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1. INTRODUCTION: Contant =
This instructin sheet covers procedure Support

of crimping operation, inspection and
maintenance of AMP crimping heads P/N's
752942-1 and 752943-1, to be used on
AMP battery-powered hand crimping tool.
The selection chart for contacts versus
hand tools with proper crimping dies,
Table 1, assists you to determine which
wire and tool to used for operation.

AMP CRIMPING HEADS P/N'S 752942-1, 752943-1
UNIVERSAL MATE-N-LOCK CONNECTOR CONTACTS
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Locator
Insulation

Read this instruction sheet carefully Stop
before you start operation.
Socket
* Contact |
P Flgn 2 i}
) Insulation 2. CRIMPING PROCEDURE:
Wire Barrel 1) See Table 1 and confirm the correct combi-
Barr nation of wire, contact and crimping dies.
Pin 2) Hold the contact with crimping dies in
Contact -Lﬁ?ripped position where contact's locator slot can
i “J Wire be inserted into locator-insulation stop,
Locttor Length as shown in Fig. 2.
Slot - 3) Insert a properly stripped wire through
the window of locator insulation stop into
= T the contact wire barrel. The proper posi-
Fig. 1 tion is where the wire's insulation butts
against the locator-insulation stop.
Crimpin- | Crimp . Contact Number | Wire Size | Insulation |Wire' Stripping |
Head symbols Loose Piece |[Strip, From(Rfe.) | ~ . (mm2) Diameter Length
Number Pin | Socket | Pin . |Socket ' (mm) - (mm)
A 350690 | 350689 [ 350561350570 | 0.56 = 0.89 | 152 - 2.54 .
752942-1 _ 1350706 350699 4 5.2
B . : : 0.2 = 0.56 1.52 - 2,54
' 350547 -350218
20 - 14 350705 350687 | 0.5 - 2.27 2.54 - 3.3
. 350669 350654 '
752943-1 _350550( .- 350536 - 5.2
| 350547 350218 0.75 + 1.25 | less than
15 - 14 1 350705 350687 0.75 X 2 3.0
350669 350654
350550 : 350536
Table 1
1 0f 2)
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Refer to Paragraph 4, page 3 of 4 of
Instruction Sheet, IS-166J, for crimping
procedure by using battery-powered hand
crimping tool.

ADJUSTMENT OF INSULATION CRIMP HEIGHT:
This crimping dies is capable of adjust-
ing the insulation crimp’ height in three
settings. Use No. 3 slot of adjustment
pin for large insulation wire, No. 2 for
medium insulation wire and No. 1 for
small insulation wire. '

INSPECTION OF WIRE BARREL CRIMP HEIGHT:

For checking crimp height of wire barrel,
a micrometer with modified anvil is used
as shown in Fig. 3. Modification of
micrometer is usually difficult and

It .is recommended.that customers
would purchase the micrometer modified by
AMP-Japan. The modification drawing can
be supplied to the customer freely upon
request. Contact AMP-Japan if any of the
users would try to modify by"in-house
facilities.

Measure the crimp height in the manner
shown in Fig. 3. And the obtained value
conforms to the listing of Fig. 3, the
wire crimp is considered acceptable.

Measure at
the center
of the bott |
of contact.

Modified | A"
Micrometef/A g__._—:7
Crimping” . . . Wife Barrel

Crimp | Wire Size R
Head ) Crimp Height
 Number | Symbgl mm* (AWG) (um)
A | 0.56-0.89 1.19-135
© 11752942:1 B 0.2:0.22 0.93.-11.08
1 0.3--0.56: 0.98-- 1.13
035 © 1.29-1.40
2014 089 1.29-1:45
1529431 o 1.35-2,27 .1.32-1.65
) | 6.75+1.25 -
- S 1.60-1.75
15-14 0.75+0.75
Fig. 3
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PERIODIC INSPECTION:

Regular inspection should be performed
by the operator periodically, oncek
every 500 cycles of crimping approxi-
mately.

The checking should be v1sually per-
formed to see the following points:

Refer to Paragraph 3.1, Page 2 of
Instruction Sheet, IS-169J, for check-
ing mounting hole distance of crimping
head, and measure the distance of the
holes.

Check to see if any abnormalities such
as chip off of die edge, crack, damages
and breakage took place in crimping
dies.

Confirm if all the component parts in-
ciuding retaining pins-and rings are
all in attached places. If any of
them is missing, it must be placed 1n
with new parts.

REPAIR:

As a result of crimp height inspection
and visual inspection of crimping dies,
if any abnormalities are found, return
the tool to AMP factory or sales repre-
sentatives of your area with detailed
descriptions of malfunction or problem
you have found.

Front Bellmouth—*—lE n_._Rear Bellmouth

Front Bellmouth: 0.6mm max.

Rear Bellmouth: 0.13/0.76mm

(% of 2 )

Fig. &
Applicable Application Specification:

Use application specification for con-
trol of crimped condition of contacts.
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“ v PR = PR ’
A . o 0.56 ~0.89[ 1.52 ~254
752942-1 30690 1 eese 330381+ o ese |- : 5.2
B 350706 | - 350699 0.2 ~056| 1.52~254
350547 350218 ,
20-14 350705 . 350687 05 ~227| 254 ~323
350669 350654
350550 350536
752943-1 5.2
350547 350218
. 0.75 + 1.25 20 5T
15-14 350705 350687 075 % 2 )
350660 350654
350550 350536
& —1
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B & £ 5 {(mm?) (mm) B =y X 0GMAT
A 0.56 - 0.89 1.19-1.35 | B-<=w 2 0.13~076
752942-1 5 0.2-0.22 0.93-1.08 i o
0.3-0.56 0.98-1.13
0.5 1.29-1.40
0.89 1.29-1.45
20 -
752943.1 0-14 1.25.2.27 1.32-1.85
0.75+1.25
15-14 60-1.
5 0.75+0.75 1.60 175
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