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AMP* MULTIPLE COAXICON * MICROMINIATURE PIN
AND SOCKET CONTACTS

The AMP Microminiature COAXICON Contacts (Figure
1) are used in special cavitias in certain AMP multiple
printed circuit board connectors. Pin contacts
normally mount in pin header housings and socket
contacts normally mount in receptacie housings.
(Figure 2}

Furnished separate from the connector housing, the
contact is held in place in the connector cavity by the
contact's retention spring shown in Figure 1.

Mounting hole patterns for direct PGB insertion are
shown in Figure 1. Cable sockets, when passing
through the PCB, require the clearance hole indicaled.

TO PROMOQOTE TRUE PIN-TO-SOCKET
ALIGNMENT, INSERT AND MATE CONTACTS IN
HOUSING BEFCORE SOLDERING TGO PCB.

Adl llustrations and information contained in this instruction sheet
are based an the latest product information available at the rime of
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INTRODUCTION

This tnstruction sheet provides “'Instructions’™ on pro-
duct appiication and a “Maintenance and Inspection
Procedure” for the following hand tool:

MICROMINIATURE COAXICON CONTACT
HAND CRIMPING TOOL P/N 220215-1

Basic instructions on cable preparation, use of tool,
adjustments, etc. are provided in Section 2, “Instruc:
tions.”” Section 3 contains a ‘Maintenance and Inspec-
tion Procedure’ which will enable you to establish and
maintain a tool certification program.

INSTRUCTIONS
CABLE PREPARATION, INITIAL ASSEMBLY

Slige ferrule, small end first, on cabie; then strip cable
to dimensions in Figure 3.

Orient support sieeve with stripped cabie as shown in
Figure 4(a).

Flare braid.

Insert center conductor into inner wire barrel of
contact until cable bottoms. Braid covers support
sleeve. See Figure 4(b).
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2.2 HAND TOOL, DUAL-CRIMPING

The crimping tool has 3 sets of crimping dies as
shown in Figure 5.

Two separate crimps are performed to complete cable-
to-contact assembly. During the first stage the inner
wire barrel is crimped to the center conductor, This is
followed by crimping the ferrule to the contact body
and braid/outer insulation of cable.

To open tool handles, close handles until CERTI-
CRIMP * ratchet releases. Note that once ratchet is
engaged, handles cannot be opened until they are
fully closed.

AN

“ L io| FERRULE (CONTACT)
O CRIMPING DIE
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{a)

(b)
(c)
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(@)
(b}

; J FERAULE
U CERTI-CRIMP (BRAID/INSULATION)
RATGCHET CRIMPING DIE
Figure 5

{NNER WIRE BARREL CRIMPING: STRAIGHT CON-
TACT
Align contact porthales with inner wire barrel crimp
dies. Locate contact so that one wire barrel crimp die
enters oval-shaped porthole as shown in Figure 5{(a).
Initially, close tool handles until other crimp die
approaches porthole.
Ensure that: 1, cable is bottomed in contact;, 2, dies
are aligned wilh portholes; then crimp inner wire
barrel by closing tool handles until ratchet releases.
Handles will open autamatically.
INNER WIRE BARREL CRIMPING: RIGHT-ANGLE
CONTACT
Position mating end of right-angle contact in crimp
nest as shown in Figure 6(b).
Proceed with porthole alignment and crimping as
described in Section 2.2.1.

2.23 FERRULE CRIMPING: STRAIGHT CONTACT

(a)

Slide ferrule over braid until ferrule bottoms against
shoulder on contact. Portholes are covered by ferrule.
See Figure 7(a).
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(b) Place contact and ferrule assembly in ferrule crimp
nesta so that shouider of contact butts against end of
ferrule (contact) crimp nest. See Figure 7{b}.

{c) Crimp ferrule.

(d) Remove crimped contact from crimping dies.

E VISUALLY ALIGN INNER WIRE
— BARREL CRIMPING DIE WITH
PORTHOLE WHILE GLOSING TOOL
= MANDLES.

(Ml e ()
\ CABLE
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—

2 RIGHT ANGLE CONTACT
/ RESTING ON CRIMPING DE

2.2.4 FERRULE CRIMPING: RIGHT-ANGLE CONTACT

(a) Slide ferrule over braid until ferrule bottoms against
body of contact. Portholes are covered by ferrule. See
Figure 8 (a).

() Position mating end of right-angie contact as shown
in Figure 8 (b). Body of contact butts against end of
ferrule (contact) crimp nest.

{cy Crimp ferrule.

({d} Remove crimped contact from crimping dies.
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CONNECTOR CAVITY
“FLAT™

“FLAT” ON SHOULDER
OF CONTACT

TYPICAL
MULTIPLE
CONNECTOR

Fiqure 9

2.3 INSERTION & EXTRACTION INSTRUCTION

AMP Microminiature COAXICON contacts are in-
serted by hand into Multiple-Contact connectors.

BE SURE TQ ALIGN FLATS ON CONTACT
SHOULDER WITH FLATS ON CAVITY OF
MULTIPLE-CONTACT CONNECTOR WHILE IN-
SERTING CONTACT. (FIGURE 9)
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(@)
{b)

To extract contacts from connector block cavity. use
Tool PN 220216-1. (Figure 10)

Place end of tocl {sieeve) over end of socket or pin,
Push sleeve inta cavity as far as it will go.

PUSH-ROD BUTTON WILL BACK QUT OF TOOL
HANDLE WHEN TIP OF SOCKET OR PIN 15 CON-
TACTED.

Rotate tool handle several times.

Keep end of tool bottomed in cavity by helding handle
firmty with thumb and middle finger. Push butten with
forefinger.

As button is pressed down, socket or pin will be
ejected.

1. PUSH END OF TOOL
ALL THE WAY INTQ
CAVITY. ROTATE TOOL
SEVERAL TIMES.

KEEP £ND 0OF TOOL
BOTTOMED IN CAVITY

BY HOLDING HANDLE
FIRMLY WITH THUMB AND
MIDDLE FINGER.

3. PUSH BUTTON
WITH FOREFINGER.

Figure 10

MAINTENANCE/INSPECTION PROCEDURE

AMP recommends that a maintenance-inspection pro-
gram be performed periodically. This is necessary to
assure that continued use of the tool will resuit in the
same dependable and uniform terminations for which
the tool was designed.

3.1

3.2

3.3
@

(b)
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We recommend an initial frequency of inspection of
once a month. This frequency may be adjusted to suit
your requirements through experience. The frequency
of an inspection is dependent upon:

The care, amount of use, and handling of the tool.
Type of products crimped.

Degree of operator skill,

Presence of abnormal amounts of dust and dirt.
Your own established standards. With proper
maintenance and inspection, this 1ool will give
years of satisfactory service, All AMP tools are
inspected and calibrated before being shipped
from the factory, however, since there is a pos-
sibility of tool damage in shipment, AMP recom-
mends that new {ools be inspected in accordance
wilh Section 3 when received in your plant.
CLEANING

immerse tool (handles partiaily closed) in a reliable
commercial de-greasing compound to remove ac-
cumuilated dirt, grease and foreign matter. Make cef-
tain de-greasing compound does not attack paint or
plactic materials. Remove remaining de-greasing com-
pound with a lint-free cloth. When de-greasing com-
pounds are not availabe, tool may be wiped clean with
a lint free cloth. Relubricate tool, as instructed in
paragraph 3.2, before placing it back in service.
LUBRICATION

Lubricate all pins, pivot points and bearing surfaces
with a good grade $.A.E. no. 20 motor oil as follows:
Tools used in daily production- Lubricate daily.

Tools used daily (occasional)-Lubricate weekly.
Tools used weekly-Lubricate monthly.
Wipe excess oil from tooi, particularty from crimping
area. Oil transferred from crimping area onto certain
terminations may affect the electrical characteristics
of an application.
VISUAL INSPECTION

Visually inspect tool for missing pins or retaining
rings, then operate tool and note return action of
spring-loaded handles. H parts are missing or springin
handles is defective, refer to Figure 17 for customer
replaceable parts,

Visually inspect the tool die crimping areas for flatten-
ad, broken or chipped conditions. Although dies may
gage within permissible limits, worn or broken crimp-
ing areas are objectionable and can affect the quality
of the crimp.

SRR

SUGGESTED PLUG GAGE DESIGN-~INNER WIRE BARREL DIES

DIE CLOSURE
NO GO
CONFIGURATION GO DIM. “C" DIM. C"
i I [ “A' DIM.
DIE CLOSURE - “A” DIM. 1 “g" GAGE MEMBER '! DIMS. “C”

GO NO-GO DIM. a0 NO-GO

0230 .0270 1.00 0230 - .0233 .0269 - .0270
t Die closure dimansions apply when dies are boltomed, but not under pressure. Figure 1 1

tt Materigl-tocl steel
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SUGGESTED PLUG GAGE DESIGN—FERRULE (CONTACT) DIES

DIE CLOSURE
CONFIGURATION GO DIM
“R

-

ey AP

g

R

uDu__i

MAX e MRS MAX,
> T B | | ot
S— W | B DIM NO-GO DIM. “C
DIE CLOSURE GAGE MEMBER 1t DIM'S.
DIM'S “A" T
[ ey SC" DIM. “Eg” g g RADIUS

Go NO-GO DIM. DIM. GO | NO-GO | DM DIM. DIM. “R" (MAX) DIM.

1390 1450 5105 240 :ggg - '1:;?) | oss 125 1.50 068

t Die clesure dimensicns appiy when dies are bottomed, but not under pressure.
11 Maleriai-tocl steet

Figure 12

SUGGESTED PLUG GAGE DESIGN—BRAID-INSULATION DIES

DIE CLOSURE
CONFIGURATION

MAX. "R
E [ ... g L---a"mm.--\ NC GO
A" DIM. . GO DIM. “C v, oIML~C  MAX.
DIE CLOSURE DIM'S “A” 1 GAGE MEMBER 'T pIM's
g . RADIUS DIM, “C”
GO NOC-GO B d SR” (MAX.)
DIM. DIM. DIM. GO NO-GO
0910 0970 1.00 080 040 .0910-.0913 10969-.0970

t Die closura dimensions apply when dies are beiterned, but not under pressure.
t1 Material-tooi sinel

3.4 DIE CLOSURE INSPECTION

Every AMP hand tool is inspected and tested for pro-
per die (jaw) closure before being shipped from the
factory. An inspection should, however, be perfarmed
periodically to measure tool die closure.

Tool die closure inspection is accomplished using GO
NO-GO plug gages. AMP neither manufactures nor
selis plug gages; however, suggested plug gage
designs are shown in Figures 11 thru 13. The foilowing
procedure is recommended for measuring tool die
closures.

INNER WIRE BARREL DIES
Remove traces of oil or dirt from tool crimping area
and plug gage members.
Close handles of tool until crimping jaws are bottom-
ed. Do not apply additional pressure to tool handles.
With crimping jaws bottomed, check inner wire barrel
crimp die closure using proper plug gage. Hold gage
in straight alignment with tool and carefully try to in-
sert, without forecing, the GO member, then the NO-GO
member. See Figure 14. The GO member must pass
completaly through the inner wire barrel crimp die
closure.
The NO-GO member may enter partlally, but must not
pass completely through length of barrel ¢crimp die
closure,
If wire barrel dies meet GO NO-GO gage conditicis,
the dies may be considered dimensionally correct.

3.4.1
@

(b)
©

{d)

{e)
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Figure 13

INSPECTION OF INNER WIRE BARREL
CRIMPING DIES

N\
'

BOTTOMING
SURFACES

WIRE
BARREL
DIE

"GO” gage must pass completely
through the crimping surface.

NQ-GO gage may enter partially, but
must not pass completely through
the lengtnh of the crimping surface.

Figure 14
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3.4.2 FERRULE (CONTACT) DIES

@)

{b)

{d)

Because the ferrule (contact) die set O.D. is larger
than the braid-insulation die set, a gage of special
design is required. See Figures 12 and 15.

To use this gage, open crimping dies and locate end of
gage member in the area between inner wire barrel
dies and ferrule (contact) dies. Shank of member will
be located in the braid-insulation die closure. See
Figure 15.

Close handies of tool until crimping jaws are bottom-
ed. Do not apply additional pressure to tool handles.
With crimping jaws bottomed, check ferrule (contact)
crimp die closure using the proper plug gage. Hold
gage in straight alignment with tool and carefully try
to insert, without forcing, the GO member, then the
NO-GO member. See Figure 15. The GO member must
pass completely through the crimp die closure.

The NO-GO member may enter partially, but must not
pass completely through the crimg die closure.

(CONTACT) ™}
CRIMPING
DIE

INSPECTION OF FERRULE (CONTACT}
CHIMPING DIES

&

INNER WIRE
SARREL DIES

BOTTOMING
SURFACES OF
FERRULE ([CONTACT)
AND BRAID—
INSULATION DIES

SHANK OF
PLUG GAGE

BRAID—

FERRULE INSULATION CRIMPING DIE

“GC" gage must pass completely thraugh
the crimping surace of braid die closure.

HC

NQ-GO gage may enter partially, but
must not pass completely through
the length of the crimping surface.

Figure 15

3.4.3 BRAID—INSULATION DIES

(@

(o)

Remove traces of oil or dirt from tool crimping area
and piug gage members.

Close handles of tool until crimping jaws are bottom-
ed. Do not apply additional pressure to tool handles.
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(d)
(e)
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With crimping jaws bottomed, check braid-insulation
crimp die closure using proper plug gage. Hold gage
in straight alignment with tool and carefully try to in-
sert, without forcing, the GO member, then the NQ-GO
member. See Figure 16. The GO member musi pass
completely through the crimp die closure.

The NO-GO membsr may enter partially, but must not
pass complately through crimp die closure.

if you find that the toal crimping dies do not confarm
with the GO NO-GO gage conditions, contact your
local AMP field representative.

BOTTOMING
SURFACES

INSPECTION OF BRAID - INSULATION
CRIMPING DIES

“GO'" gage must pass completely
through the crimping surface

NO-GO gage may enter partially, but

must not pass complately through
the length af the crimping surface.

Figure 16

3.5 CERTI-CRIMP RATCHET INSPECTION

(@

(D)

{c)

The CERTI-CRIMP ratchet feature on AMP hand tools
should be checked to make certain that the ratchet
does not release prematurely, allowing dies to open
before jaws have fully bottomed.

To check ratchet feature:

Make a test crimp. When crimp is made, squeeze
handles until ratchet is free; however, DO NOT RELAX
PRESSURE ON TOOL HANDLES.

Bottoming is satisfactory if bottoming surfaces of
dies make contact with each other or if clearance
between bottoming surfaces is .001" or less.

If the .001" shim stock can be inserted completely
between bottoming surfaces of dies, dies are con-
sidered as not bottoming. Contact your lacal AMP
tield representative.

1S 2923
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3.6 REPLACEMENT PARTS

AMP

It may be advantageous to stock certain repiaceabie
parts to prevent loss of production tima. Figure 17
lists the customer replaceable parts that can be pur-
chased from AMP Incorporated, Harrisburg, PA, or a
wholly-owned subsidiary of AMP Incorporated. Parts

cther than those listed on Figure 17 should be replac-
ed by AMP Incorporated to insure proper CERTI-
CRIMP raichet adjustments. For tool repair service or
CERTI-CRIMP ratchet adjustment, the tools should be
returned to AMP incorpcorated, Harrisburg, PA, or a
wholly-owned subsidiary of AMP Incorporated.

H LOCATOR MUST MOVE
FREELY .007 MAX. GAP

APPROX.

1S 2823
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ITEM PARTS DESCRIPTION PART NUMBERS QTY. PARTS
1 RING, RETAINING 21045-3 4
2 PIN, RETAINING 38783 2
3 RING, RETAINING 21045-6 2
4 PIN, RETAINING 300449 1
5 COLLAR 39366-1 1
=] SPRING 4-304668-1 1
7 Lt QCATOR 3070881 1
8 SPACER 3073391 2
9 SCREW, SHOULDER 1-307087-0 2
10 DISC SPRING 239117 2
11 SELF-LOCKING NUT 21022-2 2
Figure 17
REL. DATE REV. DATE wﬁ < A:PHOVALS
ENG. . AV PLB.
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