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NOTES:
1. ELECTRICAL:
1.1 FREQUENCY: DC TO 40GHz.
1.2 VSWR: 1.433.
2. MECHANICAL:
DIMENSIONS ARE FOR REFERENCE ONLY
2.1 FRONT-SIDE PIN DEPTH: 0.000 TO -0.13mm.
3. OPERATING TEMPERATURE: -55°C TO 125°C. i :
—— UNLESS OTHERWISE SPECIFIED, AL e s‘m"“mvf'::;:?
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4.1 OUTER CONDUCTOR: PASSIVATED STAINLESS STEEL. SEE PRODUCT STRUCTURE e
4.2 BEAD HOLDER: PASSIVATED STAINLESS STEEL. pEstenaa . |'C  pme,
4.3 CENTER CONDUCTOR: ALL INFORMATION SHOWN ON THIS D K102F CONNECTOR
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1. Tools And Materials

The following tools and materials are needed to install
the K102F/K102F-HT Flange Mount Connector in a
mounting hole on a housing. Equivalent tools may be
used if the recommended tools are not available.

Center Conductor
and Support
Bead Assembly

Glass
Bead**

Vendor and Model/Part

Figure 1. Sparkplug Connector (** not supplied)

2. Machining Dimensions

Machining dimensions for the mounting hole required
for installation of the microstrip to K female flange
mount connector are provided in Figure 5 on the re-
verse side.

CAUTION
The four holes shown in Note 2 of Figure 5
must be concentric within £0.038 mm. If they
are not, connector performance will be de-
graded. To make this required concentricity
easier to achieve, custom-made drill-bit kits,
Models 01-104 and 01-108, are available from

N
ame Number
Hot Plate H2155,
Micro Hot Plate,
Thermolyne, Baxter Scien-
tific Products
Step Drill Kit 01-104 or 01-108
Anritsu Co.
Torquing Tool 01-105A
Anritsu Co.
Support Bead 01-103
Holding Fixture Anritsu Co.
Solder, 62% tin, SN62
0.50 mm diameter Kester Co.
rosin core or AuSn
Rasin Flux 135, Kester Co.
Cleaning Fluid isopropyl alcohol
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3. Fabrication Instructions

Fabrication instructions for the sparkplug connector
assembly are provided below. Figures 1 and 2 identify
the connector parts. Refer to these figures while per-
forming the following steps.

a. Install the microstrip into the housing. Refer to
Figure 3 for dimensional tolerances around the
glass bead.

b. Set the hot plate to 200° +10°C for SN62, or 310°
+10°C for AuSn solder.

c. Flux the glass bead and insert it, long-end first,
into the 01-103 Glass Bead Holding Fixture (Fig-
ure 4).
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Figure 2. K Connector Sparkplug Assembly

Figure 3. Glass Bead Installation




d. Using the holding fixture to handle the bead,
screw the bead into the mounting hole opening
until the center conductor protrudes through the
backside interface and contacts the microstrip.

e. Insert a length of solder into the soldering access
hole and cut it flush with the top of the hole.

f.  Place the device on the hot plate and leave it
there for approximately 15 seconds after the sol-

[+ 6.1040.15 —={
der melts,
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g. Remove the device from the hot plate and allow it 0.8040.15 DIA
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h. Bond or solder the center conductor to the |
microstrip. Use a minimum amount of solder. | R.025 MAX NOTES.
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Figure 4. 01-103 Glass Bead Holding Fixture

Figure 5. Machining Dimensions for the Sparkplug Connector Mounting Hole

K Connector is a trademark of Anritsu Company.
PPO is a registered trademark of General Electric.

-
Teflon is a registered trademark of E.I. DuPont De Nemours and Company.
Freon is a regislered trademark of Kinetic Chemicals, Inc.
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