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code. The moving die has square corners and
features an alignment plate and wire size range
marking. Each die is held in the fooling by a die
holding screw. The screws are color coded fo
correspond with the color code on the contfact
shoulder. When mated, the die agsembly forms a
crimping chamber with a wire barrel section and an
insulation barrel section.

The color code on the coniact wire barrel or
instiation barrel designates the wire size range
for the contaci.

NOTE

3. CRIMPING PROCEDURE

Select wire of specified size and insulation diameter
and applicable contact. Strip the insulation from the
wire to the length indicated in Figure 2. Be careful not
to nick or cut the wire strands.

Figure 1

1. INTRODUCTION

AMP* Die Assemblies 902301 and 90231-2 (shown
in Figure 1) are used with Hand Grimping Tool
697101 or 626 Pneumatic Tooling Assembly
1897211 to crimp screw machine Type Il pin and

Typical Screw Machine Type Il Contacts

Pin
Note: Notto Scale

Color Code

socket contacts onto sfranded wire sizes 32 through on Shoulder
14 AWG with an insulation diameter range 01 0.76 Wire
through 1.91 mm [.030 through .075 in.]. J Strip
Length
For contact part numbers, refer to AMP Catalog Sockel :
65910, or call Product Information atl the number
listed at the bottom of this page.
Insulation
For specific information concerning the hand 1ool, Barrel
refer to AMP Instruction Sheet 408-2095; and for the Mating
pneumatic tocling assembly, refer to Customer End
Manual 409-5862. Read these instructions and
referenced materials before crimping the contacts. WIRE DIE ASSEMBLY
Dimensions on this sheet are in millimeters [with STRIP SCREW
NOTE inches in brackels]. Figures are not drawn to i‘lﬁg I%ISA‘:,;‘gE‘N LENGTH ng};n COLOR
scale. (AWG) (+0.13 [+005]) CODE
Reasons for reissue of this instruction sheet are g0 oy | 0-76-1.91 5.16 902301 Red
provided in Section 6, REVISION SUMMARY. [.030-.075] [.203]
18-14 — 6.35
2. DESCRIPTION @18 — [.250] 90231-2 Blue

The die assembly consists of a stationary die and a
movable die. The stationary die has chamfered

— Wire used with contacts without an insulation barrel.

corners and features a locator and wire size color dot Figure 2
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Figure 3

Make sure that the color code on the die assembly
corresponds with the contact shoulder color code.
Install the die assembly in the tooling according to the
ingtructions packaged with the tooling. Then proceed
as follows:

1. Insert the contact (mating end first) into the
FRONT of the locator until the contact shoulder
butts against the locator. See Figure 3.

2. Hold the contact in position and close the dies
just enough to hold the contact in place without
deforming the contact.

3. Insert a properly stripped wire into the contact
insulation barrel or wire barrel until it bottoms.

4. Hold the wire in place and actuate the tooling
through a complete cycle.

5. Allow the dies 1o open FULLY, then remove the
crimped contact. Inspect the crimped contact
according to Figure 4.

For delaifed informalion on inspection
requirements, reler to Application Specification
114-10026.

NOTE

Wire Conductor
Visible in Sight
Inspection Hole

Wire Insulation
Not Broken

Locking Lances
Not Deformed

Figure 4

4. MAINTENANCE AND INSPECTION

4.1. Daily Maintenance

It is recommended that each operator of the die
assembly be made aware of, and responsible for, the
following steps of daily maintenance:

1. Remove all foreign particles from the dies with a
clean, soft brush, or a clean, soft, lint—free cloth.
Do not use objects that could damage the dies.

2. Make sure that the proper die holding screws
are in place and are secured with the proper
retaining rings. Gheck die alignment and tighten die
holding screws (twice daily is recommended for
production use).

3. Make certain that the dies are protected with a
thin coat of any good SAE 20 motor oil. Do NOT ail
excessively.

4. When dies are not in use, store them in a clean,
dry area.

4.2. Periodic Inspection

Regular inspections should be performed by quality
control personnel with a record of scheduled
inspection remaining with the die agssembly or
supplied to personnel responsible for them. Though
recommendations call for at least one inspection per
month, inspection frequency should be based upon
amount of use, working conditions, operator training
and skill, and established company standards. The
inspections should be performed in the following
sequence.

1. Remove all lubrication and accumulated film by
immersing the dies in a suitable commercial
degreaser that will not affect paint or plastic
material.
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Die Assemblies 902301 and 90231-2 408-7420
2. Make sure that all die holding screws, retaining Suggested Plug Gage Design for
rings, and die components are in place. Wire Barrel Section
GO NO-GO
3. Check all bearing surfaces for wear. Replace Diameter Diameter

worn components.

4. Inspect the crimping chamber for flattened,
chipped, cracked, worn, or broken areas. If
damage is evident, the dies must be repaired
before returning them to service.

4.3. Gaging the Crimping Chamber

This inspection requires the use of plug gages

conforming to the dimensions provided in Figure 5.
AMP does not manufacture or market these gages.
To gage the crimping chamber, proceed as follows:

1. Remove traces of oil or dirt from the crimping
chamber and plug gage.

2. Mate the dies until the crimping surfaces have
bottomed; then hold in this position. Do NOT force
beyond initial contact.

3. Insert GO element into the crimping chamber;
but do not force it. For the wire barrel section of the
crimping chamber, the GO element must pass
completely through the crimping chamber. For the
insulation barrel section, the GO element must
pass through the length of the section but will stop
against the wire barrel section.

4. In the same manner, try 1o insert the NO—-GO
element into the crimping chamber. The NO-GO
element may enter partially, but must not pass
completely through the length of the crimping
chamber.

If the crimping chamber conforms to the gage
ingpection, the dies may be considered dimensionally
correct and should be lubricated with a THIN coat of
any good SAE 20 motor oil. If the crimping chamber
does NOT conform to the gage inspection, the dies
must be returned to AMP for further evaluation and
repair.

For additional information regarding the use of a plug
gage, refer 1o 4087424,

5. REPLACEMENT AND REPAIR

Customer—replaceable parts are listed in Figure 6. A
complete inventory should be stocked and controlled
1o prevent lost time when replacement of paris is
necessary. Order replacement parts or additional die
assemblies through your AMP representative, or call
1-800-526-5142, or send a facsimile of your
purchase order to 717-986—7605 or write 10:

CUSTOMER SERVICE (038-035)
AMP INCORPORATED

PO BOX 3608

HARRISBURG PA 17105-3608
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30.5[1.20] —
Min Typ
Die Closure
Configuration R
GAGE ELEMENT DIAMETER
DIE ASSEMBLY
GO NO-GO
1.003-1.011 1.072-1.080
902301 [.0395-.0398] [0422—.0425]
1.537-1.544 1.605-1.613
90231-2 [.0605-.0608] [.0632-.0635]

Suggested Plug Gage Design for
Insulation Barrel Section

GO
Diameter

NO-GO
Diameter
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30.5[1.20] —=
Min Typ
Die Closure Q
Configuration
GAGE ELEMENT DIAMETER
DIE ASSEMBLY
GO NO-GO
1.753-1.760 2.000-2.007
902301 [.0690—.0693] [.0787-.0790]
2.921-2.929 3.167-3.175
90231-2 [1150-.1153] [1247-.1250]

Inspection of Crimping Chamber

Crimping

GO Element

Wire barrel GO element must
pass completely through the

grimping chamber.

Insulation barrel GO element

Chamber \

(&

T

NO-GO Element

NO-GO element may enter
partially, but must not pass

complately through the

must pass through the length
of the section, then stop.

Figure 5

crimping chamber.
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Die assemblies may be returned to AMP for

evaluation and repair. For repairs, send die assembly, .

with a written description of the problem, to:
CUSTOMER REPAIR (01-12)

6.

AMP INCORPORATED

1523 NORTH 4TH STREET
HARRISBURG PA 17102-1604

REVISION SUMMARY

Revisions to this instruction sheet per EC
0990-0751-97 include:

¢ Replaced “AMP—INCERT” with “screw machine

Type II”

* Removed Die Assembly 90111

Replaced tooling information in Section 1

* Replaced previous Figure 1 with reference 1o

catalog

+ Replaced previous Sections 3 and 6 with

reference to instructions packaged with tooling
+ Added information to Step 5 in Section 3

* Added Paragraph 4.3
+ Added Section 5

O
@

!

CUSTOMER REPLACEMENT PARTS

TEM PART NUMBER FOR DIE ASSEMBLY DESCRIPTION A%g; ;EEY
90230~1 90231-2
1 1253991 125399-5 ANVIL, Wire 1
2 45284 125402-2 ANVIL, Insulation 1
3 1253981 1253984 CRIMPER, Wire 1
4 45283 125401-2 CRIMPER, Insulation 1
5 — 1253984 WIRE, Crimper 1
6 — 125399-5 WIRE, Anvil 1
7 24088-8 WASHER, Curved 1
8 1257041 LOCATOR 1
9 125180-2 PLATE, Alignment 1
10 1-21046-3 RING, Retaining 2
1 1257021 SPACER, Support 1
12 2-306131-9 SCREW, Die Holding, Special 2
13 125703-1 HOUSING, Locator 1
Figure 6
40f4 Rev A
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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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