AMP INCURPORATED
Harmisburg. #a 17185

CUSTOMER HOTLINE 1 800 722-1111

APPLICATION AND MAINTENANCE FOR
AMP* AMPOWER* CRIMPING DIES

RELEASED

Section li provides maintenance and inspection pro-
cedures for AMP crimping dies.

Sectionr | of this instruction sheet provides application
procedures for AMP crimping dies.,
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AMPOWER* CRIMPING DIES
{Used in Crimping Head No. 69099)
691331 46750-2 46885-2
69134-2 48751.2 46886-2
467653 467522 Mod. D 44887-2
46766-2 46753-2 Mod. D 46888-2
46767-2 46883-3 46889-2
46749-2 48884-2 46890-2
Fig. I-1
SECTION1 APPLICATION

i-1. INTRODUCTION

This instruction sheet {IS) covers application and
maintenance procedures for the AMPOWER crimp-
ing dies listed in Figure I-1.

Basic instructions for the instailation and removal of
dies, wire preparation, and crimping procedures are
covered in the first section of this instruction sheet.

Maintenance and cenrtification information is located

in the second section.

Read these instructions carefully prior to installing,
remaving, or using the dies.

Dimensions presented on this instruction
sheet are in inches with their meiric equiva-
lents provided in accornpanying parentheses.

2. DESCRIPTION

The AMPOWER die assemblies listed in Figure I-1
are used to crimp AMPOWER terminals and splices
of the wire sizes indicated in Figure I-2.

* Trademark of AMP Incorporsted
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WIRE CMA T SINGLE DUAL
Wine RANGE | POSMION | POSITION
(mmy |  DIE SET DIE SET
6 s | e1331 -
4 39;;‘;?&3@:%00 69134-2 —
2 5";'263.,}_22:1;’0 467653 45883.3
110 e e 467682 46884-2
20 ! “:g"gg;g%fm 46767-2 468852
a0 ‘mésgg;%;m 467492 46886-2
40 ‘”(5'2%21":‘7')000 467502 46887-2
250 MoMmt | 231 ;ﬁ%ﬁg;om 46751.2 488882
300 MCM 275;?3&?%000 46752-2 Mod. DY | 458892
350 MCM 325;?32?;3;000 46753-2 Mod. DY | 488902

T MCM EQUALS THOUSAND GIRCULAR MILS
T NON-REVERSIBLE DIES. ALWAYS INSTALL INDENTER IN RAM. SEE

FIGURE I-1.
Fig. I-2
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1S 1608-

The die assemblies are either singte or dual posi-
tion sets, each consisting of an anvil subassembly
and an indenter subassembily.

The die assemblies are designed for use in AMP
Hydraulic Crimping Head 69099 Mod. 1, which may
be installed in AMP Hydraulic Power Units 69120-1,
69120-2, 69325, and 69325-1. For instructions rela-
tive to the crimping head and the hydraulic power
units, refer to the instructions packaged with them.

1-3. DIE INSERTION AND REMOVAL

AVOID PERSONAL INJURY. When changing

dies, exercise caution and avoid accidentally
depressing foot switch or trigger controls of
power units.

A.  Die Inserlion

Atter ensuring that the possibility of accidental acti-
vation of the hydraulic power unit has been elimi-
nated, proceed as follows:
1. Select correct dies for wire size being used.
See Figure 1-2.
2. Loosen lock screw in top of crimping head.
See Figure 1.
3. insert shank of stationary die properly into
top of crimping head and tighten lock screw.

AMPOWER CRIMPING-DIES

| NOTE l Ensure that dies are inserted FULLY and that
flats on shanks are facing lock screws. See
Figure i-1.

4, Activate power unit, advancing ram untit lock
screw on ram is fully visible, and hold ram in
position.

5. Exercising caution, loasen lock screw on
ram and insert shank of moving die properly
into ram FULLY. Tighten iock screw.

6. Activate power unit to complete cycle and
aliow ram to return to DOWN position.

[ NOTE Typical single and dual position die sets
are shown in normal crimping position in
Figure I-1. The dual position dies are used

in afternate position anly for parailei splice
applications as shown in Figure i-4.

B. Die Removal

Ensure that the possibility of accidental activation of
hydraulic power unit has been eliminated, and pro-
ceedq as follows:

1. Loosen lock screw in top of ¢crimping head
and remove stationary die.

2. Advance ram until lock screw on ram is
visible. Loosen lock screw and remove die.

TERMINAL

CENTER TERMINAL
END OF INSERTED WIRE
MUST BE VISIBLE THROUGH
SIGHT HOLE

WIRE BARREL IN STATIONARY DIE

PARALLEL
SPLICE
' CENTER PARALLEL

SPLICE IN STATIONARY DIE

BUTT SPLICE

CENTER H’ALF QF BUTT SPLICE
IN STATIONARY DIE

(Sight Holes Must Face
Upper or Lowar Die)

ENDS OF INSERTED
WIRES MUST BE
VISIBLE THRQUGH
SIGHT HOLES

Fig. I-3
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AMPOWER CRIMPINGDIES®

I-4. WIRE PREPARATION AND CRIMPING
PROCEDURE

A.  Wire Preparation

1. Select proper size terminal or splice for wire
size being used.

2. Determine correct terminal or splice wire
loading by referring to CMA (Circular Mil Area)
range listed in Figure I-2. Total CMA of wires
being used must be within CMA range of
terminal or splice.

3. Strip wire to dimensions indicated in
Figure I-2, taking care not to nick or cut wire
strands.

B. Crimping Procedure
(Single- and Dual-Position Dies)

1. Ensure that wire size stamped on terminal or
splice corresponds to wire size stamped on
stationary die.

2. Center terminal or splice in stationary die as
shown in Figure |-3.

3. Activate power unit so that moving die
advances and holds terminal or splice in place
without deforming wire barreil.

4. Insert stripped wire until it bottoms in termi-
nal or butt splice. End of wire must be visible
through sight hole.

NOTE Sight holes of butt splice must always face
L— either upper or lower die.

5. Insert stripped wires into parallei splice.
Ends of wires must be at (east fiush with, or
extend slightly beyond, end of wire barrel.

When “allernate’’ position of dual position
NOTE g - ) )
dies is being used to crimp parallel splices,

ensure that the end of the inserted wire does
not touch or bind against face of crimping
head. See Figure I-4.

6. Activate power unit to complete crimp.

7. To crimp other half of butt splice, remove
and reposition uncrimped half in stationary die.
Insert wire until it bottoms against spiice wire

IS.1606

5 g

CENTER PARALLEL a
SPLICE IN STATIONARY DIE -

B agi J TR i .
22 INSERTED WIRE SHOULD NOT

[ZTOUCH FACE OF CRIMPING HEAD
Fig. I-4
stop {visible through sight holes) and then
crimp the spiice.

B. Inspect crimp by referring to Paragraph [-5,
CRIMP INSPECTION, and to Figure |-5.

I-5. CRIMP INSPECTION

Inspect crimped terminals and splices by checking
the features described in Figure I-5. Use only termi-
nals and splices that meet the conditions shown in
the "ACCEPT" column. Unacceptable terminals and
splices, as depicted in the "REJECT" column of
Figure 1-5 ¢an be avwoided through careful use of the
instructions in Paragraph |-4 and by performing
ragularly scheduled die maintenance as described
in Section Il of this instruction sheet.

6. MAINTENANCE

AMP recommends that a mzaintenance/inspection
program be performed periodicaily to ensure
dependable and uniform terminations. Freguency of
inspection is dependent upon operator skill and
care of dies, amount of use, presence of abnormal
amounts of dust ang dirt, type and size of products
being crimped, and your company’s established
standards.
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151608 AMPOWER CRIMPING- DIES

REJECT
TERMINAL
PARALLEL
SPLICE
BUTT SPLICE
(1) Crimps centerad. Crimps may be off center BUT NOT () Crimped oft end of splice or terminal.
OFF END OF W BARREL.
IRE @ Embossed wire size does not match CMA of wire
@ Embossed wire size matches CMA of wire being used being used, or wire size stamped on terminai or splice.
and wire size stamped on terminal or splice. @ Wire not insernted far enough in terminai or splice. End
@ Insulation does not enter wire barrel. of wire musi be visible through sight holes of terminals
or butt aplices.
@ Wire is visible through sight hote of terminal or butt
splice. @ WIre insulation entered barrel of terminal or splice.
. CHECK FOR INCORRECT STRIP LENGTH.
(5) On parallel aplices, bare wire ends must be flush with
or extend beyond end of barral. @ Excesslve "flagh” indicates wrong wira, splice, or
tooling combination was used. '
Micked ar missing strandgs.

Fig. I-5
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AMPOWER-CRIMPING-DIES

IS 1606

Section | of this instruction sheet provides application
procedures for AMFP crimping dies.

Section |l provides maintenance and inspection pro-

cedures for AMP crimping dies.

ae‘

©

Fig. 111
SECTION Il MAINTENANCE/INSPECTION

Il-1. DIE MAINTENANCE AND CERTIFICATION

All dies are thoroughly inspected prior to shipment.
Because ol the possibility of damage in transit, new
dies should be inspected in accordance with the
information provided in this section and be inspected
at regularty scheduled intervals to ensure their con-
formance to standards.

Dies are coated with a preservative to prevent rust
and corrosion. Wipe preservative from dies. particu-
larty from crimping areas, prior to use. Do not allow
deposits ot dirt, grease, or other contaminants to
accumulate on the die closure surfaces. These
deposits may cause excessive wear in the die
closure surfaces, thereby affecting the quality of the
crimp. Wipe dies frequently with a clean cioth and
store themn in a ciean, dry area when not in use.

H-2. VISUAL INSPECTION

Visually inspect die closure surfaces for broken,
pitted, or chipped areas. Although dies may gage
within permissible limits, worn or damaged die
closure surfaces can affect crimp quality. Examples
of possible damage to die ciosure surfaces are
depicted in Figure 1I-1.

11-3. DIE CLOSURE INSPECTION

Every die set is inspected for proper die closure
before shipment. However, inspection of die closure
for excessive wear is required on a periodic basis
depending upon usage and conditions.

The die closure inspection is accomplished using
GO/NQO-GO plug gages. A suggested pilug gage
design and the GO/NO-GO dimensions for plug
gage members are provided in Figure (I-2. The fol-
lowing procedure is recommended for inspecting
the die closure:

1. Clean oil or dirt from die closure surfaces
and from pilug gage members.

SUGGESTED PLUG GAGE DESIGN
DIE CLOSURE G0
CONFIGURATION DIM. g
C_F'L M t —
? oM. Ln
TrP. (50.8)
DIE CLOSURE GAGE MEMBER
agi DIM. “A™t DIM. “8"%
- GO NO-GO | GO NO-GO
as7aen | 3350 .3450 .3350-,3353 3449 3450
(8509 | (8763) | (8509-8.517) | (B.760-8.763)
46750-2 3770 3870 3770-3773 .3869-.3870
(8.576) (3.83) (9.576-9.583) | (9.827-9.83)
57512 | 4130 4230 .4130-.4133 .4229-.4230
) (10.490) {10.744) | (10.490-10.488) (10.742-10.744)
46752-2 | 4530 L4530 _4530-.4533 4529 4630
Mod. D | (11.506) | (11.760) | (11.506-11.514) | {11.758-11.760)
46753-2 | 4890 4990 _4890-.4893 .4989-.4990
Mod. D | (12.41) | (12.678) |{12.421-12.428) | (12.672-12.675)
w7653 | 2120 2220 2120-.2123 22192220
(5.38) {5.639) (5.38-5.392) | (5.636-5.639)
ssr662 | 2820 2720 .2820-2623 9719-.2720
" (6.656) | (5.908) | !6.655.6.662) | !6.906-5.909)
w7672 | 2270 3070 2970..2973 .3069-.3070
B {7.544) (7.798) (7.544.-7.551) (7.795-7.798)
osgrs | 2120 2220 2120-2123 .2219-.2220
(5.38) (5.639) {5.38-5.292) | (5.636-5.839)
segsa2 | 2620 2720 _2620-.2623 2718-2720
6.855) | (6.909) | (6.6566.662) | (6.906-6.909)
espss2 | 2370 3070 2070-.2973 .3089-.3070
(7.544) (7.798) | (7.544.7.581) | (7.795-7.796)
, | 3350 L3450 .3350-.3353 .3449- 3450
48886- 8509 | (8763 | (8.509-85170 | (8.760-8.763)
seas72 | 3770 3870 3770-.3773 .3880-.3870
: {9.576) {9.83) (0.576.9.589) | (9.827-9.83)
AGBBB-2 4130 4230 4130-.4133 A229- 4230
(10.490) (10.744) 11 0.490-10.498) { {10.742-10.744)
esae2 | 4530 L4630 -4530-.4533 4629-.4630
{11.508) | (11.780) |(11.506-11.514) | (11.758-11.760)
46800-2 4890 4990 4890-.4893 .4989-.4980
(12.412) | (12,6751 |(12.421.12.428) | (12.672-12.675)
891331 1470 1570 1470-.1473 .15689-.1570
(373) | (3.988) | (3.734-3741) | (3.985-3.988)
£3134-2 A770 A8T0 L1770-.1773 .1869-.1870
{4.496} (4.750) { (4.496-4.503) (4.747-4.750)

T DIE CLOSURE DIMENSIONS APPLY WHEN DIES ARE POSITIONED AT
“GAGE DIMENSION" INDICATED IN FIGURE 11-3, DETAIL “A".

t MATERIAL — TOOL STEEL

Fig. 11-2
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DIES POSITIONED AT “GAGE DIMENSION™

IS 1808 AMPOWER CRIMPING-DIES
INSPECTION OF DIE CLOSURE
WITH PLUG GAGE
DETAIL A DETAIL B
“GO" ga t letel
1.664* GacE FIS through the die closure.
(42.3) DIM.

“"NO-GQO" gage may enter partially, but must
net pass compietely through the die closurs.

Hold gage in straight alignment with die

Fig. 11-3
2. Assemble and adjust dies to meet the gage
dimension indicated in Figure iI-3, Detail A.

3. With dies positioned at gage dimension,
inspect die closure using proper plug gage.

closure and carefully try to insent, without
forcing, the GO member. See Figure |I-3,
Detail B. The GO member must pass com-
pletely through the die closure.

4. Try to insert the NO-GO member. The

NO-GO member may enter partially, but must
not pass completely through die closure.

5. If die closure meets GO/NC-GO gage condi-
tions, dies may be considered dimensionally

correct. |f die closure does not conform
with GO/NO-GO gage conditions, the dies
must be replaced.

ll-4. REPLACEMENT PARTS

Worn or damaged dies may not be repaired. It is
recommended that spare sets be stocked and con-
trolied to prevent lost time. Figure 11-4 lists replace-
ment dies that may be purchased from AMP
tncorporated or a whotly-owned subsidiary of AMP
Incorporated. Address correspondence to:

AMP Incorporated

PO.

Box 3608

Harrisburg, PA 17105-3608

SINGLE POSITION DIES

DUAL POSITION DIES

PAGEGOF &

SINGLE POSITION DIES

ITEM | DESCRIPTION | 31301 | 691342 | 467853 | 467662 | 467672 | 46749-2 | 467502 | as751.2 | pioia | 207032

1| MOVING DIE | 3077189 |2-307718-0[1-3077189| 3077167 | 3077188 | 3077181 | 3077182 | 3077163 | 3077164 | 3077165

STATIONARY DIE | 307719.9 [1-307719.:0]_307718.6] 3077187 | 307719-8 | 307719-1 | 307719-2 | 307719-3 | 3077194 | 3077195
DUAL POSITION DIES

TEM | DESCRIPTION | ,eam33 | 4essez | 4sass2 | 460882 | 468572 | 468882 | 458892 | 488602

1| MOVING DIE | 6:305686-1 | 23056888 | 33056830 | 30056881 | 3-305686-2 | 3.305688.3 | 33056884 | 3-305688-5

'STATIONARY DIE | 2:305687-8 | 2-305687-0 | 3-305687-0 | 3-3056871 | 3-305687-2 | 3.305667-3 | 3-305637-4 | 3-306687-5

Fig. I1-4
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KomnaHus ((3J'IeKTpO|_|J'|aCT» npeanaraeT 3akKn4vyeHmne onrocpoYHbIX OTHOLLIEHUN npu
NOoCTaBKaxX MMMNOPTHbIX 3NTEKTPOHHbIX KOMMOHEHTOB Ha B3aMMOBbLIFO4HbIX yCJ'IOBI/lFlX!

Hawwn npeumyuiectsa:

e OnepaTuBHbIE NOCTABKM LUMPOKOrO CMeKTpa 3NeKTPOHHbIX KOMMNOHEHTOB OTEYECTBEHHOIO U
MMMOPTHOrO NPON3BOACTBA HANPAMYO OT MPOM3BOAMTENEN U C KPYNMHENLLNX MUPOBbLIX
CKNaaos.;

MocTaBka 6onee 17-TM MUNIIMOHOB HAMMEHOBAHWUIN 3NEKTPOHHbLIX KOMMNOHEHTOB;

MocTaBka CNoXHbIX, AeULNTHBIX, MMOO CHATLIX C MPOM3BOACTBA NO3ULIUIA;

OnepaTtunBHbIE CPOKM NOCTABKM Nof 3aka3 (0T 5 pabounx gHewn);

OKcnpecc goctaska B Nnobyto Touky Poccuu;

TexHnyeckas nogaepkka npoekTa, NomMoLLlb B nogdope aHanoros, NocTaBka NPOTOTUMOB;

Cuctema MeHeXMeHTa KavyecTBa cepTuduumnposaHa no MexayHapogHomy ctaHgapTty 1ISO

9001;

o JlnueHausa ®CH Ha ocyulecTBneHne paboT ¢ NCNONb30BaHWEM CBEOEHUIN, COCTABAOLLINX
rocygapCTBEHHYIO TalHy;

o [locTaBka cneumnanmampoBaHHbIX KOMNoHeHToB (Xilinx, Altera, Analog Devices, Intersil,
Interpoint, Microsemi, Aeroflex, Peregrine, Syfer, Eurofarad, Texas Instrument, Miteq,
Cobham, E2V, MA-COM, Hittite, Mini-Circuits,General Dynamics v gp.);

MoMMMO 3TOro, O4HMM M3 HanpaBnNeHU koMnaHum «AnekTpollnacT» ABNseTca HanpaBneHne

«UcTouHmkn nutaHua». Mel npeanaraem Bam nomoub KoHCTpyKTOpCKOro otaena:

e [logGop onTuManeHOro peleHus, TexHn4eckoe 060CHOBaHME Npu BbIOOpPE KOMMOHEHTA;
Monbop aHanoros.;
KoHcynbTaumm no NpUMEHEHMIO KOMMOHEHTA;
MocTaBka 06pa3yoB M NPOTOTUMNOB;
TexHn4veckasn noaaepka npoekTa;
3awmTa OT CHATMSA KOMMOHEHTA C NPON3BOACTBA.

Kak c Hamu cBfizaTbCcA

TenedoH: 8 (812) 309 58 32 (MHOrokaHanbHbIN)
Pakc: 8 (812) 320-02-42

OnekTpoHHas nouTta: org@eplastl.ru

Aapec: 198099, r. Cankt-INeTepbypr, yn. KannHuHa,
Oom 2, kopnyc 4, nutepa A.
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