INSTRUCTION SHEET ‘ 1050 G.B

for AMP hand .tools 47386;4 -
47387-7 :and 525690-1

RELEASED[23.8.8
OJQEVISED ol

1. INTRODUCTION.

The hand tools are used %o crimp
AMP PIDG™ and PLASTI-GRIP™ terminals
and splices on wire, sizes 0,25-2,6
mme (22-14.AWG).

2. INSTRUCTIONS.

Wire stripping and crimping proce-
dures.

Strip wire to dimension listed in
fig. 2. Strip length is determined
by product to be crimped and by wire
size, .

Open crimping jaws by closing hand-
les until CEXTI-CRIMP* ratchet re-
leases. See fig. 1. Note that once
ratchet is engaged, handles cannot
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be opened until they are fully closed.
Place terminal in crimping Jjaws as
gshown in fig. 3,4, or 5.

Place PIDG-Nylon Butt Splices in crim-

ping Jafgghs shown in fig. 6.
For crimping of PLASTI-GRIP Butt
Splices the locator has to be removed
from the tool. The splice should be
located as shown in fig. 7.

Close handles until terminal or splice
is held firmly in place. Do not de-
form terminal or splice barrel.

MAKE SURE TLERMINAL BARREL RESTIS
AGAINST LOCATCR.

Insert stripped wire into barrel.

To complete ¢rimp, close handles until
CERTI-CRIMF ratchet releases.

Handles will open automatically and
crimped item may be removed.

To crimp other half of splice, remove
it and reposition uncrimped half in
tool, .

3. INSULATION CRIMPING ADJUSTHENT.
PIDG Terminals and Splices.

The insulation crimping section of
the hand tocl has three positions:

1- Tight, 2- Medium, 3- Loose,.

Insert insulation adjustment pin? in
nr. 3 position. See fig. 1.

Place terminal or splice in crimping
jaws and insert UNSTRIPPED wire into
ONLY the insulation barrel porticn

of the terminel or asplice. See fig. 2.
Make crimp.

Remove crimped terminal or splice and
check insulation support as follows:
Bend the wire back and forth once.
Terminal or splice should retain grip
on wire insulation.

If wire pulls out, set insulation

ad justment pins in next tighter posi-
tion (nr. 2).

Make tegt crimp and repeat adjustment
ags neceseary until desired insulation
grip is obtained.

Do not use a tighter setting than
required.

Always make certain that both insula-
tion adjustment pins are in the same
position.
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Terminal

Splice

Wire pin

Resilient Type

Wire Pin

PIDG Faston
Receptacle
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"A" IS INSULATION BARREL.
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13 WIRE BARREL.

TERMINAL =

ITEMS SHOWN
WITH ONE DOT

TOOL WIRk COLOR/ WIRE STRIPPING LENGTH
NO SIZE 5 |DOT PRODUCT CRIMPED Terminals Splices.
) in mm”. |CODE Min. Max. | Min. | Mex.
0,25-1,6 PIDG and PLASTI-GRIF
(éode terminals, splices 5 Smm 6. 4mm (?}iu?m zé}§g“)
22~16) and wire pins. {f732“}(1}4")
0,75-1,5 ‘110" Series P1DG
{18-16 FASTON Receptacles.
AWG)
525690~ 1.0-1.5 ‘ '187'and *250'Series
and (17014~ |Hed |PIG FASTON Recept-
47386-4 AWG) One acles and Resilient
dot type P1DG wire pin. 6, 3mm 7, 1
1/4" 2")
0,3-1,0 *250' Ser. PIDG FAST- (174" (9/3
(22-17 ON Receptacle, over-
ANG ) lapping barrel type,
: partnumber 1605837
1,0-2,6 | PIDG and PLASTI-GRIP {5,5mm | 6,4mm | 6, 3mm 7, imm
{Code terminals, splices {(7/32%)1(1/4™) K1/4" (9/32" N
16-14) and wire pins.
- gigzn '187*and °'250' Series
473877 3,0-3,4 PIDG FASTON Recept-
(12 AWG)| Two acles and Hesilient
dots | type PIDG wire pin.
6, 3mm 7, tmm
1250" Series PIDG (174" |(9732")
1,5-2,5 ‘FASTON Receptacle,
(16-14 overlapping barrel
AWG ) type, parinumber
160313-7 ]

PI1G. 2
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o TERMINAL

TERMINAL BARREL
RESTS5 AGAINST
LOCATCR

FIG. 3

WIRE PIN

TERMINAL BARREL
RESTS AGAINST
LOCATOCR

PIDG BUTT SPIICE

LOCATOR

LOCATOR FITS INTO
3IO0T IN SPLICE

¥1G, 6

LOCATOR FITS
INTO ST.OT
BETWEEN RECEPT-
ACLE AND WIRE
BARREL L

REMCVE
LOCATOR

SPLICE SHOULD
STICK QUT 1-2 MM.
( - 040"‘. 080" )
APPROXIMATELY

4

FIG. 7
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FLASTI=-GRIP terminals and
BpliCEP.r

NOTE: PLASTI-GRIP terminals and
splices feature a wire insulation
support only. PIDG terminals and
eplices feature an insulation grip.

The insulation crimping section of
the hand tool has three positions:
1-tight, 2-medium, 3-loose., See
fig. 1.
Position nr. 3 is for wire having a
ierge ingulation diameter.

Position nr. 2 is for wire having a
medium insulsation diameter.

Position nr.

1 is for wire having a

small insulation diameter,

When making the adjustment, always
make certain that both insulation
adjustment pins are in the same
position. See fig, 1.

4, COLOR AND DQT CODE.

Note that the terminal, asplice and
;001 handle colors are coded for a
given wire size as listed in fig. <.
The dot coding will appear on termi-
nals and splices when they are
crimped preperly in the correct

AMP hand teols. See fig.

2.

5. MAINTENANCE/INSPECTION
PROCEDURE. *

2

CLEANING.

The tool should be immersed (handles
partially closed) in a reliable com~
mercial de-greasing compound ¥$o re-
move accumulated dirt, grease and
foreign matter, Make certain that the
de-greasing compound does not attack
paint or plastic materials, Remove
remaining de-greasing compound with =
lint free cloth. When de—-greasing
compounds sare not available, tool may
pe wiped clean with a lint free cloth.
Relubricate tool, as instructed
below, before placing it back in
service.

LUBRICATION.

Lubricate 211 pins, pivot points and

bearing surfaces with a good grade

S.A.E., nr. 20 motor o0il as follows:

a)Tools used in daily production -
Lubricate daily.

b)Tools used daily {(occasiomal} -
Lubricate weekly.

c)Tools used weekly - Lubricate
monthly.

Wipe excess oil from tool, particu-

larly from crimping ares.

0il transferred from the crimping

area onto certain terminations may

affect the electrical characteristics

of an application.

" SUGGESTED PLUG GAGE DESIGN

Dimensions in mm (inch)

DIE CLOSURE
CONFIGURATION

'*kif "A" DIM.

GO DIM. NQ GO
DIM, nAn

” A'N

o=E =

TOOL DIE CLOSURE DIM'S "A" GAGE MEMBER DIM'S "A"

NO. GO NO GO ) WO GO
525690-1 2,769-2,776 2,918-2,921
17386-4 | 2476 (4109) 2,92 (.115) 1177 1030-11093) (.1149-,1150)
3,023-3,029 3,172=3,175

FIG. &
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. INSPECTION OF WIRE BARREL -
CRIMPING BIES WITH PLUG GAGE.

"GO" gage must pass completely
through t?a die closure.

)

"NO GO™ gage may enter partiially,
but must not pass completely
through the die closure.

FiG. 9

DIE CLOSURE INSPECTION.

Bvery AMP hand tool is inspected and
tested for proper die (jaw) closure
before being shipped from the
factory. An inspection should, how-
ever, be performed periodically to
measure the tool die closure.

The tool die closure inspection is
accomplished wusing GO-NO-GO plug
gages. AMP neither manufactiures nor
sells plug gages, however, suggested
plug gage design is shown in fig. 8.
The GO NO~GO dimensions of the plug
gage are alsb listed in fig. 8.

The followirg procedure is recommen-—
ded for meaguring the tool die
closures.

Remove traces of oil or dirt from
tool crimping area and plug gage.

acve locator assembly. NOTE: Do not
., J8e€ apring in locator assembly.

Close handles of tool until crimping
jaws are bottomed. Jo not apply
additional pressure to tool handles.
With crimping jaws bottomed, use plug -
gage to check the die closure. Hold
gage in straight aligmment with the
to0l and carefully try to insert,
without forcing, the GO element, and
then the NO-GO element. See fig. 9.
The GO element must pass completely
through the die closure.

The NO-GO element may enter partially,
but must not pass completely ihrough
the die closure.

Reinstall locator assembly.,

1f the wire barrel crimping dies meet
the GO NO-GO gage conditions, the .
tool may be considered dimensionally
correct. -

If you find that the tool crimping
dies do not conform with the GO NO-GO
gage conditions, return to AMP for

repair.
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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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