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ASSEMBLY INSTRUCTIONS ‘
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CRIMP RING SHRINK TUBING
k@———77.180 %/
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BRAID T,
DIELECTRIC JACKET

INNER CONDUCTOR

1.0 PREPARE CABLE END
1.1 SLIDE SHRINK TUBING AND CRIMP RING
ONTO CABLE.
1.2 TRIM CABLE JACKET,BRAID,DIELECTRIC &
INNER CONDUCTOR TO DIMENSIONS SHOWN.
WITHOUT NICKING BRAID.
1.3 FLARE BRAID AS SHOWN.

SOFT SOLDER
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2.0 ATTACH CABLE TO CONNECTOR
2.1 INSERT PREPARED CABLE END INTO FERRULE
END OF CONNECTOR. POSITION INNER CONDUCTOR
INTO SLOT. SOFT SOLDER CONDUCTOR TO CONTACT.
2.2 SLIDE CRIMP RING OVER BRAID AND FERRULE.
CRIMP “CRIMP RING” USING CRIMP TOOL
M22520/5-35,CLOSURE B (.128 DIE.).TRIM
EXCESS BRAID IF NECESSARY.

PRESS FIT PRESS CAP
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3.0 ENCLOSING CONNECTOR OPENING
3.1 PRESS CAP INTO RECESS OF CONNECTOR.
3.2 SLIDE SHRINK TUBING OVER CRIMP RING.
3.3 APPLY HEAT(275° MIN) TO SHRINK TUBING
COMPLETING ASSEMBLY.
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