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INTRODUCTION

This instruction sheet provides ‘“‘Instructions” on
product application and a “Maintenance and Inspec-
tion Procedure™ for:

PREINSULATED NYLON HEAVY DUTY
TERMINAL CRIMPING DIES
(Used in Crimping Head Nos. 69066 & 69993)

69462 69464 69603
69463 69465

These dies are used to crimp:

s Preinsulated Nylon H.D. terminals on stranded
copper wire sizes 8 thru1/0 AWG.

Basic instructions on the use of the dies, die inser-
tion and removal, etc., are provided in Section 2,
sInstructions.” Section 3 features a terminal “Crimp
Inspection” procedure. Section 4 contains a “Main-
tenance and Inspection Procedure” which will enable
you to establish and maintain a die certification
program.

Dies are coated with preservative to prevent rust and
corrosion. Wipe preservative from dies, particularly
from crimping areas.

For furher instructions relative to the hydraulic
power unit and hydraulic crimping head, refer to the
instructions packaged with these tools.

PREINSULATED NYLON
H.D. TERMINAL

* Trademarx of AMP Incorporated

WIRE DIE TERMINAL & DIE wl'_:;ig?:‘”’
SIZE NO. COLOR CODE ]
MIN. MAX.
8 £9465 RED 21/64 | 23/84"
5 89464 BLUE 95/64" | 27/84"
a 59463 YELLOW 29/64" | 31/64"
2 £9462 RED 33/64° | 35/64" |
170 59603 BLUE 47/64" | 49/64"
Figure 1
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INSTRUCTIONS

WARNING: AVOID PERSONAL INJURY. WHEN
CHANGING DIES, EXERCISE CAUTION TO AVOID
ACCIDENTALLY DEPRESSING FOOT PEDALS OR
TRIGGER CONTROL.

DIE INSERTION

Refer to the chart, Figure 1, and select the proper die
for the terminal and wire size being used.

Remove latch pin on head, then open yoke. See
Figure 2.

Loosen set screw in yoke,

Insert stationary die into we'l of yoke as shown in
Figure 2. Tighten set screw.

Activate power unit to advance ram until set screw is
visible.

Loosen set screw in ram and insert moving die into
ram well as shown in Figure 2. Tighten set screw.

NOTE: Moving die must be properly criented to mate
with stationary die.

Activate power unit to allow ram to return to the
“DOWRN” position.

Close yoke and insert latch pin.

CAUTION: ENSURE THAT LATCH PIN 1S FULLY
INSERTED OR DAMAGE MAY OCCUR TO YOKE,
DIES OR LATCH PIN.
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2.2 DIE REMOVAL

(a) Remove latch pin and open voke.

(b) Loosen set screw in yoke and remove stationary die,

(c) Raise ram to “full-up”™ position. Loosen set screw and
remove moving die.

2.3 WIRE STRIPPING AND CRIMPING
PROCEDURES
WARNING: AVOID PERSONAL INJURY. WHEN
OPERATING POWER UNIT, EXERCISE CAUTION
WHILE HOLDING TERMINALS OR WIRE NEAR
CRIMPING AREA.
NQOTE: Be sure wire size stamped on terminal cor-
responds with the wire size stamped on the moving
die.

(a) Strip wire to dimensions listed in Figure 1. DO NOT

NICK OR CUT CONDUCTOR STRANDS.

(b} Place terminal in stationary die with bottom of ter-
minal tongue facing top die and edge of terminal wire
barrel resting against locator as shown in Figure 3.
NOTE: When crimping with die sef No. 69603, place
terminal in “moving” die with terminal tongue on top
of iocator, see Figure 3, and edge of terminal wire bar-
rei resting against locafor.

{c) Insert stripped wire into terminal until it butts against
locator.

{d) Hold wire and terminal in place and activate power
unit to complete ¢rimp.

{e) Remove crimped terminal.

NOTE: /f terminal sticks in die after crimping, apply a
racking acfion to remove from die.

COLCR CODE

Terminals and dies are color coded as listed in
Figure 1.

The wire size is engraved on the crimp surtace of mov-
ing die. When crimped, the wire size will appear on the
top side of terminal wire barrel. The wire size appear-
ing on crimped wire barrel should always agree with
the wire size stamped on terminal tongue.

2.4

BOTTOM OF TONGUE
FACES TOP DIE
L

DIE SET
NO. 69603

T EDGE OF TERMINAL
WIRE BARREL RESTS
AGAINST LOCATOR

Figure 3
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4.2

4.3

(b)

CRIMPF INSPECTION

Inspect crimped terminais by checking the features
described in Figure 4.

Use only terminals meeting conditions shawn in the
“ACCEPT” column.

“REJECT" terminals can be avoided through careful
use of instructions in Section 2 and by performing
regular die maintenance as instructed In Section 4.

MAINTENANCE/INSPECTION PROCEDURE

AMP recommends a maintenance/inspection program
be preformed pericdically to ensure dependable and
uniform terminations. Dies should be inspected at
least once a month. Frequency of inspection may be
adjusted to suit your requirements through ex-
perience. Frequency of inspection is dependent upon:
1. Care, amount of use, and handling of the dies.

2. Degree of operator skill.

3. Presence of abnormal amounts of dust and dirt.
4, Your own established standards.

All dies are thoroughly inspected before packaging.
Since there is a possibility of die damage in shipment,
new dies should be inspected in accordance with Sec-
tion 4 when received in your plant.

CLEANING

Do not allow deposits of dirt, grease and foreign mat-
ter 1o accumulate in the die closure area and on bot-
toming surfaces of the dies. These deposits may pre-
vent dies trom bottoming fully and may alsc cause ex-
cassive wear in die closure surfaces, thereby affec-
ting quality of the crimp. Dies should be wiped clean
frequently with a clean cloth.

VISUAL INSPECTION

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

DIE CLOSURE INSPECTION

Every die set is inspected and tested for proper die
closure dimensions before packaging. An inspection
should be performed periocdically to check the die
closure for excessive wear.

Die closure inspection is accomplished using GO/NO-
GO plug gages. AMP neither manufactures nor sells
plug gages. However, a suggested plug gage design
and GO/NO-GQ dimensions of the plug gage members
are listed in Figure 6. The following procedure is
recommended for inspecting the die closure.

Clean oil or dirt from bottoming surfaces, die closure
surfaces and plug gage members.

Assemble dies so they are bottomed but not under
pressure. See Figure 7.
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AMNMP

EMBOSSED O @

WIRE SIZE 2

0%

®\
-~
-

WIRE SIZE
STAMPED HERE

Conductor is flush with or extends beyond edge of
wire barrel.

Wire fully inserted.
Crimp centered on wire barrel.

AWG wire size is the same as wire size stamped on
terminal tongue and embossed on crimped wire barrel
insulation.

Correct color code, wire size and die combination
was used.

@ @ OO O

No nicked or missing conductor strands,

EMBOSSED

WIRE SIZE @

\'~
WIRE SIZE
STAMPED HERE

Conductoris not flush with or extending beyond end
of wire barrel.

Wire not inserted fully or wrong strip length.

Crimp not centered on wire barrel. Terminal wire
barrel was not butted against jocator.

AWG wire size is not the same as wire size stamped
on terminal tongue or embossed on c¢rimped wire
barrel insulation.

® e O

Wrong color code, wire size and die combination
was used. See Figures 1.

Nicked or missing conductor strands.

Excessive “flash” or extruded insulation. (Dies are
either damaged or wrong size.

Qe ©

Figure 4

{c) With dies bottomed, inspect die closure using the pro-
per plug gage. Hold gage in straight alignment with
die closure and carefully try to insert, without forcing,
the GO member. See Figure 7. The GO member must
pass campletely through wire barrel crimp die
closure.

(d) Try to insert the NO-GO member. The NO-GO member
may enter partially, but must not pass completely
through wire barrel crimp die closure.

(e) If die closure meets the GO/NQ-GO gage conditions,
dies may be considered dimensionally cerrect. if you
find die closure does not conform with the GO/NC-GO
gage conditions, contact your local AMP field
representative,

4.4 REPLACEMENT PARTS

It may be advantageous to stock certain replaceable
parts to prevent loss of production time. Figure 8 lists
customer replaceable parts available from AMP
Incorporated, Harrisburg, PA 17105, or a wholly owned
subsidiary of AMP Incorporated.

151936
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SUGGESTED PLUG GAGE DESIGN

DIE CLOSURE

CONFIGURATION

DIE CLOSURE GAGE MEMBER
DIE NO. DIMENSIONS “A” DIMENSIONS “B”
GO NO-GO GO NO-GO
69462 4130 14230 | .4130-.4133 | 4229-.4230
69483 3630 3730 | .3630-.3633 |.3729-.3730
69454 3230 3330 | .3230-.3233 |.3329-.3330
69455 2730 2830 | .2730-.2733 |.2829-.2830
BOBL3 4690 4810 | .4690-.4693 |.4809-.4810

+DIE CLOSURE DIMENSIONS APPLY WHEN DIES ARE BOTTOMED BUT

NOT UNDER PRESBURE
tMATERIAL — TOOL STEEL.

INSPECTION OF DIE CLOSURE

DIES BOTTCMED
_ BUT NOT UNDER
—"" PRESSURE

JKam

“@EO0O" gage must pass compleately
through the die closure.

“NO-GO” gage may enter partially, but
must not pass completely {hrough the

Figure 6 die closure.
Figura 7
DETAIL A DETAIL B
69462 69464 69603
69463 69465

DIE SET NUMBER AND COMPONENT PART NUMBER
ITEM DESCRIPTION QTy. 59462 69463 69464 69465 69603
DETAIL A DETAIL A DETAIL A DETAIL A DETAIL B

1 DIE, STATIONARY 1 2-305823-1 2-305823-2 2-305823-3 2-305823-4 2-305823-0
T 2 DIE, MOVING 1 2-305822-1 2-305822-2 2-305822-3 2-305822-4 2-305822-0

3 SCREW 2 9-21002-7 2-21002-3 9-21002-6 2-21002-2 3-21000-1
| 4 LOCATOR 1 59768-1 59768-2 59768-3 59768-4 2-305836-6

5 - NUT 2 21018-6 21018-6 21018-6 21018-6 21018-6

Figure 8
REL. DATE REV. DATE APPROVALS
ENG. PUB.
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