-13

Page 7

D6-54446 Oct 01/2011

BOEING PROPRIETARY - Copyright © Unpublished Work - See title page for details



@ﬂﬂf]ﬂa@

707, 727-787
STANDARD WIRING PRACTICES MANUAL

ASSEMBLY OF BOEING 60B40052-() AND BURNDY MB6, MB10, MB12, MB13, AND MB24 CONNECTORS

CAUTION: DO NOT TURN THE INSERTION TOOL WHEN IT IS IN THE CONTACT CAVITY. DAMAGE
TO THE CONTACT RETENTION CLIPS CAN OCCUR.

(7) Carefully pull the tool out from the contact cavity.
Make sure that the tool stays axially aligned with the contact cavity.
(8) Lightly pull the wire to make sure that the contact is locked.

CAUTION: DO NOT PULL THE CABLE WITH A STRONG OR A SUDDEN FORCE. THE FORCE CAN
CAUSE DAMAGE TO THE CONNECTOR OR THE CONTACT.

CAUTION: DO NOT MAKE A DENT IN THE CABLE INSULATION WITH THE FINGERNAILS.
DAMAGE TO THE CABLE INSULATION CAN CAUSE UNSATISFACTORY
PERFORMANCE OF THE CABLE.

(9) If the contact is not locked in the contact cavity, do Step (5) through Step (8) again.

G. Bond Surface Preparation

Receptacle \

0 Bond Surface

m

Bond Surface — \ Heat Shrinkable Boot

BOND SURFACES
Figure 4

Refer to Figure 4.

(1) Make a selection of a solvent from Table 7.

(2) Prepare the surfaces of the boot that must make a bond with the connector.
Wind a piece of emery cloth around an applicable rod or tool.

Make the bond surfaces rough.

)
)
c) Shake the loose particles out of the boot.
) Clean the bond surfaces with a clean wiper and solvent.
)

Dry the boot with a wiper immediately.

CAUTION: DO NOT LET NAPTHA DRY ON THE BOOT. WHEN NAPTHA DRIES, AN UNWANTED
FILM STAYS ON THE CLEAN SURFACES.

(3) Clean the receptacle connector surfaces that must make a bond with the adhesive.
(a) Clean the bond surfaces of the connector with a clean wiper and solvent.

(b) Dry the connector with a wiper immediately.

CAUTION: DO NOT LET NAPTHA DRY ON THE CONNECTOR. WHEN NAPTHA DRIES, AN
UNWANTED FILM STAYS ON THE CLEAN SURFACES.
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H. Boot Installation

Receptacle
\ [ Shap Ring Groove
[