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REV. DESCRIPTION BY DATE APPR. DATE

Ferrule

Crimp Nut

Spacer

Contact

Body

.230`.010

.550`.010

.090`.010

Tin

Flush

.120 - .135

STEP 1

Trim Cable to dimensions shown.

Tin Center Conductor and clean

solder joint.

 

 

 

STEP 2

Slide Ferrule over Cable and

flare Braid by rotating Dielectric.

 

STEP 3

Insert the Barrel of the Crimp Nut between

the Braid and Dielectric, positioned so that

the end of the Cable Dielectric is flush with

the end of the Crimp Nut.

 

STEP 4

Slide the Ferrrule against the shoulder

of the Crimp Nut and crimp using .128

Hex Die (M22520/5-03).

 

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.

 

STEP 6

Thread Connector Body onto the Crimp Nut

Assembly. Tighten to 7-10 IN-LBS.

Cable


