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1. INTRODUCTION s

This instruction sheet covers crimping, handling, assembly and harness instrument-
ation of AMP positive lock EX connector contacls, manufactured by AMP Japan.
Read this instruction sheet carefully, before you start operation.

For the purpose of this instruction sheet, the fpllowing terms should be definite-
ly referred to.
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2. APPLICABLE PRODUCTS:
Series | Contact Type Product Part No,
1 22.1 ! -
Straight Type 737 AWG #26-#20
Al 1737241 AVG #oo-7F1k
1750321 AWG #26-#20
175034-1 AWG #20-#14
Flag Type 1750191 AWG-#22-7#16
_ 175020-1 AWG #22-#18
Straight Type
nasON 175022-1 AWG #18-#14
175024-1 AWG #15-#10
1 - -
Flag Type 75057-1 AVWG #18 #12 I
175178-1 AWG #12-#10
3. APPLICABLE SPECIFICATIONS:
Series and Type Product Specifications Applicétion Specification
"187" Straight Type 108 — 5236 114 - 5114
1187 Straight Type 108 - 5o57 1l - 5125
187" Flag Type 108 - 5250 114 - 5118
250" Straight Type 108 - 5251 114 -~ 5119
"250% Tlag Type 108 - 5254 114 - 5122
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HANDLING INSTRUCTIONS:

Confirmation of Producis:

Before starting operation, be sure to check the contacts, and confirm that
no abnormalities such as deformation and dirt are existing on them, and also
after crimping, check to zee if the crimping is normally done.

The excessive bending and twisting of the terminal strip on the reel, will
cause damage of locking lever of the contact, thus resulting deformation.
Avoid using the defective contacts, when any abnormalities are found on the
contacts.

When any defective crimping is found, it implies that any mismatching exists
on the tooling and/or centact. If any abnormalities are found, check and
correct the cause of the defects, and when you can nol recover the failure,
contact AMP company or sales representative of your area, and have them re-
covered,

CRIMPING OF CONTACTS:

The crimping of contacts must be performed by using the correct crimping
tool of AMP's designation. The crimping should be controlled be referring
te the applicable application specification as shown in sheet 1. When any
deviation is found in your crimping, and if the deformation grows larger,
readjustment of the tooling, or replacement of the parts must be needed.
Contact AMP and follow the remedy action as required.

During crimping operation, care must be taken, that the lever area of the
contact must be kept intact, avoiding to have it caught by the machine corners
and other projecting objects in the work area.

Do not attempt crimping without insertion of wire ol the contact. If you do
this, the faulse-crimped contact will come strayed in the crimp die and it
may be sheared by its middle of the body, resulting jam of deformed contact
filling the groove for eliminating waste cut carrier tips. And if you con-
tinue crimping with the groove choked, the cut tips will pile up and affect-
ing the crimped contact to be bent up and contact lever may be deformed.

When you suspend crimping with your terminal reel half used, fasten the free
end of the strip with rubber band onto the hole of the reel. Do not try to
pass the strip end through the hole of the reel, If you do this, the con-
tact lever may be affected to be deformed.

HANDLING CRIMPED CONTACTS:

When crimping a bundle of wires is finished, most people
iry to make the wire ends flush, by dropping the bundle on
the work bench. At this time, avoid rough handling of the
crimped contact to strike the bench too strongly. Try to
drop the bundle very moderately, allowing the terminated
contact not to deform by hitting the bench. ¥
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(2) Do not throw the lead bundles roughly Do not tbrow
into the container, when to store them. roughly into
One careless, rough handling will spoil the con-
all the prior efforts to keep good
quality.,.

Stacking containers with bundles of
leads put inside is also a matter to be
avoided. Because the weight of the con-
tainer will often affect contacts to be
deformed unanticipatedly.

3

{3) When undoing lead bundles, care must be
taken not to have contacts caught to-
gether, and separate and release them Caught

moderately, if they are caught together. Entangled M
Contacts

Never pull the
lead forcibly.

=T

= Fig. 4

D. MATING OF POSITIVE LOCK RECEPTACLES WITH TAB CONTACTS:

(1) When to mate positive lock receptacle contacts with tab contacts, insert
tab contact straight into the receptacle with a normal force to apply.
Do not apply a forcing load to contact, especially not in the inserting
direction along the contact axis.
This forcing action is called a sort of "Kojiri" motion in Japanese term.
"Kojiri" often causes deformation of contacts, resulting malfunction of
terminating parts.

Fig. 5
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Correct & Acceptable Way:

Wrong Mating Directions:

(2) When to extract tab from receptacle contact, first, depress lever down
to unlock the contact mating, then, pull the receptacle straight back
to youself. Refer to Fig. 5, as the reversed action to mating as shown.
Improper, forcing extraction or pulling back with "Kojiri" motions, will
cause deformation of contact leaf, resulting defective contact termina-
tion when applied again for connection.
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HARNESS ASSEMBLY AND INSTRUMENTATION:

At harness assembly, give surplus free length to the wire leads running
out of the connector, in order that the insertion and extraction handling
can be performed easily, without affecting the connector with excessive
jerking load on the contacts. It is recommended that the surplus free
length should be 70mm (2.75 in.} approximately, though it may vary depend-
ing upon the type and gize of the wires used for termination.

Have the wire leads pulled out with proper slack, avoiding to give strain
tension to the wires. This is to lessen the load pulling the contacts.

When to arrange the lead wires to turn to the different direction from

the applied connector working axis, give a slacking room to the wire leads
by making them turn in a sufficiently large radius. This care should be
taken, especially when you use large size wires for termination that often
have stiff properties to bend, or give a preparative bending to the tabs
to suit for the direction of the running of the leads.
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