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Fig. 1

1. INTRODUCTION

This Instruction Sheet (IS} contains informaticn neces- 2116
sary for the selection of TNC connectars and tools, as

well as cable stripping dimensions for all connectors. ==
(Only typical tocls and dies are shown.} | — d

NOTE All dimensions on this sheet are in ]
Inches. lilustrations are for reference Fig. 2

anly and are not drawn to scale.

— 23/64

pog———

2, DESCRIPTION

7116 ——‘
B ] ]
TNC connectars include body, seal, ferrule, and crimp == [“l '55 '—:‘m J B
»

end. Sealed TNC connectors include body, crimp end, |
and ferrule. — /64

Crimp end shouwl/d not be assembled Fig. 3
NOTE , ; .
ta connector body untl crimp is — 32

Ff a/

compfeted. 1116 |

3. RECOMMENDED TOOLS AND DIES =l [l —3 |- g
ol

Use either the hand tools listed or the interchangeable ‘.| L 7/16

dies in appropriate tools. Injerchangeable dies are used

in AMP Hand Tcol No. 63710 or AMP Pneumatic Tool Fig. 4

No. 69365. See Figure 1.

© Copyright 1980 by AMP Incorporated.
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IS 9565

SINGLE CRIMP 50-OHM JACKS

JACK BODY SEAL FERRULE
TNC JACK
ASSEMBLY
JACK CRIMP END
CRIMPING CRIMPING CABLE
CABLE Aﬁﬁﬂggh\’ TOOL DIE STRIP
NUMBER NUMBER DIM.
59, 59A, 59B, 62, 62A,
62B, 124, 140, 210 331125 69141-1, 69141-1 Mod. W 659224-1
161, 179, 187 413444-1 69245-1, 69245-1 Mod. P 69408
180, 180A, 195 331129 69246-1, 69246-1 Mod. P 69423
71, 71A, 71B 331126 69141-2, 68141-2 Mod. P 69425 FIG. 2
174, 188 331127 69245-2, 69245-2 Mod. N 69422
AMPHENOL 21-597 331130 69246-2, 69246-2 Mod. R 694231
178, 196 331132 69245-4, 69245-4 Mod. L 69471
122 331131 69246-1, 69246-1 Mod. P 69423
BELDEN 8281,
W.E. 724 & 3049 332418 69652 220000 FIG. 4
Table 1 — TNC JACKS
KWASH
LOCKWASHER  BuLkHEAD JacK FERRULE PANEL
cuT-ouT
TNC 1 i
BULKHEAD BARE 1]
[ .435
JACK . . ) MIN.
ASSEMBLY L
\ JACK CRIMP END £05 MIN. DA, —
JAM NUT GASKET SEAL -805 MIN. DIA.
CRIMPING CRIMPING CABLE
CABLE Aslsj'fﬂ“gg;“' TOOL DIE STRIP
NUMBER NUMBER DIV,
59, 59A, 59B, 62, 62A,
G28. 123, 140 210 331235 69141-1, 69141-1 Mod. W 69224-1
161, 179, 187 331238 69245-1, 69245-1 Mod. P 59408
180, 1B0A, 195 331239 69246-1, 69246-1 Mod. P 59423
71, 71A, 71B 331236 69141-2, 69141-2 Mod. P 89425 G, 2
174, 188 331237 69245-2, 69245-2 Mod. N 69422 )
AMPHENOL 21-597 331240 69246~2, 69246-2 Mod, R £9423-1
178, 196 331243 69245-4, 69245-4 Mod. L 69471
122 331242 69246-1, 69246-1 Mod. P §9423
RAYCHEM 22-704 50479 69246-2, 69246-2 Mod. R 694231

Table 2 — TNC BULKHEAD JACKS
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SINGLE CRIMP 50-OHM JACKS

IS 9565

LOCKWASHER BULKHEAD JACK .218 PANEL
FERRULE “~o. -
WEATHERPROOF 221 CUT-OUT
TNC =
BULKHEAD i I ]
JACK I'I'l"
ASSEMBLY : JACK CRIMP END .505
JAM NUT GASKET 510 DIA.—]
CRIMPING CRIMPING CABLE
CABLE Bvtyvireal TOoOL DIE STRIP
NUMBER ' NUMBER DIM.
58, 58B 331325 69376-3 69815
58C 331325 69376-1 69815
55, 56A, 55B, 223 1-331325-3 89376-3 60815 FIG. 3
141, 141A 1-331325-1 693763 69815
142, 142A, 142B 1-331325-2 69376 604931

Table 3 — WEATHERPROOF TNC BULKHEAD JACKS

4, CRIMP END ASSEMBLY

NOTE

To assemble crimp end, proceed as fcllows.

Assembly procedure is the same for
all connectors.

1. Slip ferrule on cable, then strip cable and flare
braid as shown in Figures 2, 3, and 4.

2. Insert stripped conductor into wire barrel on
crimp end. Twist crimp end slightly to ease entry of
wire,

3. Push crimp end back under braid so that braid
passes over and around support sleeve. Apply
sufficient pgressure ta cause cable dielectric to bot-
torm against dielectric of crimp end. See Figure 5.
Twist crimp end slightly to assure bottoming.

4. Slide ferrule forward and over braid on crimp
end as far as it will go. See Figure 5. Crimp end is
now ready to be crimped.

5. CRIMPING PROCEDURE

Several of the hand tools contain a “quick take-up”
device, or handle, on the CERTI-CRIMP* Ratchet
Assembly. To close tool handles, the small handle on
the ratchet assembly is pulled toward the tool handle.
See Figure 6. Both tool handies are then closed to
complete crimp.

TYPICAL ASSEMBLY PROCEDURE

“FOLDED-UNDER" END

PLUG OR JACK OF FERRULE (GASKET

CRIMP'END END FOR SEALED
CONNECTORS)
T=il e
WIRE
BARREL SUPPORT BRAID FERRULE
SLEEVE

FLARED BRAID GOES OVER AND
AROUND SUPPORT SLEEVE

CRIMP END DIELECTRIC

APPLY SUFFICIENT PRESSURE
TO CAUSE CABLE DIELECTRIC
TO BOTTOM AGAINST
DIELECTRIC OF CRIMP END

m_\— CABLE DIELECTRIC

PUSH FERRULE OVER
BRAID, FERRULE BOTTOMS
AGAINST SHOULDER

1727,

ASSEMBLY NOW READY TO BE CRIMPED

SHOULDER

Fig. 5
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IS 9565

SINGLE CRIMP 50-OHM JACKS

SHORT HANDLE
ON CERTI-CRIMP
RATCHET

CLOSE HANDLES PART WAY BY
PULLING SHORT HANDLE, THEN
GRASP TOOL HANDLES TO
COMPLETELY CLOSE DIES.

Fig. &

NOTE I The crimping tools, dies, and
crimping procedures are similar
regardiess of the type connecior to

be crimped.

5.1. HAND TOOLS WITH INTEGRAL DIES

NOTE

1. Open crimping dies by closing tool handles
until CERT-CRIMP ratchet releases. Note that once
ratchet is engaged, the handles cannot be opened
until they are fully ciosed.

The crirmmping tools have multipie sels
of dies. See Figures 7 and 8 ta crimp
the braid ferrule and wire barrel of
crimp end. Ferrule and wire barre!
are crimped at the same time.

2. Place tha crimp end in crimping dies as
shown.

3. Make certain that wire barre!l and braid ferrule
of crimp end are resting firmly on crimping dies.
See Figures 7 and 8.

4. Close handles part way by puiting sheort handie
on CERTI-CRIMP raichet (for tools containing this
feature), then grasp and close tool handies to
compliete crimp.

5.2. INTERCHANGEABLE DIES

AMP TNC Searies COAXICON™* Crimping Dies are used in
AMP Toots No. 69710 and 69365. Read the instructicns
shipped with tools for information concerning die
insertion and general tool performance. Refer to

PAGE 4 OF 6

TYPICAL CRIMPING TOOL

WIRE BARREL OF CRIMP
END WILL BOTTOM IN
CRIMPING DIE

SHOULDER ON CRIMP
END RESTS AGAINST
BRAID FERRULE
CRIMPING DIE

BRAID FERRULE RESTS
FIRMLY ON FERRULE
CRIMPING DIE

WIRE BAHhEL OF CRIMP
END WILL BOTTOM IN
CRIMPING DIE

BRAID FERRULE / y
RESTS FIRMLY ON

UPPER BRAID
FERRULE
CRIMPING DIE
SHOULDER ON CRIMIP
END RESTS AGAINST
BRAID FERRULE
CRIMPING DIE

Fig. 8

selection charts for proper connectors and cables to
use. Then proceed as follows:

1. Place crimping dies in tool. The die assem-
blies have multiple sets of crimping dies similar to
those in hand tools. See Figure 9.



SINGLE CRIMP 50-OHM JACKS

IS 9565

TYPICAL CRIMPING DIES

DIE HOLDING
SCREW(S)

|
]

moving DIE

DIE

Fig. §

2. Place the crimp endin crimping dies as shown
in Figure 10.

3. Make certain that wire barrel and braid ferrule
of crimp end are resting firmly on crimping dies.
See Figure 10. Hold assembly in place and
complete crimp.

WIRE BARREL BOTTOMS
IN CRIMPING DIE

SHOULDER ON CRIMP END
RESTS AGAINST BRAID
FERRULE CRIMPING DIE

BRAID FERRULE *#
RESTS FIRMLY
ON FERRULE
CRIMPING DIE

Fig. 10
6. CONNECTOR ASSEMBLY

1. Assemble crimp end and connector body as
shown in Figure 11.

2. Assemble crimp end and sealed connector as
shown in Figure 12.

ASSEMBLY OF TYPICAL
CONNECTOR BODY AND CRIMP END

TYPICAL CRIMP END

Y

P
= Lo

CRIMPED
FERRULE MAKE SURE THAT SEAL IS
ASSEMBLED BETWEEN
CONNECTOR BODY AND
CRIMP END
-7
Q el | R
] ——liin | /
-4
Ly —J

CONNECTOR BODY /

Fig. 11

ASSEMBLY OF TYPICAL SEALED
CONNECTOR BODY AND CRIMP END

TYPICAL CRIMP END

T

[= [t t

& =
= r-- \

Co——J

CRIMPED /

FERRULE

& ==K

CONNECTOR BODY /

Fig. 12

3. Use a wrench on flats to tighten. A torque of
15 to 20 inch—pounds is suggested.

PAGE 5 OF 6



IS 9565

4. For bulkhead jacks, slide gasket over
bulkhead jack and press into recess in jack. See

Figure 13. _
PANEL\

BULKHEAD\ LOCKWASHER L
PANEL CUT-QUT
FOR BULKHEAD
JACKS
1——©
JAM
.435
NUT MIN.
.505

1/8" MAX. PANEL THICKNESS MIN. DIA.

SINGLE CRIMP 50-OHM JACKS

7. PANEL INSULATING BUSHING

AMP Panel Insulating Bushing No. 330620 is available
for use with bulkhead jacks. Refer to Figure 15 for
panel cut-out dimensions. Use two bushings for each
bulkhead jack. For 1/18" panel, assemble bushings as
shown in View A. For 1/32" panel, assemble bushings
as shown in View B,

Fig. 13

5. Insert jack through hele in panel. Use
dimensions shown in Figures 13 and 14 for
cut-out. See Paragraph 7 if panel insulating
bushing is t0 pe used.

6. Place lockwasher and jam nut on jack and

tighten.
LOCKWASHER
PANEL CUT-CUT
BULKHEAD FOR SEALED
™~ BULKHEAD JACKS

.218
221
NUT 510
1/8” MAX. PANEL THICKNESS DIA.
Fig. 14
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PANEL INSULATING BUSHING
NO. 330620 FOR BULKHEAD JACKS

f'"'\\l——l

NN

sy

-‘V’_’,_f-
A\ 1/16" PANEL 1/32" PANEL/

VIEW A VIEW B

NOTE: BUSHINGS ARE USED FOR BOTH 1/16”
AND 1/32” PANELS, TWO BUSHINGS ARE
REQUIRED FOR EACH BULKHEAD JACK USED.
ASSEMBLED AS SHOWN ABOVE.

Fig. 15



