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1. CABLE PREPARATION, ! o cRiNPING
INNER FERRULE ONTO CABLE MAKING SURE .
26 REEP THE | ARCER DIAMETER GF 'INNER FERROLE ! A. CENTER CONDUCTOR- CRIMP CENTER CONDUCTOR USING DANIELS HFG CORP 4.8 INDENT HANDTOOL 122520/2-01.
R ok e b B R AR S RE TN THE_HANDTOOL CRIMP SELECTOR SHOULD BE SET LOCATOR IS NECESSA
CERMINATED . (SEE FTGURE # e e CONTACR /D TELECTRIC SUB-ABSEHBLY INTO HANDTOCL . T DIELECTATC
B, SN s AeCer [SNRTBRAID AS INDICATED IN POSTTION THE CENTER CONTACT. "IRGERTTHE CENTER CONDUCTOR. INTO_CONTACT Wat! EARREL
EIGURE #1- CARE SHOULD BE TAKEN NOT TO NICK OR CUT RIPPED WIRE SHOULD BE VISIBLE IN THE WIRE BARREL SIGHT HOL
THE BRAID STRANDS DURING THE REMOVAL OF THE JACKET. v A0 RENOUE CENTER CONTACT. See FIGURE .
C. EVENLY FLARE THE GAID BACK oVER THE QUTER JACKET AND cUT cEMTER I B. INSERT THE CRIMPED CENTER CONTACT AND CABLE INTO OUTER CONTACT BODY. SLIDE FERRULE
- EVENLY FLARE THE BRAID BACK OVER THE OUTER JACKET | | INTO OUTER CONTACT BODY CAPTURING TRIMMED BRAID BETWEEN FERRULE AND SHELL BODY.
C. FERRULE CRINP- PLACE CONTACT ASSEMBLY INTO AMP HAND CRIMPING TOOL
— SRR HOULD JBE L TEREN,NOT TO NICK OR CUT R T Poli " E6HB0c ks 3543401 & DIE SET 91507-1 AND BOTIOM FRONT END OF CRIMP END FERRULE ON THE CRIMPER. COMPLETE
CRIMPING AND RELEASE CONTACT. SEE FIGURE #4
(2) INDIVIDUAL CONDUCTORS SHOULD BE TWISTEI -
S IMINATE LO0SE W RE LTRANDE b TIenTLY TO D. AFTER CRIMPING, THE DIAMETER ACROSS THE #.200 DIMENSION, SHOWN IN
FIGURE #4 SHOULD BE .273-.276.
|
S1326.016-m = | .200—
SEE NOTE (D> .239+.003
.275:.010
FIGURE #2 | OUTER SHELL ASSY:
c ! FIGURE #4
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3! 8856°98, \FE%@E USED IN HIRF 12072 INSERT RG-142 | .669 [16.99] 1218821-2
/N MAT'L: BRASS PER ASTM-B-16 I ' - RG-142 | .505 [15.111 1218821-1
T
L. 8- f
. A\ MAT’L. BERYLLIUM COPPER PER ASTM-B-196. REMARKS aBLE ot A N
/A MAT'L. PTFE PER ASTM-D-1710.
/A FINISH: GOLD PLATE PER MIL-G-45204, TYPE 1, GRADE C, 2. 220%,002) B S . X V) | = o an
CLASS 1 OVER NICKEL .000050 [0.0013) THK PER G3-N-280, CLASS 2. OVER KNURL e T s
s wo ° il T COAX SOCKET CONTACT ASSY
/A 160 DP. FULL DIAMOND KNURL OVER THIS LENGTH. ae s e
/B\ MAT’L: STAINLESS STEEL PER 0Q-S-766. OERE o rms REAR RLEASE, SIZF 8
) - i - s o e
/2\ FINISH. PASSIVATE PER Q0-P-35. e i e A1|oo775(C- 1218821 -
S s | S oS e T

s

[ ey

Downloaded from Elcodis.com electronic components distributor


http://elcodis.com/parts/154637/1218821-2.html

