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PROPER USE GUIDELINES

Cumulative Traurna Disorders can result from the prolonged use of manually powered hand tools. AMP hand tools areintended for occasional use and low
volume applications. AMP cffers a wide selecticn of powered application equipment for extended—use, production operations.
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1. INTRODUCTION

This instruction sheet covers the use of AMP* Hand
Crimping Tools listed in Figure 1. The tools crimp pin
and socket twin standard COAXICON contacts shown
in Figure 2.

Dimensions in this instruction sheet are in meitic
units [with U.S. customary units in brackets].
Figures and illustrations are for identification only
and are not drawn to scale.

Read these instructions thoroughly before using the
hand crimping tool.

Reasons for reissue of this instruction sheet are
provided in Section 6, REVISION SUMMARY.

2. DESCRIPTION

Each hand tool features two crimping chambers and a
CERTI-CRIMP ratchet. One chamber crimps the
stripped twin conductors to the center contact and the
other crimps the ferrule to the braid and insulation.
Ferrule and center contact are crimped at the same
time. The CERTI-CRIMP ratchet assures full

crimping of the contact. Once engaged, the ratchet
will not release until the tool handles have been
FULLY closed.

CAUTION

The crimping dies bottom before the
CERTI-CRIMP ratchet releases. This is a design
feattire that enstires maximum electrical and
fensite petformance of the crimp. Do NOT
re—adjust the ratchet.

3. CRIMPING PROCEDURE

Each hand tool is coated with a preservative to
prevent rust or corrosion. Wipe this preservative
from the tool, particularly from the crimping dies,
before using the tool.

NCTE

1. Prepare cable and assemble contact on cable
as described in instruction sheet 408-1772.

2. Open the tool’s crimping dies by squseezing the
handles until the ratchet releases and then zllow
the handles o open FULLY.

Typical Contacts
Alignment Retention
Bushing n iE/ Spring
Ferrule (g' Pin

s _uf)

Pin Assembly
Retention Alignmant
Spring II »  Bushing
Socket éﬁ - Ferrule

Socket Assembly

NOTE: For applicable contact part numbers and corresponding
cable and wire sizes, refer to AMF catalogs 82003 and 82074,

Figure 2

©1999 AMP Incorporated, Harrisburg, PA.
All Intemational Rights Reserved.
*Trademark

This controlled document is subject to change.
For latest revision call the AMP FAX’ number.

TOOLING ASSISTANCE CENTER 1-800-722-1111
AMP FAX/PRODUCT INFC 1-800-522-65752

10f6
LocB



Hand Crimping Tools for Twin Standard COAXICON Contacts

408-1772-2

Upper Center Contact
Crimping Ports !

Lower Center Contact
Center Contact Crimping Ports

Crimping Dies

Figure 3

3. Position the contact/cable assembly in the
crimping dies, as shown in Figure 3. The crimping
ports of the contact should be positioned so that
the lower center contact crimping dies may enter
the bottom crimping ports. Once located, push the
contact down so that the lower center contact
crimping dies enter the bottom crimping ports of
the contact.

4. Ensure that the ferrule remains bottomed firmly
on the crimping dies and that the upper center
contact crimping dies are alighed with the upper
center contact crimping ports.

5. While holding the contact/cable assembly in
place, close handles until ratchet releases. Allow
handles to open fully and remove crimped contact.

Onice the assembly is crimped, the retention
spring is attached and the assembly is ready for
insertion into the connector. Refer to AMP
instruction sheet 408-1772 for information on
attaching the retention spring and for insertion
and extraction procedures.

4. MAINTENANCEINSPECTION

AMP recommends that a maintenance and inspection
program be performed periodically o ensure
dependable and uniform terminations. Frequency of
inspection depends on:

1. The care, amount of use, and handling of the
hand tool.

2. The presence of abnormal amounts of dust and
dirt.

3. The degree of operator skill.

4. Your own established standards.

The hand tool is inspected before being shipped;
however, AMP recommends that the tool be
inspected immediately upon its arrival at your facility
to ensure that the tool has not been damaged during
shipment.

4.1. Daily Maintenance

1. Remove dust, moisture, and other contaminants
with a clean brush, or a soft, lint—free cloth. Do
NOT use objects that could damage the tool.

2. Make certain that the retaining pins are in place
and that they are secured with retaining rings.

3. All pins, pivot points, and bearing surfaces
should be protected with a thin coat of any good
SAE 20 motor oil. Do not oil excessively.

4. When the tool is not in use, keep handles closed
to prevent abjects from becoming lodged in the
crimping dies. Store the tool in a clean, dry area.

4.2. Lubrication

Lubricate all pins, pivot points, and bearing surfaces
with SAE 20 motor oil as follows:

Tools used in daily production — lubricate daily
Tools used daily {(occasional) — lubricate weekly
Tools used weekly — lubricate monthly

Wipe excess oil from tool, particularly from crimping
area. Oill transferred from the crimping area onto
certain tferminations may affect the electrical
characteristics of an application.

4.3. Periodic Inspection

1. Hand tool should be immersed (handles partially
closed) in a reliable commercial degreasing
compound 1o remove accumulated dirt, grease,
and foreign matter.
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Suggesied Plug Gage Design REPAIR. To gage the crimping chambers, proceed as
Center Contact Dies follows:
GO Dim. NO-GODim. A. Center Contact Dies
O_L :?{:@g: ( ) :%\;:—*—o 1. Remove traces aof oil or dirt from the crimping
BN LD — {J EN chamber and plug gage.
_ . 508 L 2. Close the tool handles until it is evident that the
LI LJ Die Clostre [2.00] dies have bottomed; then hold in this position. Do
I"I |V| Configuration Typ. NOT force beyond initial contact.
3. With dies bottomed, check each center contact
GAGE ELEMENT DIMENSIONS crimping chamber using the proper plug gage. Hold
TOOL gage in straight alighment with the tool and
NUMBER GO NO-GO carefully try to insert, without forcing, the GO
element. The GO element must pass completely
45707-2 0.9398-0.9474 1.013-1.016 through each crimping chamber, as shown in
457074 [.0370-.0373] [.0399-.0400] Figure 7.
Figure 4 Suggested Plug Gage Design — Insulation Dies
2. Close tool handles until ratchet releases and — .,,
then allow them to open freely. If they do not open W _ W
quickly and fully, the spring is defective and must GO Dim. NC-GO D|m
be replaced. See Section 5, REPLACEMENT AND :E@ﬁ\
REPAIR. N S—
3. Inspect head assembly for worn, cracked, or “Fi” Die Ciosure 254 “R”
broken dies. If damage is evident, return the tool to Max. Configuration — DU'OTO] Max.
AMP for evaluation and repair. See Section 5, H m 1yp.
REPLACEMENT AND REPAIR.
4.4, Gaging the Crimping Chambers TOOL GAGE ELEMENT DIMENSIONS
This inspection requires the use of plug gages NUMBER GO NO-GO M‘:’x “::’A?I\IIIL;E)
conforming 1o the dimensions provided in Figures 4 : :
through 6. AMP does not manufacture or market 5.588-5596 | 5.712-5.715 | 5.44 279
these gages. If crimping chambers conform to the 457072 | 1 9900-.2203] | [2240-2250] | [214] |  [A07]
gage inspection, the tools may be considered
dimensionally correct, and should be lubricated with a 3.759-3.767 | 3.884-3.886 | 3.61 1.80
THIN coat of any good SAE 2C motor oil. If not, the 45707+ [.1480-.1483] | [.1528-.1530] | [.142] [.071]
tool must be returned to AMP for further evaluation
and repair. Refer to Section 5, REPLACEMENT AND Figure 5

Suggested Plug Gage Design - Braid Dies

iiFll iiF!! —
Die Closure D D’
Configuration GO . E NO-GO
o) () 1)
a  afrEE O
iiEll Dla llEll DIa J LMaX
IEWII HWII

*— 254[1.00] —™

Typ
TOOL GAGE ELEMENT DIMENSIONS
NUMBER | p«p | pimep’ GO NO-GO “E"DIA | “W" Max. RADIUS “R” Max.
457072 6.325-6332 | 6.449-6.452
ssrorg | 109714321 | 1570082) | TETOICS | (osaoossig | 55412181 | 615242) 3,07 [121]

Figure 6
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Inspection of Center
Contact Crimping Dies

BD

“GO” element must pass completely through the
crimping chamber.

=B

Bottoming “NO-GO" element may enter partially, but must not
Surfaces pass completely through the length of the crimping
-~ chamber.
Plug
Gage
Figure 7

4. Try to insert the NO-GO element. The NO-GO
element may enter partially, but must NOT pass
completely through the length of the center contact
crimping chambert.

B. Braid and Insulation Dies

1. Remove traces of oil or dirt from the crimping
chambers and plug gages.

2. Close the tool handlas until it is evident that the
jaws have beottomed; then hold in this position. Do
NOT force beyond initial contact.

3. With dies bottomed, check the insulation
crimping chamber using the proper plug gage. Hold
gage in straight alignment with the tool and
carefully try to insert, without forcing, the GO
element. The GO element must pass completely
through the crimping chamber, as shown in Figure
8, Detail A.

4. Try to insert the NO-GO element. The NO-GO
element may enter partially, but must NOT pass
completely through the crimping chamber.

5. To use this gage, open the crimping dies and
locate end of gage element in the area between
center contact dies and braid crimp dies. Shank of
element will be located in the insulatich crimping
chamber. See Figure 8, Detail B.

Braid crimp dies have a larger OD than the
insutation crimp dies and require a gage of
special design. See Figure 6.

6. Close handles of tool and proceed as described
in steps 2 through 4 by pulling gage into braid
crimping chamber. Braid crimping chamber is
inspected as shown in Figure 8, Detail B.

If all crimping chambers conform to the gage
inspection, the tool may be considered dimensionally
corract. If crimping chambers do not conform to the
gage inspection, contact your local AMP
representative.

For additional information regarding the use of a plug
gage, refer to instruction sheet 408-7424.

4.5. CERTI-CRIMP Ratchet Inspection

The CERTI-CRIMP ratchet feature on AMP hand
tools should be checked to ensure that the ratchet
does not release prematurely, allowing the dies to
open before they have fully bottomed. Obtain a
0.025-mm [.001-in.] shim that is suitable for checking
the clearance between the bottoming surfaces of the
crimping dies. Proceed as follows:

1. Select a contact and maximum size cable for
the tool.

2. Position the contact and cable between the
crimping dies, as described in Section 3,
CRIMPING PROCEDURE.

3. Hold the cable in placs and squseze the
handles until the CERTI-CRIMP ratchet releases.
Hold the handles in this position, maintaining just
enough tension to keep the dies closed.

4. Check the clearance between the bottoming
surfaces of the crimping dies. If the clearance is
0.025 mm [.001 in.] or less, the raichet is
satisfactory. If clearance exceeds 0.025 mm

[001 in.], the ratchet is cut of adjustment and must
be repaired. See Section 5, BEPLACEMENT AND
REPAIR.
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Inspection of Insulation Inspaction of Braid
Crimping Chamber Crimping Chamber
Detait A Detail B
Bottoming Surface shank of
of Center Contact Plug Gage
Crimping Chambers I |
L —
S
|l == .
Jzgl
. Bottoming —.| lI=h a
Bottoming Surfaces of
Surfaces Braid and
Insulation
Crimping
Chamber
orald Insulation
Crimpin '
ot Crimping Braid Insuiation
amper CHMD! Crimping
phd Chamber
Chamber am

"GO” element must pass completely through the
crimping chamber.

A

—

‘NO-GO" element may enter partially, but must not pass
completely through the length of the crimping chamber.

*GQ" element must pass completely through the crimping
surface of crimping chamber.

el

*NC-GO” element may enter partially, but must not pass
completely through the length of the crimping chamber.

Figure 8

5. REPLACEMENT AND REPAIR

Replacement parts are listed in Figure 9. Paris other
than those listed in Figure 9 should be replaced by
AMP 1o ensure quality and reliability of the tool. Order
replacement parts through your AMP representative,
or call 1-800-526—-5142, or send a facsimile of your
purchase crder to 1-717-986-7605, or write to:

CUSTOMER SERVICE (38-35)
AMP INCORPORATED
P.O.BOX 3608

HARRISBURG, PA 171056-3608

For tool repair service, please contact an AMP
representative at 1-800-526-5136.

Rev B
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) i

]

. Locator Must Move Freely
178 [.007] Max. Gap

ITEM PART NUMBER DESCRIPTION QTY PER ASSY
1 21045-3 RING, Retaining 4
2 1-23619-6 PIN, Retaining 2
3 21045-6 RING, Retaining 2
4 2-23620-9 PIN, Retaining 1
5 39364 SPRING 1
8 3070891 LOCATOR 1
7 3073391 SPAGER 1
8 307087-5 SCREW, Shoulder 1
9 23911-7 DISC SPRING 1
10 21022-2 NUT, Self-Locking 1

6. REVISION SUMMARY

Figure 9

Since the previous release of this sheet, the following

changes were made:
Per EC 0990-0958-99:

* |Jpdate document to corporate requirements

¢ Changed title

* (Changed tool repair service information in
Section 5, REPLACEMENT AND REPAIR
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[aHHbIn KOMMNOHEHT Ha TeppuTopun Poccuinickon depepauumn

Bbl MoxeTe npuobpectu B komnaHun MosChip.

[lnsa onepaTtuBHOro ocdopmnenus 3anpoca Bam HeobxoomMmo nepenT No faHHON CChISKe:

http://moschip.ru/get-element

Bbl MoxeTe pa3mecTuTb Y Hac 3aka3 and nboro Bawero npoekTa, 6yab To
cepuiiHoe Npomn3BOACTBO MM pa3paboTka eguHUYHOro npubopa.

B Hawem acCcCopTnMeHTe npencTasiieHbl Begywmne MmpoBblie NMPoOnN3BOANTENIN aKTUBHbIX U
NacCUBHbIX 3JTIEKTPOHHbIX KOMIMOHEHTOB.

Hawen cneumanusauuen sBnseTcs NOCTaBKa 3N1EKTPOHHOMW KOMMOHEHTHON 6a3bl
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