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NOTES: DIMENSIONS ARE IN INCHES UNLESS OTHERWISE SPECIFIED [METRICI.
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CLAMP NUT BULLET
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STEP 1 '
TRIM CABLE TO DIMENSIONS SHOWN.
TIN CENTER CONDUCTOR AND CLEAN
SOLDER JOINT. 'T'
TIN
STEP 2 TS
SLIDE FERRULE OVER CABLE e s0etr —
AND FLAIR BRAID BY ROTATING s

DIELECTRIC.

STEP 3

THE BRAID AND DIELECTRIC, POSITIONED SO THAT
THE END OF THE CABLE DIELECTRIC IS FLUSH

INSERT THE BARREL 0OF THE CRIMP NUT BETWEEN %}

WITH THE END OF THE CRIMP NUT.
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STEP 4

SLIDE THE FERRULE AGAINST THE SHOULDER
OF THE CRIMP NUT AND CRIMP USING .128 HEX

DIE (M22520/5-03).
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STEP 5

PLACE THE SPACER AGAINST THE CRIMP
NUT. SLIDE THE BULLET OVER THE CENTER
CONDUCTOR., USING RESISTANCE SOLDERING
TWEEZERS, APPLY HEAT TO THE BULLET

TO REFLOW THE SOLDER, CLEAN SOLDER JOINT.
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STEP 6
THREAD CONNECTOR BODY ONTO

THE CRIMP NUT ASSEMBLY,

TIGHTEN TO 7-10 IN-LBS.
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