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1. CABLE PREPARATION: ,
A. SLIDE INNER FERRULE ONTO CABLE MAKING SURE 2. CRIMPING:
TO KEEP THE LARGER DIAMETER OF INNER FERRULE A. CENTER CONDUCTOR— CRIMP CENTER CONDUCTOR USING DANIELS MFG CORP 4—8 INDENT HANDTOOL M22520/2-01.
OPPOSITE FROM THE END OF THE CABLE BEING THE HANDTOOL CRIMP SELECTOR SHOULD BE SET TO #5. NO LOCATOR IS NECESSARY.
TERMINATED. (SEE FIGURE #1) INSERT THE CONTACT/DIELECTRIC SUB—ASSEMBLY INTO HANDTOOL. THE DIELECTRIC WILL
5 STRIP QUTER JACKET “AND éRND AS INDICATED [N POSITION THE CENTER CONTACT. INSERT THE CENTER CONDUCTOR INTO CONTACT WIRE BARREL.
" FIGURE #1. CARE SHOULD BE TAKEN NOT TO 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. CRIMP AND REMOVE CENTER CONTACT. SEE FIGURE #3.
C EVENLY FLARE THE BRAID BACK OVER THE OUTER JAGKET AMD CUT CENTER B. INSERT THE CRIMPED CENTER CONTACT AND CABLE INTO OUTER CONTACT BODY. SLIDE FERRULE
. BV v INTO OUTER CONTACT BODY CAPTURING TRIMMED BRAID BETWEEN FERRULE AND SHELL BODY.
“INCARE BHOULD BE TAKEN NOT T NicK OR CUT TNDIVIDUAL CONDUCTORS C. FERRULE CRIMP— PLACE CONTACT ASSEMBLY INTO AMP HAND CRIMPING TOOL
_— %URING REMOVAL OF DIELECTRIC 354940—1 & DIE SET 91907—1 AND BOTTOM FRONT END OF CRIMP END FERRULE ON THE CRIMPER. COMPLETE L
' CRIMPING AND RELEASE CONTACT. SEE FIGURE #4.
(2) INDMIDUAL _CONDUCTORS SHOULD BE TWISTED TIGHTLY TO D. AFTER CRIMPING, THE DIAMETER ACROSS THE (.200 DIMENSION, SHOWN IN
FIGURE #4 SHOULD BE .273-.276.
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/I MAT'L: BRASS PER ASTM—B-—16 | / / - R6-142 | .595 [15.11] 12188211
) A MAT' L: BERYLLIUM COPPER PER ASTM—B—196. SEVARKS CABLE S A NBQEER .
/A MATL: PTFE PER ASTM—D—1710.
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