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AMP INSTRUCTION/MAINTENANCE/INSPECTION SHEET m

1. INTRODUCTION
This instruction sheet provides ‘‘Instructions” on
product application and a “Maintenance and In-
spection Procedure” for;

SOLISTRAND* TERMINAL AND SPLICE CRIMPING DIES

(a})
69819 ]7 Used in tool Nos. 68385 and 69710 {b}

These dies are used to crimp:
* SOLISTRAND terminals and splices on wire range (g}
22 thru 10.
* SOLISTRAND flag terminals on wire range 12
thru 10.
Basic instructions on the use of the dies, die inser- (d)
tion and removal, etc., are provided in Section 2
“Instructions.” Section 3 features a terminal and
splice “Crimp Inspection” procedure, Section 4
contains a “Maintenance and Inspection Procedure” (e}
which will enable you to establish and maintain a die  (f)
certification program.
Dies are coated with preservative to prevent rust and
corrosion. Wipe preservative from dies, particularly  (g)
from crimping areas.

4—28—74

For further instructions relative to the air tools and
hand tool, refer to instructions packaged with the
tools.

2. INSTRUCTIONS
47812] Used in tool Nos. 46110, 69318-1, WARNING: AVOID PERSONAL INJURY. ALWAYS
47813 693656, and €8710 KEEP FINGERS CLEAR OF DIES WHEN OPERATING
47814 TOOLS.
a7814 Mog. H]— Used I 1001 Nos. 46110, 69365, 2.1 DIE INSERTION
47815

Disconnect tool from air supply.

Ensure that correct die, tocl and terminal combina-
tion has been selected for the wire size being used.
See Figure1.

Position stationary die in stationary die holder. Take
up on die holding screw enough to hold die in place.
Do not tighten screw. The stationary die is identified
by the two chamfers on top of die. See Figure 2.
Position moving die in moving die holder. Take up on
die holding screw encugh to hold diein place. Do not
tighten screw. Be sure dies are oriented properly with
each other,

Connect air supply.

Center terminal wire barrel in stationary die as shown
in Figure 2 and activate tool to heold terminal in
position.

inseri stripped wire into terminal wire barrel. See
Figure 1 for correct strip length.

/ PARALLEL
BUTT SPLICE SPLICES

{(STANDARDWITH OR '/

~ WITHQUT SIGHT HOLE)

-

g
, FLAG
“B” EQUALS WIRE BARREL TERMINAL
WIRE STRIP LENGTH
WIRE
TOOL NO. DIE NO. RANGE TEAMINAL FLAG TERMINAL BUTT SPLICE PARALLEL SPLICE
Min. Max. Min. Max, Min, Max. Min. Max.
46110 47812 22416
pibel 11/84" 13068 | — _ 114" 9132 5/16" 132"
47813 1614
69710
46110 47815 14-12 11/64" 13/64" JE— —_— 516" 11/32" PR JR—
4
66368 4781 1210 147 9/32” o — 174" 9132 5/16" 132"
€9710 4TE14 Mod. H
69365 5 — — 11132" 13732” — — po—— —_—
9710 638191 12-10 i3
~ Forterminals only Figure 1
% For llag terminals only
* Trademark of AMP Incorporated AMP Incorporated, Harrishurg, Pa. 17105, U.S.A. PAGE10F5
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{(h) Actuate 1ool to crimp terminal and hold dies at
bottomed position.

(iY With dies bottomed, tighten both die holding screws,
Tool is now ready for operation.

IMPORTANT: CHECK DIE ALIGNMENT AND
TIGHTEN DIE HOLDING SCREWS AT LEAST TWICE
DAILY.

2.2 WIRE STRIPPING AND CRIMPING
PROCEDURES
Strip wires to length specified in Figure 1.

NOTE: Do not use wires with nicked or missing
Strands.

2.2.1 Pneumatic Tools with Take-Up Feature

{a) Connectair supply.

{b) Center terminal or splice wire barrel in stationary die.
For best results, when brazed seam on terminal or
splice is visible, position seam toward moving die.
See Figure 2. Center flag terminal wire barrel in sta-
tionary die. Hold flag terminal tongue against flat
side of die. See Figure 3.

L

E
HOLDING
SCREW
e STATIONARY
DIE

DIE

WHEN BRAZED SEAM £
IS VISIBLE, POSITION
SEAM TOWARD
MOVING DIE

CENTER ONE
HALF QF SPLICE }
IN STATIONARY i

CENTER
TERMINAL IN
STATIONARY DIE

Figure 2
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{c) Actuate die take-up feature of toor until terminal,
splice or tlag terminal is held firmly in place.

(d) Insert stripped wire into terminal, splice or flag
terminal wire barret.

(e) Activate tool to complete the crimp and remove
crimped item.

{fi When crimping a butt splice, reposition uncrimped
half in stationary die. Activate die take-up feature to
hold splice firmly in place. insert stripped wire and
complete crimp.

(g) Refer to Section 3 and Figure 4 for terminal or splice

crimp inspection procedure.
NOTE: Terminal or splice positioning and crimping
instructions are the same as steps (a) thiu (f) of
paragraph 2.2.1 when using pneumatic tools without
die take-up feature.

2.2.2 Hand Tool

(a) Center terminal or splice wire barrel in stationary
die. For best results, when brazed seam on terminal
or splice is visible, position seam toward moving die.
See Figure 2. Center flag terminal wire barrel in
stationary die. Hold flag terminal tongue against flat
side of die. See Figure 3.

(b} Close handles until terminal, splice or flag terminal
is held firmly in place.

(¢) Insert stripped wire into terminal, splice or flag
terminal wire barre!.

(d) Complete crimp by closing handles until CERTI-
CRIMP* ratchet releases.

{e} Handles will open automatically and crimped itermn
may be removed,

{fH When crimping a butt splice, reposition uncrimped
half in stationary die. Insent stripped wire and com-
plete crimp.

(g) Refer to Section 3 and Figure 4 for terminal or splice
crimp Inspection procedure.

1S 1633
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3. CRIMPINSPECTION
Inspect crimped terminals and splices by checking inspected at Ileast once a month. Frequency of
the features described in Figure 4. inspection may be adjusted to suit your requirements
Use only the terminals and splices that meet the through experience. Frequency of inspection is
conditions shown in the “YACCEPT” column. dependent upon:

“REJECT” terminals and splices can be avoided 1. The care, amount of use, and handling of the dies.
through careful use of instructions in Saction 2 and 2. The degree of operator skill.
by performing regular die maintenance asg instructed 3. The presence of abnormal amounts of dust and
in Section 4. dirt.

4. Your own established standards.

4. MAINTENANCE/INSPECTION PROCEDURE All AMP* dies are thoroughly inspected before ship-
AMP recommends that a maintenance/inspection ping. Since there is a possibility of die damage in
program be performed periodically to ensure depend- shipment, new dies should be inspected in accor-
able and uniform terminations. Dies should be dance with Section 4 when received in your plant.

TERMINAL
WIRE RANGE
FLAG TERMINAL STAMPED HERE
WIRE RANGE £
STAMPED %
HERE WIRE RANGE
STAMPED HERE

WIRE RANGE
STAMPED HERE

@ Crimps centered. Crimps may be off center BUT
NOT OFF END OF WIRE BARREL.

AWG wire size being used matches wire range
stamped on terminal or splice and tool.

insulation does not enter wire barrel.

Wire is visible through inspection hole of butt
spiices. Wire is flush with or extends slightly beyond
end of terminal wire barrel.

®© G ©

On parallel splices, bare wire ends must be flush with
orextand slightly beyond end of barrel.

PARALLEL
SPLICE
STANDARD BUTT SPLICE
HoLE ©R TvpE
WIRE RANGE

STAMPED HERE

(i) Crimped off end of splice or terminal wire barrel.

(@) AWG wire size being used does nol match wire
range stamped on terminal or splice and tool,

Insuiation entered barrel of terminal or splice.
CHECK FOR INCORRECT STRIP LENGTH.

Wire not inserted far enough in terminal or splice.
End of wire must be visible through inspection hole
of butt splices, and be flush with or extend beyond
and of tarminal wire barrel or paraltel splice.

Excessive “flash” on terminal or splice indicates
wrong wire, splica, or tooling combination was
used.

Nicked or missing strands.

®

®
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4.1 CLEANING
Do not aliow deposits of dirt, grease and foreign
matter to accumulate in the die closure area and on
the bottoming surfaces of the dies. These deposits
may prevent the dies from bottoming fully and may
also cause excessive wear in the die closure surfaces,
thereby affecting the guality of the crimp. The dies
should be wiped clean frequently with a clean cloth.

4.2 VISUAL INSPECTION
Visually inspect the die closure surfaces for broken,
chipped or pitted conditions. Although dies may
gage within permissible limits, worn or damaged die
closure surfaces are objectionable and can affect the
quality of the crimp. Examples of possible damaged
die surfaces are shown in Figure 5.

PITTED

BROKEN
CHIPPED

Figure &

4.3 DIE CLOSURE INSPECTION

Every AMP die set is inspected and tested for proper
die closure dimensions before shipping. An inspec-
tion should be performed periodically to check the
die closure for axcessive wear.
Die closure inspection is accomplished using GO
NO-GO plug gages. AMP neither manufactures nor
sells plug gages. A suggested plug gage design and
the GO NO-GO dimensions of the plug gage
members are listed in Figure 6.
The following procedure is
inspecting the die closures.

{a}) Clean oil or dirt from the die closure surfaces,
bottoming surfaces, and plug gage members.

(b} Insertdies in tool.

(c) When using pneumatic tool, reduce air supply
pressure to a range between 15-20 P.S.I. Actuate tool
to bottom dies.

When using hand tool, close handles of tool until
dies bottom. Do not apply additional pressure to tool
handles.

{dY With dies bottomed, inspect the die ¢closure using the
proper plug gage. Hold gage in straight alignment
with the die closure as shown in Figure 7A and care-
fully try to insert without forcing, the GO member,
and then the NO-GO member. See Figure 7B. The GO
member must pass completely through the die
closure. The NO-GO member may enter partially, but
must not pass completely through the die closure.

PAGE40OF 5§

recommended for

{e) If dies meet GO NO-GO gage conditions, the
dies are dimensionally correct.

(f} If dies do not meet the GO NO-GO gage conditions,
contact your local AMP field representative.

4.4 REPLACEMENT PARTS
Die sets and die replacement parts, see Figure 8, can
be purchased from AMP Incorporated, Harrisburg,
Pa. 17105, or a wholly owned subsidiary of AMP

Incorporated.
SUGGESTED PLUG GAGE DESIGN
DIE CLOSURE .250
CONFIGURATION GO DIM. MIN.
= [
p— f ->-‘ - TYP
¥ \
W L
“R"TYP. L =
1.000 - g,?f“’
MIN. ugr '
TYP
TOOL DIE CLOSURE GAGE MEMBERt RADILS
DIM'S. “A™ 'S5 ~p"
NUMBER t DIM'S, =B ik
ag NO-GO ao NO-GO
47812 0480 L0520 .0460-.0453 | .0510-.0520 | .04z
47813 0540 L0600 .0540-,0543 | .0599-.0800 | .078
47815 L0690 0750 .0690-.0693 { .0749-.0750 .078
47814 and
47814 Mod. H .0760 .0820 .0780-,0763 | .0819-.0820 | .109
69619 0760 .0820 .0760-.0763 | .oe10-0820 | .109

1 Die closure dimensions apply when dies are bottomed but not under pressure.
1 Material — Tool steel. Figure €

INSPECTION OF DIE CLOSURE

DIES BOTTOMED
BUT NOT UNDER
PRESSURE

the die closure.

"

NO-GO" gage may ly, but
 must not pass completely through the

Figura 7
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ITEM DIE SET NUMBERS AND COMPONENT PART NUMBERS
NUMBER DESCRIPTION QUANTITY 47812 47813 argia 47814 Mod. H 47815 69819
1 MOVING DIE 1 3058331 3058333 305833-6 450499 2058335 306938
2 SCREW 1 1-305027-8 1-305027-8 1-305927-9 1-305027-9 | 1-305927-8 1-305927-9
3 STATIONARY DIE 1 305834-1 305834-4 3058347 305834-7 305834-6 306937
4 RING, RETAINING 2 1- 21046-3 1- 210463 1- AG46-3 | 1- 210463 | 1- 21046-3 1- 21046-3
5 SPAGER 1 305832-3 30588323 | 1-308832-2 | 1-305832-2 305832-3 | 1-305832-2
6 SPAGER 1 3058324 3058324 2-306832-5 | 2- 596759 305832-9 | 2- 59675-2
7 SCREW 1 9-306105-1 9-306105-1 1-306927-8 1-305027-8 1-305927-8 | 1-305927-8
Figure 8
REL. DATE REV. DATE APPROVALS
11—15—57 4—29—74 %m =) CB@&Q PUB. @Mg%
E-7- A -
"
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