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AMP A-MP* CRIMPING TOOL, 110368

of Great Britaes LicH FOR CLOSED END SPLICES e
CATALDG No. 576708 RELEASLD 7.4‘8:‘%

REVISED

1. The Tool shown in Fipgure 11s used o crimpA-MP Closed
Fud Splice No. 825036
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!CR'MPIN; (4} Place Splice, with Wires inseried, into Crimping Dics as

D.’_st.:_ R shown in Figure 3.
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(e} Hold Splice In place agaldst Locator. Camplere erimys by
closing Ilandics unul CERTI-CRIMP Ratchiet relzass.

f) Handles will open automatically and erimped Srlice may
be removed from Crimping Dies,
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3. MAINTENANCE
3.1 LUBORICATION
Keep all Pins, Fivot Points and Bearing Sefaces Tubiicd-
L ' ted with a good grade S, ALT. Noo 22 Moter 04,
3,2 DIE CLOSURE INSPECTION
Every A-MP Hand Tool is inspootod and rested for prujpes
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2. WIRE STRIFPPING AND CRIMPING
PROCEDURE

(o) Sip Wirc 1o dunensions shown in figure 2,
() Ta apenCringpiog faws, closell adlesunptil CERTI-CRIMP®

ratehes reicasen, Wote that onceRaichct is engayed, Han-

Wles cannei be opennt untd] ey are furly closed,

(o) Tosert siippaed Wires inte Splice Rorrel. -1c
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M is recommended, however, that an Inspectlon be per-

formied pusiodically to measire the “Tool Dic closwre and
10 cireck e CERTI-CRIME Racchet featime, This {s neces-
sary 1o assire that continued use of the Teol will result in
tie same dependabie and uniforin terminations lor which
the Tool was designed, :
W reconznend an injual freguency of lnspection of once
a mentdi, This fiequency may be adjusted (o suit your
reguirenants through cxpericnce,
The frequency of ap Inspection is dependent upomn;
1. The care, amount of use, and handling of the Tool,
9. The type and size of the producis crimped.
3. The degree of nperator skill, -
4, The presence of abnormal amewns of dust and dirt.
5. Your own established standards,
The Tool Die closure measurement is accomplished using
a GO-NO GO Plug Gage. A sugpested Plug Gage design
is shown in Figure 4, The GO-NO GO dimensions of the
Mup Gage for the Wire Barrel Crimping Dies are also listed
inFigwe 4, The following procedure is recommended for
measuting the Tool Die closure!
(a) Remave traces of il or dirt from Tool Crimping arca and
Plug Gage. .
Close Handles of Tool umtii Crimping laws arc bottomed.,
Do now apply additional pressure to Tool Handies,
Measure Tool Wire Barrel Crimping Die using the Plug
Gape with Barre! Crimp dimensions given in Tigure 4,
Hokd Guge in siraight alignment with the Tool and care-
fully wy 1o insert, withiout foreing, the GO element, and
wen the RO GO clement, ~See Figure 5. The GO ele-
moent nmst pags completely through the lengti of the

Crimnping s,
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() The NO GO clement may emer partially, et must sot

pass campleicly through the Tengb of e celinping sur-
face.

() H the Wire Barrel DIes meel the GO-NO GO Gage con-
ditions, o Teol may be considered dlmensionally cor-

Tect.

([ If you find thar e Tool Crimping Dies do pot confonn
with the GO-KO GO Gagpe conditions, comact your lecal
AMP Ficld Represemative.

3.3 CERTI-CRIMP RATCHET FEATURE
The CEELT-CIIMP Ratchet featare on A-MY Hand Tools
should be ciieeked w0 nmake cortain that the Ratchet does
pot release prenaurely allowing Dics to open befure they
have Tnlly hotieied.

To chieck Ratcher featare:

(1) Make a test crimp nsing the maximum Wire L(s;Ld. i.e.,
the maximum number of wires permitted from the Wite
Combination Chare for the Splice being used. When this
crimp is made, squecze Hardles vnul die Raichet is free,
lrowever, B0 NOT RELAX PRESSURE ONTOOL BHANDLES,

(&) 1f 2, 005 or sinaller shim canbe inserted between the bot-
toming surfaces of tie Dics, the CERTT-CRIMP Ratchiet is
satisfactory.

{c) If 1he clearance between the bottoming surfaces of the
Dics is greater than, 005 the Dies are considered as not
bottoming . Contact yourlocal AMP Ficld Represcmative.
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