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ISSUE CHANGES
0 ER 38897
HVN_08/04/03
CIN | on 39858 ¢
-~ DRK 03/26/07
C_(; , | on 380 c

PNC 4/3/07

1, o w“i“\'\w 4.
d

1
177 4. INSERT SOLDER TAIL OVER THE BRAID UNTIL BOTTOMED. SOFT SOLDER IN
_.I 38 fo— PLACE, USING RMA SOLDER.
- HEAT AND APPLY SOLDER INTO THE (2) SUALLER SOLDER HOLES. AFTER SOLDERING.
o 66— TR & STRIP WIRES TO DIMENSIONS AS SHOWN,

1. CUT THE CABLE-END SQUARE. SUDE THE CLAMP NUT ONTO THE CABLE.
MAKE CUT 1 AND CUT 2 IN THE JACKET.

REMOVE JACKET, BRAD —=] .35 fo—
. AN FLLERS
i I E WHITE WIRE
7] N 5. INSERT SHRINK INSULATION TUBING P/N 1-8449 OVER THE
cuT WHIE Wi,
SECURE CABLE AND SOLOER TAL 10 CONNECTOR ASSEVELY.,
2. REMOVE JACKET, BRAD AND FLLERS 10 .35 DMENSION, T0 REMOVE THE BRAD: SOLDER WHITE SLEEVE WRE 10 CENTER CONTACT.
FUARE BACK OR BULGE BACK THE BRND AND TR WTH SCISSORS AT "CUT 1. SOLDER CLEAR SLEEVE WRE T0 INTERMEDIATE CONTACT.

MAKE SURE NOT TO HAVE ANY SOLDER BRIDGE BETWEEN
CENTER AND INTERMEDIATE CONTACTS. HEAT SHRINK
INSULATION TUBING P/N 1-8449 OVER THE CENTER CONTACT/
3 WHITE WIRE SOLDER JOINT AS SHOWN.

.

: ——| L— REMOVE JACKET IN THIS AREA 6 . :ﬁ !l PR 3-661

3. REMOVE CABLE QUTSIDE JACKET TO LEAVE BRAID EXPOSED.

APPROX SURFACE AREA

6. TORQUE CLAMP NUT TO BODY ASSEMBLY AND LOCK SECURELY.

RECOMUENDED TORQUE: 20~26 IN-LS. USED ON  1960-1-9
STAKE 1 PUACE ON BODY AS A THREADLOCK FEATURE T0 LOCK
CLAMP NUT IN PLACE. er:

CABLING INSTRUCTIOI
ORAWN  HWN 02749/02

DESIGN DATE
APPR, DATE
UNLESS OTHERVISE SPECIFIED 2. REMOVE ALL BURRS, BREAK SHARP EDGES .005 MAX. 7. ALL LEAD THREADS TO BE ELECTRONICS CO., INC.
1. TOLERANCES: FRACTIONS & 2 PLACE DECMALS 7 .010 3. NO FILLETS PERMITTED. CHAMFERED 45- TO ROOT DIAMETER. ROCK HILL, SOUTH CAROUINA 29730
3 PLACE DECIMALS 7 .004  ANGLES 7 1- 4. SURFACE ROUGHNESS 63 MICROINCHES RMS MAX. WCRITICAL DIMENSIONS
CONCENTRICITY OF ANY 2 DIAMETERS MAY NOT 5. ALL DIMENSIONS PRIOR TO PLATING. 3_734
EXCEED HALF THE SUM OF THEIR TOLERANCES. 6. ALL PLATING IN ACCORDANCE WITH KER 10004.




