SolderSleeve One-Step Wire and Cable Terminators RPIP-824-00

Installation Procedures for CWT and B-155 Products Revision G
26-Jun-18

10 Introduction
SolderSleeve one-step terminators provide elettecaination in a wide variety of
interconnect applications. One-step terminatoabdipies include terminating wires to
component terminals, ground wires to cable shig&tsjinating coaxial cable, and wire-to-
wire splicing.

A precisely engineered, fluxed solder preform wittiie heat-shrinkable thermoplastic sleeve
provides a completely soldered, strain-relievedapsulated termination. The one-piece
design of one-step terminators simplifies instalatwhile their transparent insulation sleeves
make inspection easy.

2.0 Application Equipment
Equivalent tools may be used.
Heat Gun Reflector Setting
Steinel HL1802E 6 on dial® (650 + 50°F)
Steinel HL1910E PR-25or Piéiﬁf”d HL 1802B-1g" 0 dial® (650  50°F)
Steinel HL2010E 650 + 50°F
CV-1981 PR 25D ) (650 + 50°F)
AA-400 Superheater AA-400-94/ -96/ -101/ -102/ -103 n/a
IR-550 Infrared Heating too RG-2/ -6/ -9/ -11 n/a
MiniRay Infrared Heating Standard n/a
Tool
Process Belt Heater n/a n/a
Holding Fixture AD-1319 n/a n/a

M These values are reference only and may changel loasother variables (i.e. reflector type, slegwistance to the
reflector, etc.)

3.0 Part Selection, According to Application
Select correct part number from the SolderSleeve-8tep Wire and Cable Terminators
Selection Guide (H54335) or consult the technieahdheet (or Specification Control
Drawing) of the product (shield terminations, wicewire splices, wire to component
terminals or for coax terminators).
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4.0 Termination Procedure

WARNING

Follow installation instructions carefully. &adequate ventilation and
avoid charring or burning during installatioGharring or burning the
product will produce fumes that may cause eya, stose and throat
irritation. Consult Material Safety Data SheesY8103 (for CWT products)
and RAY5104 (for B-155 products) for further infaation.

WARNING

The heating tool and the assembly become hongltine installation of
the SolderSleeve One-Step Wire and Cable Terongato prevent burns,
allow tool and the assembly to cool down befaediing.

4.1 Shield Terminations

41.1 Cable Preparation

1. Remove length specified in Table | of the calpeket at the point where the termination is
to be made.

AT

Center Stripped

‘ A AS REOUIRE‘“‘

R R —
MY I e

End Stripped

2. Remove length specified in Table | of insulatioom the end of the ground lead. (If part
has pre-installed lead, omit this step.)
T

Unless otherwise specified dimensions are in mitins [Inches dimensions are in between brackets]
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4.1.2 Assembly

1. Position the one-step soldersleeve shield textoirso that the solder preform is centered
over the exposed shield.

2. Position the lead to be attached between tltesahd the exposed shield.

3. Allow the application equipment to reach therapiag temperature.

4. Place the assembly centrally in the reflector.

5. Heat the solder preform until it melts and formrf#let between the lead and the shield.

Tablel. Cable Jacket and Wire Insulation Stripped Length.

RoHS Compliant | Shield Terminator,  Size A £0.5 B £0.5 Minimum
Shield Terminator [+0.002] [+0.002] Overlap
B-155-XX CWT-XX 3 7.0 [0.276] 6.0[0.236] | 5.5[0.217
B-155-XX-1000 CWT-XX-1000 5 9.0 [0.354] 8.0 [0.315] 7.0 [0.276
B-155-XX-35-22-5 | CWT-XX-W122-5 6 10.0 [0.394] 9.0 [0.354] 7.5 [0.300]
B-155-XX-35-22-9 | CWT-XX W122-9 [ 7 11.0[0.433] | 10.0[0.394]] 8.5[0.335]
9 12.0[0.472] | 11.0[0.433]] 9.0[0.354]
11 13.0[0.512] | 12.0[0.472] 10.0 [0.394]
13 17.0[0.670] | 16.0[0.630] 14.0 [0.55]]
B-155-XX-S CWT-XX-S 3,5 7.0 [0.276] 6.0 [0.236]] 550.217]
7,11 | 9.0[0.354] 8.0[0.315]|] 7.0[0.276
B-155-15XX CWT-15XX All 12.5[0.492] | 12.5[0.492]| 9.5[0.374]
B-155-38XX CWT-38XX
B-155-XXXX-WX | CWT-XXXX-WX
Q [ @ s\{\\\{\\\{\\\"'””” /”"”””I\\\(\\(\\(\"”A
Center Stripped
Wuw
5 ] )
R S S S S © = S S oSS > et
End Stripped
Unless otherwise specified dimensions are in métens [Inches dimensions are in between brackets]
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4.1.3 Inspection
1. Positioning: The ground lead conductor shoulerlap the shield minimum length specified
in Table I.

2. Heating: The solder ring shape should not bibleisind a solder fillet, at least 4.5 [0.188]
long for CWT-15XX, CWT-38XX and CWT-XXXX-WX, B-1585XX, B-155-38XX and
B-155-XXXX-WX, should be visible on one side of tlead. Lack of a solder fillet may
indicate overheating.

3. Damage: The sleeve should not be split or cditrenwire strands should poke through the
sleeve.

Unacceptable: Insufficient heat
Contour of solder perform isibis.

E— T —

Acceptable: Fillet is clearly visible between the lead and khie
4.2 Wire to Wire (In-Line) Splices

42.1 Wire Preparation

1. Wires from up to 18 AWG [1.5mfiphaving 19 or fewer strands: Remove 9.5 [0.375] of
insulation from all wires to be spliced.

9.5
(.375)
T j

2. All other wires: Remove 12.5 [0.500] of insubetiand pre-tin the exposed conductors
with solder.
12.50

h(soo)ﬂ

= — )

J
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4.2.2 Assembly

1. Overlap the exposed conductors and positiomigestep terminators so that the solder
preform is centered over the conductors.

«  For a small gauge wires, (up to 1@mand when a mechanical attachment is required,
secure the 2 wire ends, by twisting them togettdign carefully the strands in order
to avoid any poke through of the sleeve. SeelFand Fig. 2.

In other cases, align wires in such a manner thatrands are parallel.
Then, slide the sleeve over the splice area angictre solder preform of the sleeve at the
center of the splice length.

\‘\\‘\\\\\‘\
A\ N

NN

\\‘\\‘\\‘\

Fig. 2

2. The splicing operation is made easier by usingehemmended holding fixture
(AD-1319), keeping the wires aligned and the slgmationed during the termination.

PSS e S S ~ ~ 12

r 722 &&= 2
[ i

HOLDING FIXTURE

3. Heat solder preform until it melts and formdllatfbetween the conductors.

Unless otherwise specified dimensions are in mitins [Inches dimensions are in between brackets]
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4.2.3 Inspection

1. Positioning: Wires stripped 9.5 [0.375] should dapreach other at least 6.0 [0.250].
On wires stripped 12.5 [0.500] the overlap shod®5 [0.375].

2. Heating: The solder ring shape should not be \esiioid a solder fillet, at least 4.5
[0.180] long, should be visible on one side ofldas. Fillet length should be 8.0
[0.315] for 12.5 [0.500] stripped wires. Lack older fillet may indicate overheating.

3. Damage: The sleeve should not be split or cut andire strands should poke through
the sleeve. Fillet length should be 8.0 [0.315]1f2.5 [0.500] stripped wires.

Unacceptable: Insufficient heat.
Contour of solder perform is visible.

el -

Acceptable: Solder has lost all appearance of ring shape.
There is a definite fillet vistbhlong the wire interface.

4.3 Coaxial Cable Termination

4.3.1 Cable preparation

1. Remove 19.0 [.750] of the jacket.
2. Remove 6.0 [.235] of the shield and dielectricxpase the conductor.
3. Cut shield 12.5 [.500] from cable jacket andifobck over the cable jacket.

—~— 6.0 [.235]
BRAID FOLDED BACK/
OVER CABLE JACKET

kwm [Asoo}J
~—19.0 [.750] — =

Unless otherwise specified dimensions are in mitins [Inches dimensions are in between brackets]
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Note:

For making connections directly to printed cirdutards using CWT-38XX-W3 or
B-155-38XX-W3 part numbers, use cable preparatestdbed for shield termination in
Section 4.1. Adjust strip length of center condutd accommodate desired spacing between
PCB mounting holes.

4.3.2. Assembly

1. Position the smaller or center conductor one-stgpihator so that the end is against
the folded shield, and the solder preform is viguzsgntered over the exposed center
conductor.

L
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2. Heat solder preform until it melts and forms eetilbetween the conductors. Allow
assembly to cool.

Refold the shield so that it lies on the centerdemtor termination.

Center the larger one-step shield he terminator theeshield.

o

4

, = %

5. Heat solder preform until it melts and forms eetilbetween the lead and the shield.
Lack of a solder fillet may indicate overheating.

4.3.3 Inspection

1. Inner conductor splice: Inspect as for wirecgdiin Section4.2.3
2. Shield terminations: Inspect as for shield teations in Section 4.1.3

4.4 Wire To Connector Terminals Or Component Lg&idscrete Wire Terminations)

4.4.1 Recommended Heating Tool: Raychem AA-400 SHpater

Unless otherwise specified dimensions are in mitins [Inches dimensions are in between brackets]
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4.4.2 Wire Preparation
A: Wires smaller than 18 AWG [1.5nfin

ﬂ [«6.5 (.250)

1. Trim terminal/lead to 8.0£1.5 [0.315+0.060].
2. Remove 6.5 [0.250] of wire insulation.
3. Pre-tin conductors if more than 19 strands.

&

B: Wires 18 AWG [1.5mrf] and larger

*»‘ 9.5 (.375)
mﬁ

1. Trim terminal/lead to 11.0 £1.5 [0.435+0.060].
2. Remove 9.5 [0.375] of wire insulation.
3. Pre-tin conductors.

4.4.3 Assembly

1. Position the one-step terminator over the conneetaninal or component lead so that the
necked down end is against the connector or conmpombe solder preform must not
extend beyond the terminal/lead end.

2. Insert the wire to be attached so that it bottogasrest the step in the sleeve. The wire
insulation must end between the top of the termanal the end of the sleeve.
3. Heat solder preform until it melts and forms eefibetween the wire and the terminal.

4.4.4 Inspection

1. Positioning: 18 AWG [1.5mA) conductor should overlap the terminal/lead astea
4.5 [0.180]. Larger wires should overlap at led$65n [8 mm].

2. Heating: The solder ring shape should not be \esiioid a solder fillet, at least 4.5 [0.180]
long, should be visible on one side of the ledeiiet length should 8.0 [0.315] for larger
wires. Lack of a solder fillet may indicate overtieg.

Unless otherwise specified dimensions are in mitins [Inches dimensions are in between brackets]
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3. Damage: The sleeve should not be split or cut andire strands should poke through the

sleeve.
Unacceptable: Insufficient heat.
Contour of solder preform is visible.
Contour of terminal and/or lead is obscureddiger.
Acceptable: Fillet is clearly visible between terminal anddea
4.5 In-line Component Termination (CWT-200X and. 85-200X)

451 Wire Preparation
1. Remove 8.0 [0.315] of insulation from wires to Ipdced.

= oas

Unless otherwise specified dimensions are in métens [Inches dimensions are in between brackets]
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45.2 Assembly

1. Overlap the exposed conductor and the compgrier@ind position the CWT-200X-A

or B-155-200X-A sub-assembly so that the soldefgum is centered over the conductors.
2. Use a holder to keep the wire and componemedigluring heating.
3. Heat solder preform until it melts and formdllaetfbetween the conductors.

X m @
@/

4. Overlap the other exposed conductor and compqeand position the CWT-200X-B or
B-155-200X-B sub-assembly so the solder preforoeigered over the conductors.

Use a holder to keep the wire and componemedigluring heating.

Heat solder preform until it melts and formslletfbetween the conductors.

o 0

HOLDING FIXTURE

Unless otherwise specified dimensions are in mitins [Inches dimensions are in between brackets]
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453 Inspection

1. Positioning: Wires stripped 8.0 [0.315] should d&preach other at least 6.5 [0.250].

2. Heating: The solder ring shape should not be \a@sdlold a solder fillet, at least 4.5 [0.180]
long, should be visible on one side of the leads.

3. Damage: The sleeve should not be split or cut andire strands should poke through the
sleeve. Fillet length should be 8.0 [0.315] for5L.500] stripped wires.

Unacceptable: Insufficient heat.
Contour of solder perform is visible.

,,,,,,,

Acceptable: Solder has lost all appearance of ring shape.
There is a definite fillet visible along the wirgerface.

DISCLAIMER

All of the above information, including illustratis, is believed to be reliable. Users, howeverushimdependently evaluate the suitability of epobduct
for their application. Tyco Electronics makes nanaaties as to the accuracy or completeness ahtbamation, and disclaims any liability regardiitg
use. Tyco Electronics' only obligations are thasthie Standard Terms and Conditions of Sale ferghoduct, and in no case will Tyco Electronicdibele
for any incidental, indirect, or consequential dgesarising from the sale, resale, use or misutieegroduct.
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