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A. CENTER CONDUCTOR- CRIMP CENTER CONDUCTOR  USING DANIELS MFG CORP 4-8 INDENT HANDTOOL Meed20/2-01.
| THE HANDTOOL CRIMP SELECTOR SHOULD BE SET TO #5 NO LOCATOR IS NECESSARY,
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1. CABLE PREPARATION: ' INSERT THE CONTACT/DIELECTRIC SUB-ASSEMBLY INTO HANDTOOL. THE DIELECTRIC WILL
A, SLIDE INNER FERRULE ONTO CABLE MAKING SURE POSITION THE CENTER CONTACT. INSERT THE CENTER CONDUCTOR INTO CONTACT WIRE BARREL
TO KEEP THE LARGER DIAMETER OF INNER FERRULE THE TIP OF THE STRIPPED WIRE SHOULD BE VISIBLE IN THE WIRE BARREL SIGHT HOLE
OPPOSITE FROM THE END OF THE CABLE BEING | CRIMP AND REMOVE CENTER CONTACT. SEE FIGURE #3
TERMINATED. (SEE FIGURE #D | B. INSERT THE CRIMPED CENTER CONTACT AND CABLE INTO OUTER CONTACT BODY. SLIDE FERRULE
B. STRIP OUTER JACKET AND BRAID AS INDICATED IN INTO OUTER CONTACT BODY CAPTURING TRIMMED BRAID BETWEEN FERRULE AND SHELL BODY
FIGURE #1. CARE SHOULD BE TAKEN NOT TO NICK OR CUT C. FERRULE CRIMP- CRIMP USING HAND TOOL M22520/5-01 AND DIE SET M22520/5-45 0OR
THE BRAID STRANDS DURING THE REMOVAL OF THE JACKET. | FQUIVALENT., THIS WILL PRODUCE A HEX CRIMP WITH A NOMINAL DIMENSION OF .218 [5.53]1 ACROSS
C. SLIDE FERRULE FORWARD UNTILL KNURLED END IS EVEN WITH | THE HEX FLATS. SEE FIGURE #4,
TRIMMED EDGE OF OUTER CABLE JACKET. COMB OUT SHIELD, FOLD SHIELD BACK
OVER THE KNURLED PORTION OF THE FERRULE., TRIM THE SHIELD EVEN WITH
] THE BOTTOM OF THE FERRULE CAP, 4010 T
D. TRIM CENTER CONDUCTOR AND DIELECTRIC AS SHOWN IN FIGURE 2. ' 218
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/N MAT’L: BRASS PER ASTM-B-16 17l =gl i%gl1%g
/2\ MAT’Li BERYLLIUM COPPER PER ASTM-B-196. : - WITH SEALING BOOT /s BMS 13-65-0F 18833692
/N MAT’L: PTFE PER ASTM-D-1710. - BMS 13-65-0F 18833691
/a&\ FINISH: GOLD PLATE PER ASTM-B-488, TYPE 3, CODE C, DESIGNED TO USE ELARKS cagLE PART
A CLASS 1.25 OVER NICKEL .000050 [0.0013] THK PER AMS-QR-N-290, CLASS 2. SEALING BOOT BMS 13—65-0F CABLE NUMBER A
A 160 DP. FULL DIAMOND KNURL OVER THIS LENGTH. JACKET 0D 141 [3.58] THIS DRAWING IS A CONTROLLED DOCUMENT. ™% o oo *7+7% ARIE o fectronss Cororation
/A MAT'Li STAINLESS STEEL PER ASTH-A-240 DIA. OVER DIELECTRIC: .123 [3.12] SIVERSIONS: T s e e
/2 FINISH: PASSIVATE PER AMS-QE-P-3S, e TSI W SE B COMX SOCKET
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