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AP
INSTRUCTION SHEET

Tyce Electronics AMP KK [Refaased 5 Oct 95 |
Rev. 0O 6 Feh 02

This instruction sheet covers operation and maintenance of 1/0 Post Header for Step-
ping Motor and Wire Lacing Fixture. Read this instruction sheet carefully, before

vou start operation.

1) PRODUCT NOMENCLATURE: Post Header Assembly

Fixture
Assembly

Fig. 1
2) APPLTCABLE PRODUCTS AND MATING COUNTERPARTS PRODUCTS:
2.1 Applicable Products and Product Specifications:

Part Nos. Desbriptions Prod. Spec. Remarks.
T T AP e B
1763 2 - 6-Posit
917632-1 Post Header Assembly 108 - 5487 sitien
5 17“676- s Stepping Motor I/0 Connector | Finished Wire
Wire Lacing Fixture Assembly ! 108 - 5488 Diameter Range:
For Post Header 0. 13mm - 0O.35mm
Fig. 2 '

2.2 Applicable Mating Counterparts and Product Specifications:

Pari Nos. Descriptions Prod. Spec. Remarks
O T il
173977~6 | MT Receptacle Assembly 108 - 52148 AWG # po - # 26

Crimp Type T
Receptacle Housing _ e 108 ~ 5408
Crimp Type T

Receptacle Contact

179228-6 | 6-Position

- AWG #oo - #o6

179227-1 |

Fig. 3

3) REFERENCE ENGINEERING BOCUMENTS:
Instruction Materials for Matin

Counterparts:

“TInstriction Materials
Control Numbers

Product Names

MT Recéptacle

Crimp Type II §
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L} TERMINATING ASSEMBLY OF CONNECTGR:

Through the Terminating Assembly Steps from 1 to 6, as shown below, wrapping
magnet wire and soldering on the tyne area of post hesader are enabled.

Depiction of Steps Step Handling Descriptions Remarks
Steps
Post Header
Assembly
. Have post header assembly
Fixture
Assembly mated with wire lacing fixture See Para. 5.1.
1 assembly.
{Mating Process)
(Cross-sectional View)
Fig. &
Slot Insulator Mount mated post header and
Stator \\ . lacing fixture assembly, on See Pera. 5.2.
\\ slot insulator as shown.
" \
2 2, \\\\ {(Mounting Procese)
Z==r L BN
l——tygﬁr: ﬂ 1\ \'_’
T o
VR
—_—
Flg- 6 e )
IMirection of Lace the wire onto contacts
Wi i ]
tre Lffing on wire lacing fixture See Para. 5.13.
///’T“ \\\\\ assembly
.\ [} *
< hi%%i ‘u\\ : {Lacing Procesg)
3 ” ir\ﬂ
'P<—‘~—-— it
F Si?ZT:T“'”
=
)
Fi Ga 7 mll#
e
Wire
Wraveing Wrap magnet wire arcund the
Fixture C:’_i)
post. See Para. 5.k4.
Po st (Wire Wrapping Process)
4
Ze
o
I T, g,& } ﬂ
L
Fig. B
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(Continued)
Steps Depiction of Steps Step Handling Descriptions Remarks
Electrodes Electrical /mechanical connec-—
tion between wrapped wire and See Para. 5.5.
post contact is made.
5

R

INEREN|S

L

.

Spot Welding
Fig. 9 ( Depicted

{Wire Termination Process)

Contact

Direction of
Pisengagement é%

Unmating post header assembly
from wire lacing fixture

asgsembly is done.

(Unmating Process)

See Para. 5.6.

5) DETAILED DESCRIPTIONS OF EACH STEP AND THEIR NOTABLE POINTS:

5.1 Mating Process:

To mate post header with wire lacing fixture assembly, first align the ribs of
fixture asembly with the guide grooves of post header assembly, and push it

in to mate, until they engages fully with a small clicking perceptioh is felt
in hands as they engage fully in the bottom.

"
Z— Guide Groove
- (2 places)
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5.2 Mounting Process:
Align fit-mount groove projection nf header assembly onto cut-off slit of
slot insulator, and have them engaed =0 as to mount post header assembly
on slot insulator.
If A
Pogt Header Assembly
Depress -
firmly to . S
¥ Direction of o lot Insulator
the bottom
Engagement //“
[ 3 A1 9
< < P !
' = ; : ol
£ é? Stator
=
f— ‘{7
= If
Fig. 12
5.3 Wire Lacing Process:
{1) Lace the magnet wire over the wire lacing fixture assembly as shown in
Fig. 13.
(2) Up te two wires of the same diameter in maximum, wire lecing can be per-
formed at the same time.
{3) Never attempt to pull the wire upward after lacing, especially the thin
wires tend to be broken off when jerked upward after lacing is finished.
(4) The routes of wire lacing can be done either in the way "A" or the way "BY
as shown in Fig. 13. It is, however, we recommend to use the way "A", as
the lacing by the way "A" would result positive pushing pressure onte the
post causing advantageous effect in wire wrapping step.
Mating Length: 12. tmm
Post Header Assembly
,———M .
€ 5.0 7.4 ; Wire Lacing
NEVER 1 Fixture Ass'y
Attempt
to pu?l ] _J\ Route "A"
the wire. i
7 B
0% - 90° AN =
1 2§4(//////m
gl s
Wire Mounting .
ngle t://////_/// ST A

Fig. 13-A

Fig. 13
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5.5

5.6
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Wire Wrapping Process:

By using wire wrapping fixture, wrap the magnet wire around the post as
shown in Fig. 14.

Apply the fixture vertically over the post, as you insert the post into
the wire wrapping fixture.

Post

Wire Warpping
Fixture

S
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P
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Tnsert in

Insert i
/J skew angle.

vertically.
k&)rrect

Fig. 1b
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Wire Termination Procesgs:

Wire termination should be performed in any of the following methods.

(1) Spot Welding

(2) Soldering
a} Manual Soldering BOOOC max. 3 seconds max.
b) Robotic Soldering 400 € max. 1 second max.

Note: Care must be taken not to apply pressure onto the post tyne area.

during wire termination process.

Unmating Process:

To unmate post header assembly, hold the extraction ribs of the fixture

assembly by fingers, unmate moderately in parallel to aprat the assemblies.

Pull off the
assemblies in
parallel moder-
ately. Fig. 15

Unmating Ribs

Maximum Cycles of Repeated Opergtion of Fixture Assembly:

The maximum allowable repeated cycles of fixture assembly is 100 cycles.

( 5/5 )
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