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APPLICATION AND MAINTENANCE
FOR
AMP* CRIMPING DIES 169490

instruction Sheet

1MiI3GB

l RELEASED |24 .5.84

Section | of this instruction sheet provides application
procedures for ANMP crimping die assemblies.

Section I provides maintenancea and inspection pro-
cedures for AMP crimping die assemblies.

STATIONARY DIE

MOVING DIE

L

WIRE STRIP LENGTH
SI1ZE INSULATION TERMINAL SFPLICE PRODUCT
{AWG] DiA {Max) COLOR MilN MAX M | MAX
. - PIDG Terminals and Splices:
: =
22-1B 156 Red 13/64 | i5/64 174 9/32 PLASTLGRIP Terminais
2218 140 Rod 19068 | 21768 | -- | -- PIDG and PLASTI-GRiP
Receptacles
15-14 15/64 172 q72 PIDG Terminals and Splhices:
7016 HD 170 Blue 1ares 722 PLASTI-GRIP Terminals
16-14 179 Blue 1964 | 21/64 | - -- PIDG and PLASTI-GRIP
Receptacles
W2-10 250 Yellow . PIDG Terminals and Splices;
11/32 | 11732 3/8
16.14 HD 250 Yellow W/Biack Stripe 5/16 N PLASTI-GRIP Terminals
FIDG and PLASTI-GRIP
5 1 ! - .-
12-10 250 Yellow 5716 3/8 feceptacies
22 .033-.110 Red W/Green Stripe 1/4 5/32 - .- PIDG Insulatiun-Restricting Terminals
29 .046-.110 Red W/Red Stripe
18 .056-.110 Aed W/White Stripe
15 .083-.130 Slue W/Biue Suipe i i
14 078-.130 Blure W/ Green Stripe |
i2 055-.200 | Yellow W/Brown Stripe 28 1332 i i
10 118200 | Yeitow W/Yellow Stripe ' 1 Y
Fig. 1-1
"SECTION | APPLICATION 1-2. DESCRIPTION
Each die assembly consisis of a stationary die and a
i-1. INTRODUCTION moving die. Each die assembly is also divided into

AMP Crimping Dies 163490 used in CERTI-LOK®*
Hand Crimping Tosl 163400, are designed to crimp
PIDG#* and PLASTI-GRIP* terminals, and PIDG
"window'' splices.

Read this instruction sheet for specific information
concerning the dics, applicable terminals, and wire
zpecifications. Read the instructions packaged with
i too! IS ©764) for information concerning die
irzstallation, crimp adjustments, crimping procedures,
2. general informaton.

e '“.=—| A disensians on s fastreciinn shoet oo

——— —d

iy inches.

three separate crimping closures that are color-codad
to match the color-coded terminai/splice for a given
wire range. '

1-3. CRIMPING PROCEDURE

Determineg your application requirements. Then,
using the chart in Figure -1, make your selection
according to the following instructions:

Wire Size and Insulaticn Oiemeter - Meke contain
the wire and insulation ere within the speaified range.
Wire Type and Strip Leagth — Using suanded wire,
strip it to the length shown. Do NGT crimp wire that
has cut or nicked strands. | O fog u

frm Y M v A
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TYPICAL PIDG AND PLASTI-GRIP
TERMINALS
{Ring or Spade Receptacles)

-—  PIDG

]’ﬁtf"?‘q TERMINAL
PIDG INSULATION

.-—-]\__..I RESTRICTING
PLASTI-GRIP  ~g~ equALS WIRE BARREL
mRMINAL “C” EQUALS INSULATION
S3S BARREL

TERMINAL
WIRE BARREL
BUTTS AGAINST
WIRE BARREL
LOCATOR

/ TERMINAL TONGUE
. ON TQOP OF
LOCATOR

Fig. I-2
1p terminat (or splice) as icliows:

K If necessary, install the dies according to
Y g

2 instructions packaged with the tool.

2. Place terminal [or splice! in dies as shown
in Figure -2 {or Figure 1-3).

3. Close tool handles until terminal or splice
is held firmly in place.

4

4. . Insert properly stripped wire into terminal
{or splice) wire barrel “B" as shown in Figure I-2
{or Figure 1-3).

5. Complete crimp by closing handles until
ratchet releases handles. Handles will open
automatically and crimped item may be removed.
6. To crimp other half of splice, remove it
and reposition uncrimped half in dies as shown
in Figure I-3. Foliow same procedure used to
crimp first half of splice. (!f splice cannot be
turred, turn toc! around.)

7. Inspect crimped terminal/ splice.

1

[
o
!
Pt

AMP CRIMPING DIES 163490

PIDG BUTT SPLICES
WINDOW INDENT

=T

\:——"‘—-—:_

WIRE STOP

"B EQUALS WIRE BARREL
"CT EQUALS INSULATION BARREL

CONDUCTOR
BUTTS AGAINST
SPLICE WIRE STOP

LOCATOR SEATS
iN WINDOW
INDENT

OF SPLICE

FIRST CRIMP

SPLICE -
POSITIONED
IN DIES

CONDUCTQR
BUTTS AGAINST
SPLICE WIRE STOP

SECOND CRIMP

Fig. i-3

For a2 more detailed crimp inspection procedure, refer
to the “Crimp Inspection’” (Cl) sheet for the kind of
terminal or spiice_ being crimped, as follows:
PIDG Terminals — Cl 8050-23. ‘
PLASTI-GRIP Terminals — CI 8050-32.

1-4. DAILY MAINTENANCE

Remove zall foreign particles with a clean, soft brush
or ciean, soft, lint-free cloth. If foreign matter cannot
be rermoved easily, or if the proper replacement parts
are not available, return the dies to your supervisor.

Miake cenain the dies are protected with 2 THIN coat
of any goed SAE No. 20 motor oil. 0O NOT OiL
EXCESSIVELY. When the dies are not in use, store
them in a clean, dry area.

Cten a e



AMP CRIMPING DIES 168490

procedures for AMP crimping die assomblies.

Section { of this instruction sheet provides application

Section I provides mamtenance and inspection pr
cedures for AMP crimping die assemblies.

I
N | S

¥

D7

DIE SET WEIGHT

ENGINEERING APPROVAL

1.5 oz

Fig. H-1

SECTION {I MAINTENANCE/INSPECTION

11-1. DIE CERTIFICATION

These instructions have been approved by AMP
Design, Production, and Quality Control Engineers to
provide documented maintenance and inspectian
procedures in accordance with AMP Corporate
Folicy No. 3-3. Through AMP test laboratories and
the inspection of production assembly, the pro-
cedures described herein have been established to
ensure quality and reliability of AMP crimping dies.

-2, INSPECTION PROCEDURES

A

It is recommended that each oparater of the dies be
made aware of — and responsible for — the following
three steps of daily maintenance:

1. Remove dust, moisture, and other con-
tarninants with a clean brush, or a soft, fint-free
cloth. Do NOT use objecis that could damaqe
the dies.

2. Make ceriain the dies ars protected with o
THIN coat of any geod SAE No. 20 motor il
CO NOT OlL EXCESSIVELY

Datly Maintenance

When the dies cre notin use, store them in
clean, dry area.

ST )

B.

Regular inspections should be performed by quality
cantrol personnel. A record of scheduled inspections
should remain with the dies and/or be supplied tc
supervisory personne! responsible for the dies.
Though recommendations call for at least one inspes -
tion 2 month, the inspection {requency should E=2
based on the amount of use, ambient working conci-
tions, operator training and skill, and eswablishad
company standards. These inspections should ne
performed in the following sequence:

Periodic inspecticn

B-1. Visual Inspection
1. Remove ail lubrication and accumutated fitm
by irnmersing the dies in & suitable comm: rcial

degreaser that will nat aflect paint or p.astic

mazeral,

2. Check 2! bearing surfuces tor wosr.

2. Inspect the crimp aroa for Dattenod, ¢ opped,
cracked, worn or Broken areas. H dor sqo s

madent, the dies must be repiaced.
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2. Gaging the Crimping Chamber

“his inspection requires the use of 8 GO NO-GO Gage

raforming to the diameters in Figure -2, AMP does
manufacture or market these gages.

ielect die crimping chamber according to wire size
nd proceed as foilows:
1. Mate the dies until it is evident that they
have bottomed.
2.  Align the GO element with the wire barrel
crimping chamber. Push element straight into
the crimping chamber without using force. The
GO element must pass completely through the
crimping chamber as shown in Figure H-2.

3. Now align the NO-GQ element and try to
insert it straight into the same crimping chamber.
The NO-GO element may start entry but must not
pass compietely through as shown in Figure -2,

f the crimping chamber conforms to the gage inspec-
ion, the dies are considered dimensionally correct
nd should be fubricated with a THIN coat of SAE
lc. 20 motor oil. If not, the dies must be replaced.

AMP CRIMPING DIES 163490

SUGGESTED PLUG GAGE DESIGN

GO
DIA

NO-GO
DIA

-

1 —
CHEmir
EE

T

i E e

i

WIRE BARREL
CRIMPING CHAMBER

.
I

ELEMENT

\

N

.
. (&
/, RY ‘
Z OGO

ELEMENT

WIRE SIZE GAGE DIMENSION
{AWG]) GO (Dial NO-GO (Dia)
22-16 J105 N
16-14 .119 125
12-10 .169 175
Fig. 1l-2




