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   1. Trim cable to dimensions shown.

        Tin center conductor.

 

 

 

   2. Install ferrule onto cable.  Flare braid by

       rotating cable dielectric.  Install crimp nut

       onto cable and under braid.  Cable dielectric

       must be flush with end of crimp nut.  Slide

       ferrule up to crimp nut shoulder and crimp

       using .128 hex die (M22520/5-03).

 

 

   3. Install spacer and contact onto cable

       assembly.  Solder bullet to cable

       center conductor.  Clean solder joint.

 

 

   4. Install insulator over contact.

 

 

 

   5. Install body onto above sub-assembly

        and torque to 7-10 in-lbs.
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