N\ .. PHOENIX
N %_Campa:ynfamngo

Leading Blindmate Microwave Contact Technology

NOTICE!

The cable assembly procedure for this item changed and affects all
product shipped from the factory after 7/1/23. This change includes
the cable strip dimensions and crimp tooling. A copy of the new
cable assembly procedure can be found in the “Assembly Procedure”
listed in this same Product Documents section.

Please contact our sales team at Sales@PhoenixofChicago.com or 1-
800-323-9562 for assistance with tooling or if you require the cable
assembly instructions for product shipped from the factory prior to
7/1/23.

Thank you.

22 Great Hill Road | Naugatuck, CT 06770 USA
Tel: 203-729-9090 | Fax: 203-723-1794 | Toll Free: 800-323-9562 | www.phoenixofchicago.com
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STEP 1 .035
TRIM CABLE TO THE DIMENSIONS SHOWN.
JACKET CENTER CONDUCTOR
BRAID DIELECTRIC
FERRULE

STEP 2
SLIDE FERRULE OVER THE CABLE.

FERRULE SLIDING DIRECTION

STEP 3

SLIDE SPACER OVER THE CENTER CONDUCTOR
OF THE CABLE UNTIL IT BOTTOMS AGAINST
CABLE DIELECTRIC. SLIDE CENTER CONTACT
ONTO CABLE CENTER CONDUCTOR AS SHOWN
AND CRIMP THE CENTER CONTACT USING
DANIELS 'AFM8' CRIMPER - SETTING #1

AND POSITIONER 'K2159'.

ROTATE DIELECTRIC AND FLARE THE BRAID.

BRAID FLARE

CRIMP

CENTER CONTACT

SPACER

STEP 4
SLIDE BODY ONTO PREPARED CABLE OVER
DIELECTRIC AND UNDER THE BRAID.SLIDE
FERRULE UP AGAINST THE SHOULDER OF
THE BODY AND CRIMP USING

.151 HEX DIE (M22520/5-37).
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WARNING - THIS DOCUMENT CONTAINS TECHNICAL DATA WHOSE EXPORT IS RESTRICTED BY THE ARMS
EXPORT CONTROL ACT (TITLE 22, U.S.C., SEC 2751, ET. SEQ.) OR THE EXPORT ADMINISTRATION ACT OF
1979, AS AMENDED, TITLE 50, U.S.C., APP 2401 ET SEQ. VIOLATIONS OF THESE EXPORT LAWS ARE SUBJECT

TO SEVERE CRIMINAL PENALTIES. DISSEMINATE IN ACCORDANCE WITH PROVISIONS OF

DOD DIRECTIVE 5230.25.

THE INFORMATION AND DESIGNS DISCLOSED IN THIS DOCUMENT ARE CONFIDENTIAL AND/OR
PROPRIETARY TO THE PHOENIX COMPANY OF CHICAGO INC. AND MAY NOT BE USED FOR
MANUFACTURING, REPRODUCED, DISCLOSED TO OTHERS OR FOR ANY OTHER PURPOSE WITHOUT
THE EXPRESS WRITTEN CONSENT OF THE PHOENIX COMPANY OF CHICAGO INC.
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