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3. CRIMPING PROCEDURE

Install the dies according to the instructions packaged

with the tooling. Then proceed as follows:

1. Refer to Figure 2, and select stranded wire of
specified size and insulation diameter. Strip the
wire to the length indicated—do NOT cut or nick
the wire strands.

Figure 1

1. INTRODUCTION

AMP* Crimping Die Assemblias 90347-2 (shown in
Figure 1), 90348—2, and 90349-2 are designed to be
used in AMPORTAPOWER™ Pneumatic Tool 69365 or
Hand Crimping Tool 69710 or 69710-1 to crimp High
Current contacts listed in Figure 2.

For specific information on operating the pneumatic
tool, refer to customer manual 409-1983, and for the
hand crimping tools, refer to 408—-2095. Read these
instructions and referenced instructions befors
crimping any contacts.

Reasons for reissue of this instruction sheet are
provided in Section 6, REVISION SUMMARY.

Dimensions in this instruction sheet are in
millimeters {with inches in brackets]. Figures are
nhot drawn fo scalfe.

2. DESCRIPTION

The die assemblies feature two stationary dies
(crimpers), two movable dies (anvils), and a contact
support.

The stationary dies have chamfered corners. The
applicable wire size range is marked on the FRONT
of the die. The moving dies have sguare corners.
When mated, the dies form ane crimping chambet.
The contact support prevents the contact from
bending during the crimping procedure.

Typical High Current
Coniact

6.10-6.60[.240-.260] J" ( |

_ : Locator
Wiire Strip Length Slot
Insulation
Note: Not to scale Barrel
STRANDED WIRE CONTACT
SIZE LOOSE CRUMPING
DIE
(AWG) INSUL DIA STRIP PIECE
16-14 6'8%['270] 350651-1 | 350822-1 90347-2
ax
12-10 | g35-014 90349-2
. [.250-.350] 350650-1 | 3508211 903482
Figure 2

2. Insert the contact, insulation barrel first, into the
crimping chamber from the BACK of the die
assembly.

3. Position the contact in the dies so that the open
end of the insulation barrel faces the die retaining

screw of the crimpers. Make sure that the locator

slot is against the crimper. See Figure 3.

4. Hold contact in position, and clese the dies just
enough to hold the contact in place—do NOT
deform the insulation barrel or wire barral.

5. Insert a properly stripped wire into the contact
insulation barrel.

6. Holding wire in place, actuate the tool through a
complete cycle. Then allow the dies to open
FULLY.

7. Remove the crimped contact from the dies, and
inspect the crimp according to the following:

— Wire barrel seam must be completely closed
with no evidence of loose wire strands
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Stripped Wire

Opsan End of Contact
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Figure 3

— End of wire must be flush with or extend
slightly beyond front of contact wire barrel

— Wire insulation must not be inside contact
wire barrel

— Wire conductors and insulation must be
visible between the contact wire barrel and
insulation barrel

4, MAINTENANCE AND INSPECTION

The die assembly is inspected before shipment. Itis
recommended that the dies be inspected immediately
upen arrival at your facility o ensure that the dies
were not damaged duting shipment.

For specific crimp inspection requitements, refer
fo Application Specification 114-1004.

4.1. Daily Maintenance

Remove all foreign particles with a clean, soft brush,
or a clean, soft, lint—free cloth. Make sure the proper
die retaining screws are in place, and secured with
the proper retaining rings. If foreign matter cannot be
remaved easily, or if the proper replacement parts are
not available, refer to Section 5, REPLACEMENT
AND REFAIR.

Make certain all beating surfaces are protected with a
THIN coat of any good SAE 2C motor oil. Do NOT oil
excessively. When dies are not in use, store themin a
clean, dry area.

4.2. Periodic Inspection

Regular inspections should be performed by quality
contral personnel. A record of scheduled inspections
should remain with the die assembly and/or be
supplied to personnel responsible for the dies.

Though recommendations call for at least one
ingpection a month, the inspection frequency should
be based on the amount of use, ambient working
conditions, operator training and skill, and established
company standards. These inspections should be
performed in the following sequence:

A. Visual Inspection

1. Remove all lubrication and accumulated film by
immersing the dies in a suitable commercial
degreaser that will not affect paint or plastic
material.

2. Make certain all die retaining screws, retaining
rings, and die components are in place. If
replacements are necessary, refer to parts listed in
Section 5, REPLACEMENT AND REPAIR.

3. Check all bearing surfaces for wear. Remove
and replace worn compenents. Refer to Section 5
for list of replacement parts.

4. Inspect the crimp area for flattened, chipped,
worn, cracked, or broken areas. If damage to any
part is evident, refer to Section 6 for information on
obtaining customer repair service.

B. Crimp Height Inspection

This inspection requires the use of a micrometer with
a modified anvil as shown in Figure 4. It is
recommendead using the modified micrometer (Crimp
Height Comparator RS—1019-5LF) which can be
purchased from:
Shearer Industrial Supply Co.

20 North Penn Street or
York, PA 17401-1014

VALCO
1410 Stonewood Drive
Bethlehem, PA 18017-3527

Proceed as follows:

1. Select a contact and maximum size wire for the
crimping chamber.
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Position Point

on Center of

Wire Barral
Opposite
sgfm Spindle
AL |
Modified Crimp
Anvil Height
DIE WIRE SIZE | CRIMP HEIGHT DIMENSION
ASSEMBLY | (AWG) (Max) (+0.10 [+.004])
903472 14 2.31 [.091]
90348-2 8 3.78[.149]
90349-2 10 3.28[.129]
Figure 4

2. Refer 1o Section 3, CRIMFING PROCEDURE,
and crimp the contact accordingly.

3. Using a erimp height comparator, measure wire
barrel crimp height as shown in Figure 4. If the
crimp height conforms to that shown, the die
assembly is considered dimansionally corract. If
not, refer to Section 5 for information on obtaining
evaluation and repair.

For additional information concerning the use of the
crimp height comparator, refer to 408-7424.,

5. REPLACEMENT AND REPAIR

Customer—raplaceable parts are listed in Figure 5.

A complete inventory should be stocked and
controlled 1o prevent lost time when replacement of
parts is necessary. Parts other than those listed
should be replaced by Tyce to ensure guality and
reliability. Order replacement parts through your
representative, or call 1-800-526-5142, or send a
facsimile of your purchase order to 717—986—-7605, or
write to:

CUSTOMER SERVICE (038-035)
TYCO ELECTRONICS CORPORATION
PO BOX 3608

HARRISBURG PA 17105-3608

For customer repair service, please contact a
representative at 1-800-526-5136.

6. REVISION SUMMARY

Revisions to this instruction sheet per EC
0990-0734-99 include:

Updated document to corporate requirements
Changed title of document

Added Step 7 to Section 3

Changed York Machinery to Shearer Industrial
in Paragraph 4.2, B

* Replaced customer repair address with phone
number
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Weight: 85q [3 oz] (Approx)

15.87 625 —=

|

33.32[1
(Mated)

312]

ﬁ 17.55[.691]
|

o4
O

)

REPLACEMENT PARTS
TEM PART NUMBER FOR DIE ASSEMBLY DESCRIPTION A%&;EEY
80347-2 80348-2 90349-2
1 127085-1 127085-2 127085-3 CRIMPER, Wire 1
2 1270691 127069-2 127069-2 CRIMPER, Insulation 1
3 1271331 127133-2 127133-2 ANVIL, Insulation 1
4 125466-9 1-125466-0 1-125466-1 ANVIL, Wire 1
5 1254704 SUPPORT 1
6 240887 WASHER, Curved 1
7 1-306131-3 SCREW, Retaining 2
8 1-125181-5 SPACER 1
9 1-21046-3 RING, Retaining 2
Figure 5
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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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