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INTRODUCTION

1s tool has two crimping stations A
d B. For wire ranges see FIG.1. It
so features a Certi-Crimp Ratchet and
ree insulation crimp settings.

DOUBLE ACTION HAND TOOL
DOUBLE 'F' CRIMP

part No 525681

imping . 5.5 ~ 1.5 mm2

WS Terminal

1.0 -2.5 mm2

Terminal

Insulaition
crimp adjust-
ment pin in
No.3 position

o— Certi-Crimp
Rat chet

INSULATION CRIMPING ADJUSTMENT

ie insulation cerimping jaw has three
ljustment holes marking insulation
.ameters i.e. 1 (small) 2 (medium) 3
.arge). To alter adjustment pull pin
it and reposition.

.re stripped length {s wire barrel + 1/32
341208 (Lp 341411 o.5 - 1.5 mm?

2 Terminal
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3. CRIMPING PROCEDURE

The Certi-Crimp Ratchet ensures a
complete crimp of the terminal.
When you squeeze the tool handles
the ratchet engages and will not
release until crimp jaws are fully
closed. Select correct terminal
and crimp it as follows: -

1. ©Open the tool handles and
position the terminal in the correct
station with the centre of the
terminal wire barrel in line with
the centre of the wire barrel crimp-
ing jaw, Close handles until
terminal is held in place. DO NOT
DEFORM THE WIRE BARREL OR INSULATION
BARREL.

2. Strip wire as shown in FIG. 2,
Insert stripped wire into the
terminal,

3. W¥hile you hold the wire in place
squeeze the tool handles until the
ratchet releases. Your crimp i=s
finished. Open handles and remove
the crimped terminal from the tool.
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ANMP lland Tool 525681

SECTION 2. MAINTENANCE PROCEDURES

.1 TOOL CERTIFICATION BR. TPcriodic Inspection
These instructions have been approved Regular inspections should be :
by AMP Design,Production and Quality pertormed and recorded by your i
Control Engineers to provide you with (uality Control Department with a é
documented maintenance and inspection record of scheduled inspections
procedires in accordance with AMD remaining with the tool or supp-
Corporate Policy Number 3.3 We have, lied to supervisory personnel
through our test laboratories and responsible for the tool. We
inspection of production assembly, . recommend at least one inspection
established the procedures described a month, however, freguency of
herein to ensure quality and inspoection will depend on the
reliability of AMP Hand Crimping amount of use, ambient working
Tools. conditions, operator ftraining and
skill and vyour own established

The parts listed on Customer Urawing
are customer replaceable parts. A
complete inventory should be stocked
and controlled to prevent lost time
when replacement ol parts is deemed 1. Yisual Inspection
' necessary.

standards. These inspections
siiould be performed in the
1ollowing sequence.

_ Remove all lubrication and
. ; . accumulated film by immersing the
2.2 INSPECTION PROCEDURES tool (handles partially closed) ir
A. Daily Maintenance a suitable commercial de-greaser
’ that will not effect paint or

The importance of daily maintenance plastic material.

~annot Le over emphasired, as Lhis

can easily and efficiently be per- Make certain all retaining pins ?
formed aftter each shift, ensuring are in place and secured with
satisfactory performance and con- retaining rings. Reler to cusi-
tinuous preoduction. We recommend omer drawing (~575681

the following. {lose the tool handles until the

ratchet releases then allow :

- handles to open_ireely. 1{ they %
do not open guickly and fully, the =
spring is defective and must be
replaced. i

Y. "Remove dust, -moisture.and ather
contaminants with & clean brush
or soft lint-free cloth. Du not
use objects that could damage
the tool.

Inspect the head assembly, giving

special attention to the dies for

flattened, chipped, cracked, worn

2. Make sure the proper retaining
pins are in place and secured
with the proper retaining rings.

or broken areas. I1f damage to an
3. Make certain all pins, pivot part of the head assembly is
points and bearinyg surfaces are evident, return the tool to AUP
protected with a THIN coat of for evaluation and repair.

0il: I nccessary, oil with any
good S_A L. No. 20 Motor 0il.
DO NOT GIL EXCESSIVELY.

4. VWhen the tool is not in use,
keep the handles®closed to pre-
vent objects from becoming lodged
in the crimping dies and store
the tool in a clean dry area.

[T —
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O6LLecTBO C orpaHMYeHHON oTBETCTBEHHOCTBIO «MocHuny WMHH 7719860671 / KIMNM 771901001
Appec: 105318, r.Mockea, yn.LLlepbakoBckas 4.3, odmc 1107

[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
OBOWHOro Ha3HayeHus, npoaykummn Takmx npounssoantenen kak XILINX, Intel
(ex.ALTERA), Vicor, Microchip, Texas Instruments, Analog Devices, Mini-Circuits,
Amphenol, Glenair.

CoTpynHMyecTBO € rnobanbHbIMU OUCTPUOLIOTOPaMN 3NEKTPOHHBIX KOMIMOHEHTOB,
npegocTraBnseT BO3MOXHOCTb 3aKa3blBaTb 1 MOfly4aTb C MEXAYHAPOOHbIX CKNaaos
npakTuyecku nobon nepeyeHb KOMNOHEHTOB B ONTUMarbHble aAnsa Bac cpoku.

Ha Bcex aTanax pa3paboTKu 1 NPOM3BOACTBA HalLW NapTHEPbI MOTYT NOMy4YnTb
KBanumunpoBaHHy NOAAEPXKY OMNbITHbIX UHXEHEPOB.

Cuctema MeHeXMeHTa KayecTBa KOMNaHum oteevaeT TpeboBaHNAM B COOTBETCTBUM C
rOCT P MCO 9001, TOCT PB 0015-002 n 3C P, 009

Odomc no pabote c OPUANHECKUMU NTULLAMMU:

105318, r.Mockea, yn.lWepbakosckaa a.3, ocdomc 1107, 1118, AL, «LUepbakoBcKkuniny»
TenedoH: +7 495 668-12-70 (MHOrokaHanbHbIN)
dakc: +7 495 668-12-70 (006.304)

E-mail: info@moschip.ru

Skype otaena npogax:
moschip.ru moschip.ru_6
moschip.ru_4 moschip.ru_9
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