APPL ICATION AND MAINTENANCE INSTRUCTION SHEET

INSTRUCT!ON EOR STRAIGHT IS 1148 GB
ACTION HANDTOOLS S _Fo ©
’ of Great Britain Ltd:J LISTED . —— —

|SECTION 1! of this instruction shaet provides lSECTION 2I providas maintenonce ond inspectlon

application procedures for AMP hond erimping tools procedures For AMP hond crimping tools
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MULTILOCK 070 SERIES

| WIRE TOOL L/P APP.

S1eE No TERML )} SPEC

175026 | 114-3113
0.5 525337-1
175029 § 114-3120

175027 | 114-3113
1.0 | 525337-2
175030 | 114-3120

175204 | 114-3119
>.0 | 525337-3 -
175205 | 114-3120

175027 | 1143112
0.75 | 5253374
175030 | 114-3120

175027 | 114-3119
1.5 525337-5
175030 | 114~3120-

Fig.1-1

SECTION 1

T-1 INTRODUCTION

This instruction sheet is to be used
for general informgtion on use and
maintenance of tools Llisted fig.1-2.
Read these instructions thoroughly

before crimping any terminals.

Fig.1-2

1-2 DESCRIPTION

This tool comprises of moveable crimpers
and anvils.,o terminal support,d Locators
wire stop and a WEZAG FRAME.

Terminat support prevents the terminal

From bending during the crimping procedure.

The lecators/wire stop has two Functions.
it is used to posiktion the wire within the
terminal ond the terminal within the tool.

The tool ratchet assures that a

fFull crimp is opplied to the terminal.
Once engaged, the ratchet will not release
untill the tool handlLes have been Fully
clesed
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1-3 CRIMPING PROCEDURE

Using the appropriate APPLICATION SPEC
(see Fig.1-2)Select g wire within the
specifFied wire range and strip to length
shown, taking care not to cut or nick

the strands.

Notice that each crimp station of the
tool hes the applicable terminal Lype
marked above it.Use these markings

and the wire size used to determine

the proper crimp station to use

Select a terminal and proceed as
fFollows: ‘

1. Hold the tool so that its FRONT is
Facing you.

2. Make cerltdain that the ratchet is

released by squeezing the tool handles
and allowihg them to open Fully.

3.Looking straight into the crimping
dies from the FRONT of the tool, insert
a terminal (wire barrel First)

into the FRONT oF the tool

ZQEN%

4. Position the terminal in the crimper
so that the Locateor enters the locator

slot of the terminal.

5, While holding the terminal in this
position,squeeze the tool handles until
tha dies clogse just enocugh to hotd the
terminal in postion.Do NOT deform the

wire barrel

6. Insert g property stripped wire into
the terminal until it butts against the
Locaters/wire stop

7. Hold the wire in place and squeeze
the tcol until the rotchet releases

8. AlLlow the tool hondles to open Fully
and remove the crimped termingal
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gpplication procedures for AMP hand <rimping teals

lSECTION Tl of this instruction sheet provides |SECT] ON 2! provides malntenonce ond inspection

procedures For AMP hand crimping teools
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SECTION 2]

2-1 TOOL INSPECTION

These instructions have been approved
by AMP Design,Production,and GQuality
Control Engineers Lo provide documented
mgintenance ond inspection procedures

MAINTENANCE/ INSPECT ION

3. Make certain all pins,pivot points

and bearing surfaces are protected
with @ THIN coat of any good SAE Ne. 220
motor oil. Do NOT oil execessively.

The procedures described herein have been 4  ynan the tool is not in use keep

established to ensure quality and relio—
bility of AMP hund crimping tools

2-2 INSPECTION PROCEDURE

A. DAILY MAINTENANCE
It is recommended that each operator of
the tocol be made aware of—and respongible

for—the following four steps of daily
maintenance:

. Remove dust,moisture,and other con-
taminonts with o clean brush,or soft
Lint-free cloth .Do NOT use objects
that could damage the tool.

2. Make sure thot the retaining pins
ore in pLoce aond secured with the
proper retaining screws and washers.

the handles closed .to prevent objects
from becoming Lodged in the crimping
dies and store the tool in o clean,
dry orea.

B. PERIODIC INSPECTION

Regular inspections should be performed
by quality control personnel.A record
of scheduled inspections should remain
with the tool ondlor be supplied to
supervisory personnel responsible for
the tool.Though recommendations call
for ot Least ore inspection a month,
the inspection freguency should be
based on the amount of use ,ambient
working conditions, operator training
and skill,ond estabilished compony
standards These inspections should be
performed in the following sequence.

Rev O Page 3 o0f4



B-1 VISUAL INSPECTION
1. Remove all lubrication and accumulated
Film by immersing the tool(handles
partially closed) in a suitable commer—
cial degreoser that will not afFect paint
or plostic moterial.
2. Make certain all retaining pins and
screws are secured.
Reploce missing or defective pats if
necessary.
3. ClLose the tool hondles until the
ratchet releases, then allow handles
te open freely.If they do not open
quickly ond freely, the spring is def-—
Fective and must be replaced [see Para-
graph 2-3 REPAIR]
Inspect the head gssembly with special
emphcsis on checking for worn, cracked, or
broken dies.lf damage to any port of the
head assembly is evident,return to AMP for
evaluation and repair [see Poragroph 2-3,
REPAIR]

B-2 CRIMP HEIGHT [INSPECTION

This inspection requires the use of a
micrometer with a modiFied anvil as shown
in Figure.2-2.We recommend Lhe modified
micrometer [(Crimp height comparator
2-576692-0] from;

AMP EGr.Britainl Ltd.

Merrion Ave.,Stonmore,Middlesex.

Proceed os follows:
1.Refer ko the gppropriate APPLICATION SPEC
See Fig 1-1,for the required terminal/

wire combination.

2. Refer to parograph -3, CRIMPING PROCED-
URE and crimp the terminols accordinglby.
3. Using a crimp helght comparator
measure wire barrel crimp height as
shown in Figure 2-2.1f the crimp
height conforms to that shown in the
APPLICATION SPEC, the tool is considered
dimengionally correct.lf nol return
the tool to AMP for evaluation ond
repair (see pore 2-3 REPAIR2 )
For additional informotion concerning
the use of the crimp height comporactor
refer to AMP Instruction Sheet IS 7424

RATCHET INSPECTON

Obtain o 0,025mm.shim that is suitable
for- checking the clearance betwean the
bottoming surfaces of the crimping

dies.
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Fig.2-2
Proceed as follows:

1. Select the MAXIMUM terminal/wire
combination,see APPLICATION SPEC.

2. Position the terminal and wire be—
tween the crimping dies,according te
Paragraph 1-3,CRIMFPING PROCEDURE
[Steps ! through B8] .Holding the wire
in plLace, squeeze the tool handles to-
gether until the WEZAG-CRIMP ratchet

Hold the tool handles in this

position, maintaining just enough press—

ure to keep the dies closed.

releases,

3. Check the cleorance between the
bottoming surfaces of the crimping
dies.1F the clearance is 0.025mm.or
{ess, the ratchet is satisfactory.If
clearance exceeds 0.025mm., the ratchet
is out of adjustment ond must be re—
paired [see Paragroph 2-3,REPAIRI.

If the tool conforms to these inspect-
oil

NG 20 motor

ion procedures, lubricate with
provided or with any good SAE

oil and return it to service.

2-3 REPAIR

Wher repair is necessory,return
the tocl with @ written description of
of the problem to:
AMP [Great Britain] Lltd
Tool Repair Section
Industrial Estate
Port Glosgow
PA14-50UX
or o whotly owned subsidiary of AMP

Incorporated
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