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AMP SEATING TOOL 58279
-1 (268 POSN, 67 per Row)
-2 (100 POSN, 25 per Row)
-3 (240 POSN, 60 per Row)
-4 (120 POSN, 30 per Row)
-5 (180 POSN, 45 per Row)
-6 (300 POSN, 75 per Row)
-7 (260 POSN, 65 per Row)
-8 (128 POSN, 32 per Row)

-9 (140 POSN, 35 per Row) COMPRESSION

SPRING

PUSH PIN

FOUR-ROW
RECEPTACLE
CONNECTCR (Typ)
{Ref)

FOUR-ROW RECEPTACLE CONNECTORS

POST LENGTH | BASE PART NUMBER
733 533690, 533665
580 533694, 5335662, 533656
.375 533052, 533682
.250 533427, 533659

AMP SEATING TOOL
58279 (Typ)

PUSH
PLATE

PUSH PIN
HOUSING

GUIDE PIN

LOCATOR
HOUSING

FC BOARD

/‘/\ PC BOARD SUPPORT

{Customer Supplied)

Fig. 1

1. INTRODUCTION

This instruction sheet (IS) covers the application and
maintenance of AMP Seating Tools with base part num-
ber 58279 shown in Figure 1. The tools are used to
seat four-row receptacle connectors, lcaded with
ACTION PIN contacts.on .100 by .100 centerlines, into
printed circuit (pc) boards. Four-row connectors are
designed with 100 to 300 contact positions and a
choice of three post lengths. Notfe that each fool dash
number is assigned to a specific connector size (any
post fength) and can only be used tc seal that size.
Contact AMP Incorporated concerning additional seat-
ing tool sizes. Read these instructions carefully before
using the tool.

*Trademark of AMP Incorporated

All dimensions on this insfruction
sheet are in inches.

©® Copyright 1986, 1987. 1988 by AMP Incorporated.
All international Rights Reserved.

2. DESCRIPTION (Figure 1)

Each spring-loaded seating tool features a push plate,
push pin housing, and locator housing. The push plate,
located at the top of the tcal, provides the bearing sur-
face for the application tooling which forces the
ACTION PIN posts into the pg board. The push pin
housing holds the same number of push pins as the
connector size (no. of contact positions). The locator
housing fits over the connector body to align the com-
ponents for proper seating. Compression springs
(approximately one for every seven contacts) and
guide pins (one at gach end)} provide tool alignment
and stability.

NOTE

MAKE SURE that the tool dash
number corrosponds to the correct
connector size. For exemple, a
seating tool with 100 push pins
should be wused to seat only a
100-position connector.
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AMP SEATING TOOL 58279

APPLICATOR

RAM (Ref)
" {Fulty Down}

| T
SEATING HEIGHT
(Connector Seated)

SEATING TOOL
58279 (Typ)

APPLICATOR

SHUT HEIGHT 1.500 *-010 .

.000

e

/ PC BCARD

PC BOARD SUFPPORT

NOTE: IN FIGURE 2, SHUT HEIGHT EQUALS SEATING HEIGHT PLUS THICKNESS OF PC BOARD AND PC BOARD SUPPORT.
Fig. 2

3. REQUIREMENTS
A. PC Board Support (Customer Supplied)

A pc board fixture is required to ensure that. 1) each
connector is aligned with the tool during the seating
process, and 2) posis are protected during the proce-
dures. Fixtures are not furnished by AMP, and must be
supplied by the customer.

B. Application Tooling

The seating tcol shown in Figure 1 is designed for use
in AMP applicator assemblies, or similar manual appli-
cators with sufficient ram surface and capability of
applying an insertion force of 40 pounds (max} per
contact post. A pneumatic machine can also be used,
provided the machine is equipped with positive shut-
height stops.

C. Seating Height

Seating height — the distance from the bottom surface
of the ram to the top of the pc board whan the ram is
DOWN — must be set at 1.50 in. before starting the
seating procedure. See Figure 2.

4, SEATING PROCEDURE

When setting up equipment to seat connectors, pay
particular attention to the following:

— Make sure that the number of rows and
positions in the connector is identical to the
number of rows and push pins in the tool.

— Be sure that the seating tool and connector
are properly aligned before cycling the
application tooling.
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If too! and connector are incompat-
ible or improperly aligned in ihe
equipment, damage could occur to
tooling, connector, or both,

After the tool has been installed and the equipment
has been set up with the pc board fixiure in place, pro-
ceed as follows:

1. Place a pc board with proper hole pattern
onto board support fixture,

2. Insert contact posts of connecter{s} into the
board until the compliant pin areas of the post
start to enter the board holes.

3. Position the locator housing of the tool over
the connector to be seated.

4, Center the tocl and ccnnector under the
push surface of the ram.

5. Lower the ram slowly and verify alignment of
the tool to the connector.

6. Apply force to the tool push plate to seat the
connector to the pc board. (The tool will com-
press and the push pins will seat the contact
posts into the pc board.)

7. Manually retract the ram, and carefully re-
move the seating tool.

8. Continue seating connectors as described in
Steps 3 through 7 until all connectors have been
seated.

9. Remove pc board with seated connectors
from pc board fixture.

This completes the seating procedure.
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5. TOGOL INSPECTION

Each seating teol is assembled and inspected before
shipment. AMP recommends that the tool be in-
spected immediately upon its arrival in your plant to
ensure that it has not been damaged during shipment,
and that it conforms to the dimensions given in
Figure 3.

6. MAINTENANCE/QUALITY CONTROL

A. Daily Maintenance

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

1. Remove dust, moisture, and other ccntami-

_nants with a clean, soft brush or lint—free cloth.
Do NOT use objects that could damage the push
pins or cther tool components.

2. Ensure that the proper pins and rings are in
place and secured.

IS 6979

B. Periodic Inspection

Regular inspections should be performed by quality
control personnel. A record of scheduled inspections
should remain with the tool or be supplied to supervi-
sory personnel responsible for the tool. The inspection
frequency should be based on the amount of use,
working conditions, operator training and skill, and
established company standards.

7. REPAIR

The parts listed in Figure 3 are custemer—replaceable.
A complete inventory may be stocked and controlled
to prevent lost time when replacement of paris
becomes necessary. The tool may also be returned to
AMP for evaluation and repair, if desired. For repairs,
send the tool with a written description of the problem
to:

AMP Incorporated
Customer Repair

1523 North 4th Strest
Harrisburg, PA 17102-1604

3. When the tool is not in use, store it in a
clean, dry area. or a wholly-owned subsidiary of AMP Incorporated.
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A=.750 + (NUMBER OF POSTS PER ROW X .100) WEIGHT: 2.6 QZ/IN. (Approx)
REFLACEMENT PARTS FOR TOCL NUMBER 58279
ITEM PART NUMBER DESCRIPTION QTyY NOTE 1: THE NUMBER OF PUSH PINS REQUIRED
] 3134541 PIN. Guide 2 FOR A GIVEN TOOL 1S THE SAME AS
- ’ THE SIZE OF THE CONNECTOR
2 313534-1¢1 HQUSING, Locator 1 (NUMBER OF POSITIONS).
3 313536-1t HOUSING. Push Pin 1
4 21028-4 PIN, Rolt 4 NOTE 2: NUMBER OF COMPRESSION SPRINGS 15
5 313535-1t PLATE, Push 1 DETERMINED BY CONNECTCR SIZE
6 312705-1 PIN. Push Pin Nate 1 {APPROXIMATELY ONE SPRING FOR
7 2. 21986-7 E-RING EVERY SEVEN POSITIONS).
8 1- 22278-7 SPRING, Compression Note 2

Tt

ITEM DASH NUMBER IS THE SAME AS TOOL DASH NUMBER:--1, -2, OR -3, FOR EXAMPLE, CONTACT AMP

INCORPORATED CONCERNING ADDITIONAL TOOL DASH NUMBERS AND CONNECTOR SiZES,
Fig. 3
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