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INSTRUCTION/MAINTENANCE/INSPECTION SHEET

* Trademark of AMFP Incorporated

INTRODUCTION
This instruction sheet is intended to provide you with
“Instructions’” on product application and a “Maintenance
and Inspection Procedure” for the following interchange-
able crimping dies:

SUBMINIATURE COAXICON CONTACT CRIMPING DIES
FOR PNEU.TOOL 69365-2, 69365-3 OR HAND TOOL 69710
69690 Mod.D 69680-2
695690-1 Mod. D 69680-3

AMP Incorporated, Harrishurg, Pa. 17105, U.S.A.

First read instructions shipped with tools for infermation
concerning die insertion, crimping procedure and gencral
performance. Then, refer to selection chart above for
proper contacts and cables to use.

Basic instructions on the use of these dies, cable prepara-
tion, tool adjustments, etc. are provided in Section 2,
“Instructions.”” Section 3 contains “Maintenance and In-
spection Procedure’” which will enable you ta establish
and maintain a die certification program.
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SUBMINIATURE COAXICON* CONTACTS
%5 MULTIMATE — FOR USE IN CPC, METRIC,
_EE DEEP SERIES M (DM), AND SERIES
Ee “G" CONNECTORS
83 1,050 MAX.
o= o i LONG PIN — FOR USE IN DEEP SERIES M (DM},
e 650 MAX > == AND SERIES *'G” CONNECTORS
£e FERAULE SOCKET
== AX.—
12 [TB92MAX " _~SHORT PIN — FOR USE IN SHALLOW SERIES
c 2 M (SM), SERIES D, DD, W & Ww
£8 CON
35 RETENTION SPRINGS! T {INCLUDED WITH - NECTORS
=® : ’ Bl -
1 SOCKETS AND PINS) -\FEHHULE
8g GOLO PLATED CONTACTS
e &
ox DIES
=3 MULTIMATE PIN LONG PIN SHORT PIN SOCKET
£o caBlLE for Tool No.,
ce TYPE 30MM 50MM OMM SOMM 30MM SOMM 30MM somm | FERRULE €9365-2, 69365-3%
2a Gold Gald Gold Gotd Gold Goid Gold : or 6710
f—, 3 RG-178, 19 S26537.2 | 2265075 | 515612 | 515615 | 575632 | 515636 | 51s652 | 515555 ) 1-332057-0 60680-2
£ RG-174, 188, 316 2268371 | 2265374 | 51561-1 | 515614 ] 515631 | 515834 | 515651 | 51585.4 | 1-3320560 63690 MOD. D
Eé RG-179, 187 2285371 226527-4 51581-1 51561-4 515831 515634 £1565-1 51565-4 1-332058-0 £9690-1 MOD. D
Se. 26 AWG
895 Shielded 2285371 | 2265374 | 515691 | 51se14 | 515634 | 515834 | 6156540 51565-4 | 1-3320570 69690-3
8% .C75 Max. 0.0. '
=52 26 AWG Tw. Pr.
==® Solid or 2oesa7-A | 2085376 | sts61-3 | 515616 | 515833 | sise36 | s1565-3 | 51585-6 | 1-332057-0 63690 MOD. D
458 7 Str. 0063 Dia.
28 AV(G . Pr. 228537-3 | 2265376 | 515613 | 515616 | 515633 | 515636 | 15683 | 61565-8 | 13320570 | 69600 MOD. D
2 ANG 2265073 | 226537-6 | 515613 | 515618 | 515633 | 515636 | 515653 | 515656 | 13320570 | “oreoanne
w*";‘gli"d‘"' Pr. 206537-3 | 2066376 | 515613 | 515616 ] 515633 [ 515636 | 515653 | 51565-6 | 1-332067.0 69690-2
R TIN PLATED CONTACTS
23 DIES
ged CT“V:,"EE MULTIMATE PIN LONG PiN SHORT PN SOCKET FERRULE s:;:-;OgQ:&i
=) » '
v EE OR B9710
-
N B RG-178, 196 2266571 2266591 226561-1 226663-1 1.332057-0 69690-2
= a
3 E - RG-174, 188, 316 226657-2 2766592 226661:2 226663-2 1-332056-0 53690 MOD, D
=]
>_% RG-179, 187 226657-2 226659-2 226661-2 226663-2 3-332056-0 | 69690-1 MOD. D
T35 26 AWG :
§ b Shlelded 226657-2 226659-2 226661-2 226662-2 1-332057-0 69690-3
st 075 Max. 0.D.
.s 26 AWG Tw._ Fr.
- = c Solid or 226857-3 228859-3 226661-3 2266683-3 1-332057-0 69650 MOD. D
55¢ 7 Str. .0D63 Dia.
Wl % Awsg‘fdw' pr. 226657-3 226659-3 226661-3 226663-3 1.332057-0 £9590 MOD. D
o =
-z
WS 28 AWG Tw. Pr. 69690-1 MOD. D
N L: 7 Str. 008 Dia. 226657-3 226659-3 226861.3 2266633 1-332057-0 il
-5
gE> WA T P 226557-3 226650-3 226561-3 2266633 1-332057-0 63690-2
=5
.S t1 part No. §1671-3 for replacement purposes. § TODL 65385-3 INCLUDES BENGH MOUNT AND FOOT GONTROL
£ .9 -
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AMP

2. INSTRUCTIONS

2.1 Cable Preparation and Contact Assembly

2.1.1 Coaxial and Shielded Cable (Single Braid)

(a) Slide ferrule on cable, then strip cable. See Figure 2.
NOQTE: Under certain production conditions, it is desirable
and permissible to slide ferrule on cable after stripping.

STRIP DIMENSIONS +.1/64

Figurse 2

(b} Flare braid, then insert conductor into contact as far as it
will go. Braid passes over and around the support sleeve on
contact. See Figure 3.

{c) Shide ferrule over braid until ferrule bottoms against
shoulder on contact. See Figure 3. Assembly can now be

crimped.
SPRINGS /Bﬁmo
SOCKET SUPPORT _ PIN SUPPORT
SLEEVE SLEEVE
BRAID FLARED BRAID GOES OVER
SECTION\ AND AROUND SUPPORT SLEEVE

INSULATION SECTION
OF FERRULE
PUSH FERRULE OVER BRAID UNTIL IT
BOTTOMS AGAEINST SHOULDER
Pt ) =

Figure 3

WIRE BARREL
CRIMPING PORT

2.1.Z Twisted Pair Cabie

{a) Separate the insulated leads and cut one lead to dimension
shown in Figure 4.

{b) Stirip insulation from both leads to dimension shown.

{c) Slhide ferrule on wire, then insert longest lead into center

contact as far as it will go.

{d) Lay shortest (outside) lead on support sleeve of shell. See
Figure 5.

(e} Stide ferrule forward and over outside wire until ferrule
bottoms against contact. Assembly can now be crimped.

INSTRUCTION/MAINTENANCE/INSPECTION SHEET

PLACE FERAULE

ON WIRE SUPPORT SLEEVE
= g

INSERT LEAD INTC CENTER CONTACT AS FAR
ASIT WILL GO. LAY OUTSIDE LEAD (BRAID
WIRE) ON SUPPORT SLEEVE.

SLIDE FERRULE OVER BRAID WIRE
UNTIL FERRULE BOTTYOMS AGAINST
CONTACT SHOULDER.

R i s ) (s

e
SEPARATE LEADS AND CUT ONE ——j
TO DIMENSICNS SHOWN

—L— 7/32
—Ljﬂ /8
7/32 ——I |~

STRIP INSULATION FROM LEADS

Figure 4

2.2 Die instaltation and Crimping Procedure

(a) Shut off air supply for pnenmatic tool.

(b} Each set of dies consists of a moving die and a stationary
die. See Figure 6.

(c) Position stationary die in stationary die holder and moving
die in moving die holder. Take up on die holding screws
enough to hold die in place. Do not tighten screws.

PAGE 2 OF 7

Figure 5
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- HOLDER :w|RE BARREL - ,

- | :CRIMPING DIE "STATIONARY
: ol i ‘DIE HOLDER

Figure 7

(d) Connect air supply for pneumatic

(e} Actuate pneumatic tool, or if hand tool is used, close
handles until dies bottom.

(f) Tighten both die hoiding screws while dies are bottomed.

() Toolis now ready for operation.

15 2024-3



INSTRUCTION/MAINTENANCE/INSPECTION SHEET

IMPORTANT: CHECK DIE ALIGNMENT AND TIGHTEN e

e
MANUAL TAKE-UP ATTACHMENT NO. 307569-1
USED ON TOOL NO. 69355 (FACTORY INSTALLED
ON FTOOL D 6935 }

DIE HOLDING SCREWS AT LEAST TWICE DAILY.

(h) Die assemblies have three sets of ‘crimping dies - one for
inner wire barrelof contact, ocne for braid section of ferrule
and another for outer insulation section of ferrule, See
Figures 6 and 7. All three crimps are made at the same
time.

(i) Slide assembled contact over ejector for dies 69690-2 and
69690-3. See Figure 8.

{j) For all dies align contact crimping ports with barrel crimp-
ing dies.

(k) Push contact *“up’ so that upper barrel - crimping die
enters small (oval shaped) crimping port inretention spring.

(1) Braid section of ferrule should now be bottomed against
upper braid ferrule crimping die. See Figure B.

{m) Make sure that lower barrel - crimping die is lined up with
large (rectangular shaped) crimping port,

{n) If hand tool No. 69710 is being used, observe lower
(spring - loaded) crimping die as handles are closed part
way. When wire barrel crimping die has entered crimping
port, close handles until CERTI-CRIMP* ratchet releases
to complete crimp. Remove crimped contact from dies by Figure 9
lifting up on front of contact.

(o) If pneumatic tool No. 69365 is to be used, manual take-up 2.3 Insertion & Extraction Instructions
attachment No. 307569-1 should be installed on tool. This 2.3.1 Coaxial and Shieided Cable

drosITION TO
£ CRIMPED

FORWARD TO
%4 CLOSE DIES
ON CONTACT
T

device will allow lower crimping die to be mamually closed
on the contact while observing enirance of wire barrel
crimping die in crimping port, Refer to instruction sheet
shipped with manual take-up attachment No. 307569-1 for
installation instructions for this accessory. Proceed as fol-
lows after take-up attachment has been installed. This pro-

AMP* subminiature COAXICON contacts on coaxial and
shielded cable are inserted by hand into multiple-contact
connectors. Insert contact intg ¢onnector to the shoulder
of the cavity, then rotate the contact 1/8 turn with light
force. The end of the contact will pass the shoulder. Con-
tinue insertion of contact and make sure it is bottomed.

cedure also applies to tools No., 69365-2 and 693635-3.

1. Place contact an stationary die as previously described.
See Figures 8 and 9.

2. Pull handle on take-up attachment forward to close die

on contact.
3. After die has entered crimping port, crimping button

(foot control on tool No. €9365-3) can be pressed to
complete erimp. Remove crimped contact from dies by
lifting up on front of contact.

2.3.2 Twisted Pawr

AMP subminiature COAXICON contacts on twisted pairs
are inserted with insertion tool No. 220035-1. Refer to
Figures 10 and 11.

Insert contact into connector to the shoulder of the cavity,
then apply insertion tool 220035-1 to the rear of the con-
tact. Rock the contact with light force. The end of the
contact will pass the shoulder, Continue insertion of con-
tact and make sure it is bottomed.

MAKE SURE THAT LOWER WIRE-BARREL CRIMPING- T

DIE 1S"LINED UP WITH OTHER CRIMPING PORT : '
- "BEFORE CLOSING TOOL HANDLES ALL THE WAY
_OR APPLYINGPOWER. . ..
’ . FERRULE WILL BOTTOM

‘AGAINST UPPER
CRIMPING DIE

“THIS ENDUSED TO |
‘BOTTOM TWISTED PAIRS

Figure 10

2.3.3 Extraction of Contacts
To extract contacts from connector cavity, use tool No.
305183, Refer to Figure 12.

{a) Insert end of tool into cavity.

{b) Rotate tool several iimes with light force until bottomed.
Note that push rod button will “*back-out™ of handle when
tip of socket or pin is contacted.

{¢) Hold handle down firmly with thumb and middle finger
and push button with forefinger.

{d) As button is pressed down, socket or pin will be gjected,
NOTE: Applying a chamfer to the I.D. of the existing
extraction tool will ease removal of contact.

LOWER WIRE BARREL
CRIMPING DIE WILL
ENTER CRIMPING PORT

Figure 8

15 2024-3
PAGE 30F 7



{APPLY INSERTION
{TOOL TO THE

Fig'ure 11
o ,W),WMWN -
. INSEHT END DF TOOL INTO CAVITY. -

ROTATE TOOL SEVERAL TIMES WITH
LIGHT FORCE UNTIL BOTTOMED.

‘2. KEEP TOOL BOTTOMED IN CAVITY
BY HOLD!NG HANDLE FIRMLY WITH
THUMB AND MiDDLE FINGER. |

3. PUSH BUTTON ~
WITH FOREFINGER

Figure 12

INSTRUCTION/MAINTENANCE/INSPECTION SHEET

3. MAINTENANCE/INSPECTION PROCEDURE
AMP recommends that a maintenance/inspection program
be performed periodically. This is necessary to assure that
continued use of the dies will result in the same dependable
and uniform terminations for which the dies were designed.
We recommend an initial frequency of inspection of once a
month, This frequency may be adjusted to suit your re-
quirements through experience, The frequency of an in-
spection is dependent upon:

. The care, amount of use, and handling of the dies.

2. The type and size of the products crimped.

3. The degree of operator skili.

4. The presence of abnormal amounts of dust and dirt.

5. Your own established standards.

With proper maintenance and mspectlon these dies will
give years of satisfactory service,

"All AMP dies are thoroughly inspected before being
shipped from the factory, however, since there is a PoOssi-
bility of die damage in shipment, AMP recommends that
new dies be inspected in accordance with«this section when
received in your plant.

Cleaning

Do not atlow deposits of dirt, grease and foreign matter to
accumulate in the die closure area. These deposits may
cause excessive wear in the die closure surfaces, thereby
affecting the quality of the crimp. The dies should be
wiped clean frequently with a clean cloth.

3.2 Visual Inspection

Visually inspect the die closure surfaces for broken, pitted,
or chipped areas. Although dies may gage within permissi-
ble limits, worn or damaged die closure surfaces are oh-
Jectionable and can affect the quality of the crim p.

3.3 Die Closurs Inspection

Every AMP die set is inspected and tested for proper die
closure befere being shipped from the factory. An inspec-
tion should, however, be performed periodically to mea-
sure the die closure.

The die closure inspection is accom plished using GO NO-
GO plug gages for center contact dies only.

AMP Neither manufactures nor sells plug gages. A suggested

SUGGESTED PLUG GAGE DESIGN - WIRE BARREL DIES

DIE CLOSURE Go
CONFIGURATION DIM.
g

———

S y
= —

|-—-
—r

AT DM,

|

NG-GQ
DiMm
- = T =
~—-——u,‘
-GOx || [ ) rﬁﬁ:: )
o P — '_[ f
2.0C0o
MIN. TYP.

TOOL DIE CLOSURE DIM'S. “A~ 1T GAGE MEMBER TT DIM's. “B” DIA.
NUMBER GO NO-GO GO NO-GO
69690 WMOD. D 2180 0220 .0180-.0183 0219-.0220
696801 MOD. D 0130 0170 .0130-.0133 0169-.0170
69690-2 0130 0170 0130-0133 0169-0t70
69690-3 0180 0220 0180-0183 0219-0220

T Die closure dimensions apply when dies sre bottomed, but not under pressure.

Figure 13

t 1t Material-tool steel

PAGE 4 OF 7
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INSTRUCTION/MAINTENANCE/INSPECTION SHEET

plug gage design and the GO NO-GO dimensions of the
plug gage members are listed in Figure ! 3.

Inspection of the braid and insulation crimping dies is ac-
complished by measuring a crimped contact, The following
procedure is recommended for measuring the die closures.

3.3.1 Center Contact Dies

(a) Remove traces of oil or dirt from the die closure and plug
gage members.

(b) When using pneumatic tocl, reduce air supply pressure to a
range between 15-20 P.8.1. Actuate tool to bottom dies.
When using hand tool, close handles of toal until dies
bottom. Do not apply additional pressure to tool handles.

(c) With crimping dies bottomed, check the center contact
wire barre!l crimp die closure using the proper plug gage.
Hold gage in straight alignment with the dies and carefully
try to insert, without forcing, the GO element, and then
the NO-GO element. See Figure 14. The GO eclement must
pass completely through the barrel crimp die closure,

(d) The NO-GQ element may enter partially, but must not
pass completely through the length of the barrel crimp die
closure. See Figure 14, .

(e) If the die closures meet the GO NO-GO gage conditions,
the dies may be considered dimensionally correct. If you
find that the die closures do not conform with the GO
NO-GO gage conditions, contact your local AMP field
representative,

(AP
3.3.2 Braid and Insulation Dies

(a) First crimp a contact on the appropriate cahle. The con-
tact, ferrule and cable listed in Figure 15 should be used
for this test since the dimensions listed apply only to the
combinations shown.

(b) Measure the crimped ferrule over both the braid and insu-
lation sections. A typical measuring device is shown in Fig-
ure 16.

(c} If crimp dimensions do not conform to those listed in
Figure 15, contact your local AMP representative.

3.4 CERTI-CRIMP Ratchet |nspection
The CERTI-CRIMP ratchet feature on AMP hand tools
should be checked to make certain that the ratchet does
not release prematurely aliowing dies to open before dies
have fully boltomed.

To check ratchet feature:

{a) Make a test crimp. When this crimp is made, squeeze hand-
les until the ratchet is free, however, DO NOT RELAX
PRESSURE ON TOOL HANDLES.

(b} If a .001 or smaller shim can be inserted between the bot-
toming surfaces of the dies, or if there is no opening what-
ever, the CERTI-CRIMP ratchet is satisfactory.

(c) If the clearance betwesn the bottoming surfaces of the
dies is greater than .001, the dies are considered as not
bottoming. Contact your local AMP field yepresentative.

BOTTOMING SURFACES

INSPECTION OF WIRE BARREL CRIMPING
DIES (CENTER CONTACT)

WIRE BARREL DIE

— __{;

“GO"" GAGE MUST PASS COMPLETELY
THROUGH THE DIE CLOSURE.

— DJ\

-,

NO-GO GAGE MAY ENTER PARTIALLY, BUT
MUST NOT PASS COMPLETELY THROUGH
THE LENGTH OF THE DIE CLOSURE.

OF DIES
Figure 14
CRIMPED | FERRULE
MEASUREMENT OF INSULATION PART om. | om | casLe
AND BRAID CRIMP NO CONTACT PART B c SIZE
. PART NO. NO.
BRAID CRIMP - — =
oI 8 69690 51563- 7 . 1 j
l MOD. D 51565-1 1-332056-¢ 31158 21 RG-174
: t 69690-1 515631 109 111
Eﬁ!m ) MOD. D 51565-1 1-332056-0 115 121 AG-179
T ¢ 51563-2 109 084
|NSU1LATION 696902 o1obna 13320570 = oy AG-196
CRIMP 51563-1 109 084 NO. 26
DIM. C 63600-3 51565-1 1-332057-0 115 092 TEFLON
Figure 15
IS 20243 PAGE 5 OF 7



INSTRUCTION/MAINTENANCE/INSPECTION SHEET

BLADE

;SPINDLE

CRIMP HEIGHT MICROMETERS

The micrometer shown here is conventional outside
type with exception of the design of anvil and spindle.
The anvil's measuring surface is a blade, perpendicular
to the movable spindle, which is conical.

AMP does not stock or sell these items.

CROSS-SECTION
OF FERRULE

AVOID MEASURING
OVER ANY RIDGES
OF FERRULE

Figure 16

> @
£=
|

{
N &
of

® @ & @

ITEM PARTS DESCRIPTION Qarty. PART NUMBER
DIE 69690 MOD. D DIE 69690-1 MOD. O

1 SCAEW - SPECIAL 1 306105-9 3061059
2 ANVIL - INSULATION 1 - 459232 1- 45923.2
3 ANVIL - BRAID 2 306741 306741
4 INSERT - BARREL - UPPER 1 3067381 306738-2
5 RING, RETAINING 2 1- 21046-3 . i- 21046.3
6 INSERT - BARREL, LOWER 1 306544-7 306544-8
7 SPRING 2 305182 305182
8 BARREL - BLOCK 1 306543-1 3065431
9 INDENTER - BRAID 2 306742 306742

10 INDENTER - INSULATION 1 306740-1 306740-1

11 SCREW - SPECIAL 1 5-306105-4 5-306105-4

Figure 17

PAGE 6 OF 7 , 1S 2024-3
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INSTRUCTION/MAINT ENANCE/INSPECTION SHEET m :

3.5 Replacement Parts
- It may be advantageous to stock certain replaceable paris
ﬂ to prevent loss of production time. Figures 17 and 18 list

the customer replaceabie parts that can be purchased from
AMP Incorporated, Harrisburg, Pa., or a wholly owned
subsidiary of AMP Incorporated. !

1

N
(&)
of

ITEM PARTS DESCRIPTION ory. PART NUMBER
DIE 69690-2 DIE 69690-3
1 SCREW - SPECIAL 1 7.306131.2 7-306131-2
2 ANVIL - INSULATION 1 3067392 3067392
3 SPACER - UPPEA 1 1-306181-0 1-3061910
p) ANVIL - BRAID 1 306741 306741
5 INSERT - BARREL - UPPER 1 306738-2 306738-1
6 RING - RETAINING 2 1- 210463 1- 210463
7 INSERT - BARREL - LOWER 1 306544-8 306544-7
8 SPRING ' 2 305182 305182
9 BARREL - BLOCK 1 2066431 3065431
10 IiNDENTER - BRAID 1 306742 306742
11 SPACER - LOWER 1 306192-7 3061927
12 INDENTER - INSULATION 1 306740-2 2067402
13 SCREW - SPECIAL 1 1-306593-4 1-3065934
14 EJECTOR 1 3064932 3064932
Figure 18
(/ ' REL. DATE REV. DATE APPROVALS
ENG. PUB.
6-17.71 §—11—76 4&% s @m_g%
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