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applicatlon procedures for AMP hand crimping tools

SECTION 1] of this Instruction ehaet providag SECTION 2| providas maintenance and lnepection

procedures for AMP hand crimplng tools
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ISECTION 1]

INTRODUCT ION

is to be used

=1

This

fFor general

instruction sheet
{nfFormation on wuse and
maintenance of tools Listed fig.1-2.
Read these instructions thoroughly
before crimping any terminals.
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Fig.1-2

APPLICATION

1-2 DESCRIPTION

This tool comprlses of fixed crimpers
and moveoble anvilts,o terminal support.a
Locater/wire stop and o CERTI~CRIMP
ratchet. The terminal support prevents
the termipal fFrom bending during the
crinpling procedure

The Locator/wire stop has two functions.
It is used to position the wire within
the terminal ond the terminal within the

tool.

The CERTI-CRIMP ratchet assures that a
FuLl crimp is applied to the terminal.
Once engaged, the ratchet will not release
untl L the tool handles have been fully

closed.
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2. Make certain that the rotchet
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1-3 CRIMPING PROCEDURE

Using the appropriate APPLICATION SPEC
(see Flg.1-2)Select o wire withln the
specl fied wire range and strip to length
shown, taking care not to cut or nick

the strands.

Netlce that each erimp statlon of the
tocl has the applicable wire size
marked above it.Use these morkings
arnd the wlire slize used to determine
tha proper crimp station to use

Select a terminal ond proceed as

Follows:

. Hold the tool so that its BACK is

facing you.

i=
released by squeezing the tool handles

and allowlhg them to eopen fully.

Looking stralght
dies from the BACK of the tool, Insert
a terminal (insulation barrel first)

inte the FRONT of the tool

Into the crimping

1-3

4. Positlon the terminal in the crimper
se that the Lecator enters the Llocator
slot of the terminal.

5. WhilLe holding the terminal In this

position, squeeze the tool handles until

the dies close just enough to hold the
terminal in postion.Do NOT deform the
wire barrel

6. Insert o properly stripped wire into
the terminal untll it butts agalnst the

ltocator/wire stop

7. Hold the wiré Iin place and squeeze
the tool wuntll the ratchet releases

8. Allow the tool handles to open fully

and remove the corimped terminol
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appllcation procedurea fFor AMP hand crlimping toola

SECTION 1| of this Instructlon sheet providee [SECTION 22| provides malnterance ond Inepection

prooedures For- AMP hand crimpling tools
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TOOL SPECIFICATIONYG ITEM PART NUMBER DESCRIPTION QTyY
DIMENS 0N WEIGHT 1 21045~3 RING RETAINING | 8
A i295mm 2 21045-6 RING RETAINING 2
B I 7Emm 0. BKg CAUTION: DO NOT REMOVE THE RETAINING PINS,O0R PERMANENT
nax DAMAGE TO THE TOOL MAY RESULT(See para 2-3)

pepTH | 2omm

Fig.2-1

[SECT10ON 2| MAINTENANCE/INSPECTION

2-1 TOOL INSPECTION

These Instructions have been approved
by AMP Design,Productlion,and Guality
Control Engineers to provide documented
malnternonce and inspection procedures

The procedures described hereln have been
established to ensure quallfty and relia-

bitity of AMP hand erlmping tools

Customer replaceable parts are Listed
in Figure 2-1.A complete inventory

should ba stocked and controlled to
prevent Llost time when replacememt of

parts is necessary.When kit {tems ore
needed, oerder replacement kit part no.

2-2 INSPECTION PROCEDURE
A. DAILY MAINTENANCE

It is recommended thot each operdtor of

the tool be made aware of—and responsible

fFor-the Following four steps of daily
ma lntenance:

1. Remove dust,moisture,and other con-
taminants with a clean brush, or soft
Lint—free cloth .De NOT use objects
that could doemage the tool.

2. Make sure that the retalning pins

are in place and secured with the

proper retalnlng rings

3. Make certain all pins.pivot points
and bearling surfaces are protected

motor oil.

Frem becoming Lodged
dies and store the tool

dry areaq.

with o THIN coot of any good SAE No.Z20

Do NOT oil execesslively.
4. When the tool Is not In use, keep
the handles closed to prevent objects

B. PERIODIC INSPECTION

Regular Inspections should be performed

in the crimping

Im g clean,

by quality coentrol persconnel.A record
of schaduled inspections should remain

with the tool and/cr be supplied to
suparvisory pergonhel respensible for

the tool.Though recommendatiens call

for at Least one

inspection a menth,

the Inspection frequency should be

based on the omount of use

camblent

working conditions, operator training

and skill,and estabilished company

standords These Inspections should be

perFormed

in the feollowing sequence.



B-1 VISUAL INSPECTION

1. Remove all Lubrication ond gccumulated
Film by immersing the toollhandles
partialtly closed) in a suitable commer-—
cial degreaser that will not affect pailnt
or plastic materiol.

T Make certaln all retaining pins are in
~Lace and secured with retgining rings.
If replacements are necessary,refer to

parts Listed in Fig 2-1.

3. €lose the tcocol handles until the
ratchet releases,
toe open freely.If they do not open
qulicklLy Is def~
faective (zee Para-
graph 2—3 REFAIRJ
Inspect the head assembly with special

then allow handles

and freely, the spring

arnd must be replaced

emphasis on checking for worn,cracked, or
broken dies. If damage to any part of the
head assembly !s evident,return to AMP For
evaluation ond repalr L[see Parggraph 2-3,
REPAIR]

B-2 CRIMP HEIGHT INSPECTION

This inspection requires the use of a
micrometer with a modifled anvil as shown
in Figure.2-2.We recommend the modlfied
micrometer [(Crimp helight comporator
2-5766592-01 from;

AMPIGL.Britainl Ltd.

errlion Ave., Stornmore,Middlesex.

Proceed as follows:
1.Refer 'to the appropriate APPLICATION SPEC
See Fig 1-~1, for the required terminal/
wire comblination.

2. Refer to paragraph 1-3,CRIMPING PROCED-
URE and crimp the terminals accordingly.

3. Using a crlmp helght comporator
measure wire barrel crimp height as
shown in Figure 2-2.1f the orimp

height conforms to that ghown In the

APPLICATIDN SPEC, the tool js congidered
dimensicnally correct.If not return

the tool te AMP for evaluation and
repair (see para 2-3 REPAIR)

For additional information concerning

the use of the crimp height comparator

refer to AMP Instruction Sheet IS5 7424

B-3 CERTI-CRIMFP RATCHET INSPECTION
Obtain o 0.025mm.shim thot

for checking the clearance between the

is suitable

bottoming surfaces of the crimping

lles.
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Proceed as follows:
1. Select the MAXIMUM terminal/wire
combination, see APPLICATION SPEC.

2. Pesition the terminal and wire be—
tween the crimping dies, according to

Paragraph 1-3, CRIMPING PROCEDURE
[Steps 1 through Bl.Holding the wire
in plaoce, squeeze the tcocol handlies to-—-
gather until the CERTI-CRIMP ragtchet
Hold the tool handles
position,maintalning Just ancugh press—

reloeases. in this

ure to keep the dies closed.

3. Check the clearance between the

bottoming surfaces of the crimping
is 0,025mm. or

is satlisfactory.If

dies.]lf the clearance
Less, the ratchet
cleagrance exceeaeds 0,.025mm., the ratchet
is out of adjustment and must be re-
paired (see Paragraoph 2Z2-3,REPAIRI.

IF the tool conforms to these inspect—
ion procedures, lubricate it with o
THIN coat of any geed SAE No.20 motor

oil aond return

2~3 REPAIR

Parts cther than those specified

it to service.

in
Figure 2-1 must be reploced by AMP to
ensure quality and reliability of the
tocl.When repair is necessary.return
the tool with a written description of
of tha problem to:

AMP ([Great Britaln] Ltd

Tool. Repair Section

Industrial Estate

Port Glasgow

Renfrewshire
or o wholly owned subsidiary of AMP

Incorporated



