RECEPTACLE ASSEMBLY

CABLE ASSEMBLY PROCEDURE
Step 1
Trim cable to dimensions shown.

Tin dip cable to dimension shown for

three seconds maximum.

Step 2
Slide ferrule over jacket.
Flare the braid by rotating dielectric.

Step 3

Install cable into receptacle assembly.

Insert the dielectric into wedge,
beneath flared braid, as shown.
Solder the conductor to the contact.
Clean.

Step 4

Seat ferrule on body, crimp ferrule with
M22520/5-03 Daniels Y-196, .128 hex.
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