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1. Position and secure housing in a small bench or
vise.
Outer 2. Tin the inner conductor of the cable.
: Sleeve
Cap s - 3. Insert the cable into the housing subassembly.
Dielectric |-eaal a. Nest the cable inner conductor in the center
Housing contact slot.
Subassembly b. Bottom the cable dielectric on the connector
dielectric.
CONNECTOR PART NUMBER 4. Place a solder iron on the tip of the center contact
CABLE and solder.
CURRENT (TE) PREVIOUS

rg 174/u, 179, 187,

106089-1 188, and 316

5837-5003-10

Figure 1

1. INTRODUCTION

These instructions cover the application of the MCX
Right-Angle Cable Plug listed in the table in Figure 1.
This connector is used in crimp-type attachment
applications, on the cable listed in Figure 1.

. NOTE

1 Dimensions in these instructions are in metric units [with
U.S. customary units in brackets], unless otherwise
indicated.

The crimp tooling is listed below:

2.3. Crimping the Connector to Cable (Figure 3)

1. Slide the outer sleeve (ferrule) over the flared
cable braid.

2. Crimp the outer sleeve in place.

3. Trim and remove excess cable braid strands.
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Crimp Tool Kit

Reasons for revision are listed in Section 3,
REVISION SUMMARY.

2. ASSEMBLY

2.1. Coaxial Cable Preparation (Figure 2)
1. Slide the outer sleeve (ferrule) over the cable.

2. Strip the end portion of the cable jacket to expose
the cable outer conductor (cable braid) to the
dimensions in Figure 2.

3. Trim the outer conductor to length.
4. Trim the cable dielectric to length.
5. Trim the inner conductor to length.
6. Flare the outer conductor as shown in Figure 2.

2.2. Soldering the Center Contact to the Cable Inner
Conductor (Figure 3)
DANGER
A Soldering equipment is hot. To avoid personal injury, be
sure to follow all local and safety practices (including
wearing gloves).
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2.4. Sealing the Housing Opening (Figure 4)

1. Press the dielectric into the opening in the rear of
the housing subassembly.

2. Place the cap into the opening in the rear of the
housing subassembly. Either press, solder, or epoxy
the cap into place.

CAUTION

A Damaged components must not be used. They must be
replaced with new components.

3. REVISION SUMMARY

Since the previous release of this document, the
Crimp Tooling Kit part number was updated.

©2013 Tyco Electronics Corporation, a TE Connectivity Ltd. company
All Rights Reserved
*Trademark

TOOLING ASSISTANCE CENTER 1-800-722-1111
PRODUCT INFORMATION 1-800-522-6752

This controlled document is subject to change.
For latest revision and Regional Customer Service,
visit our website at www.te.com

lof2

TE Connectivity, TE connectivity (logo), and TE (logo) are trademarks. Other logos, product and/or company names may be trademarks of their respective owners.



-_TE

connectivity

408-4633
Crimp Tool
Cable Inner Die No. C
Conductor Solder or Epoxy Here
Outer Cap
Solder Here Sleeve
(Ferrule) Pres Here  —
Dielectric
Connector Housing — _ 0
Dielectric Subassembly I )
\_ Conductor
I=l==I=]
Housing Subassembly -
Figure 3 Figure 4
RevC

20f2



