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1. CABLE PREPARATION: | T
A EEIEEEéNﬁﬁg Eié@EEED?EQEngBgE T@EéSGFESEELE | A. CENTER CONDUCTOR- CRIMP CENTER CONDUCTOR USING DANIELS MFG CORP 4-8 INDENT HANDTOOL M22520/2-01.
IPPOSTTE FROM THE END OF THE CABLE BEING THE HANDTOOL CRIMP SELECTOR SHOULD BE SET TO #5. NO LOCATOR 1S NECESSARY.
TERMINATED.  (SEE FIGURE #1) INSERT THE CONTACT/DIELECTRIC SUB-ASSEMBLY INTO HANDTOOL. THE DIELECTRIC WILL
5 STRIP OUTER JACKET AND BRAID AS INDICATED IN POSITION THE CENTER CONTACT. INSERT THE CENTER CONDUCTOR INTO CONTACT WIRE BARREL.
" PIGURE 21 CARE SHOULD BE TAKEN NOT T0 NICK OR CUT THE TIP OF THE STRIPPED WIRE SHOULD BE VISIBLE IN THE WIRE BARREL SIGHT HOLE.
THE BRAID STRANDS DURING THE REMOVAL OF THE JACKET. LRIMPAND REMOVE (LENTERCCONTACT. SbE FIBURE #3.
VRN Y FLARE THE BRAID BACE OUER THE OUTER JACKET AND CUT CENTER | B. INSERT THE CRIMPED CENTER CONTACT AND CABLE INTO OUTER CONTACT BODY. SLIDE FERRULE
B Tt A (RS | INTO OUTER CONTACT BODY CAPTURING TRIMMED BRAID BETWEEN FERRULE AND SHELL BODY.
() CARE SHOULD BE TAFEN NOT TO NICK OR_CUT INDIVIDUAL CONDUCTORS C. FERRULE CRIMP- PLACE CONTACT ASSEMBLY INTO AMP HAND CRIMPING TOOL
] SUR NG BEMOVAL OF DIELECTR O 354940-1 8 DIE SET 91907-1 AND BOTTOM FRONT END OF CRIMP END FERRULE ON THE CRIMPER. COMPLETE
“ CRIMPING AND RELEASE CONTACT. SEE FIGURE #4.
EE%M%Hg%éIEBééEC%?BEC;QEiNSg?ULD S8 TS TED HIbHTEY O D. AFTER CRIMPING, THE DIAMETER ACROSS THE &.200 DIMENSION, SHOWN IN
FIGURE #4 SHOULD BE .273-.2765.
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B Rt ‘\\xpgg%f}E USED IN HIRF 120T2 INSERT RG-142 .669_[16.99] 1218821-2
Zﬁl MAT L. BRASS PER ASTM-B-16 ¢ </ - RG-142 595 [15.11] 12188271-1
/
. Zﬁ: MAT L. BERYLLIUM COPPER PER ASTM-B-196. CEMAREC gl e S NE@E%R
/3 MAT'L: PTFE PER ASTM-D-1710.
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FINISH: GOLD PLATE PER MIL-G-45204, TYPE 1, GRADE C, = = L R e .
[5./79+0.05] Horrisburg, PA 17105-3508
CLASS 1 OVER NICKEL .000050 [0.0013] THK PER QQ-N-2390, CLASS 2. OVER KNURL DIVENSTONS] —TorEces e | K-OR0IS N
INCHES o] R.GROSS COAX SOCKET CONTACT AS9SY
zﬁl 160 DP. FULL DIAMOND KNURL OVER THIS LENGTH. 0pLC s PRODUCT SPEC
1 PLC +—
, . - REAR RLEASE, SI/E &
/B\ MAT'L: STAINLESS STEEL PER QQ-5-766. @I Lo 0.m fromores ’
4 PLC +— B SIZE CAGE CODE |DRAWING NO RESTRICTED TO
/A FINISH: PASSIVATE PER QQ-P-35. RTERTAL GTEY R U — ATl00779|C= 1218821 _
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