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INTRODUCTION 2. INSTRUCTIONS
This instruction sheet provides “Instructions” on WARNING: AVOID PERSONMAL INJURY. KEEP FIN-
product application and a “Maintenance and Inspec- GERS CLEAR QOF CRIMPING JAWS WHEN ACTI-
tion Procedure" for: VATING TOOL.
2.1 INSTALL CRIMPING JAWS
INSULATION PIERCING COPALUM * TERMINAL ) . ) )
AND SPLICE CRIMPING JAWS (@) ﬁ:é%‘:tv;?; f;r:ézcgrlz‘:;esig%ghe e Siee being
- B . nsulation prercing
i USED IN PNEUMATIC TOOL NQO. 68068, 68068-1, & 68068-3) crimp symbol (A) appear on one jaw as shown in
68100 Mod. C 68102 Mod. E 68192-1 Mod. A Figure1.
68101 Mod. D 66118-1Mod. A 68364-1 (b) Inspect the die closure surfaces, bottoming suitaces
These srimping jaws are used 1o crimp: and cam rollers for deposits of dirnt or other foreign
_ : ) particles and wipe with a clean cloth. See Figure 2.
*COPALUM ferminals and splices on Na. 20 thru 6 Relubricate cam rollers as instructed in paragraph 4.3.
film insulated solid aluminum or copper wire or T
, NOTE: Be sure cam roilers are net binding.
siranded copper wire. DISCONN
NOTE: Do not use stranded aluminum wire. (c) 0 EGT_ TOO.L FROM AIR SUPPle_- .

L. ‘ ) . (d) Pull one cowling pin and remove retaining pin from
Basic instructions on the use of these jaws, wire lower housing cover. Cover will swing open. See
preparation, etc. are provided in Section 2, “Instruc- Figure 2 ’ )
tions”. Section 3 features a terminal or splice "Crimp (e) Remove'pivot pins as shown in Figure 2
Inspection procedl{re. Section 4”contla|ns'a Main- {f) Position jaw with locators on bottom as shown in
tenance and Inspection Procedure” which will enable Figure 2
you to establish and maintain a toof certification (g) Position crimping jaws in fool housing ensuring that
program. - ' ‘ cam rollers are properly mated with cam, and pivot
Crimping jaws are coated with preservative to prevent pin holes of jaws and tool housing are aligned.
rust and corrosion. Wipe this preservative from jaws, (h) Insert pivot pins.
particularty from crimping surfaces. (i Pivot lower housing cover intc closed position and
For further instructions relative to the 68068, 68068-1, replace retaining pin and cowling pin.
and 68068-3 tools, refer to instructions packaged (j) Connect air supply (80 to 100 PSI} and tool is ready
with the tcols. for use.

TERMINALS CRIMPING JAWS
——= 66100 68101 68102 * 68364-1 % 68118-1 68192-1
5 Mod. C Mod. D Mod. E Mod. A Mod. A
AN}:’IL INDENTOR
BUTT SPLICES

== = [£g0
e | Al
— ' b
= PARALLEL e J ai L
—= SPLICES
WIRE RANGE WIRE RANGE OR SIZE PLUS L PIVOT PIN
CRIMP SYMBOL APPEARCN HQOLES

ORSIZE

SURFACE OF ANVIL

¥ JAWS #68102 AND #68364-1 ARE IDENTIGAL EXCEPT FOR PLACEMENT QF THE PIVOT PIN HOLES.

WIRE STRIP LENGTH (Not required for film insulated wires)
JAW ASS'Y. WIRE CMA
TERMINALS BUTT SPLICES PARALLEL SPLI
NUMBER RANGE RANGE CE LLEL SPLICES
Min. Max. Min. Max. Min. Max.
20-18 810 TO 2,050
BE118-1 Mod. A
16-14 2,050 TO 5,180 ajaz” 1143 g/32 117 32" g/az" 11032"
-14
65100 Mod G 16-1 2060 TO 5,180
12-10 5180 TO 13,100
11732" 13¢32" i32" - 32" it
7o 51507013100 i 313 11432 1373z 1132 13132
68101 Mod. D
8 13,100 TO 20.800
681921 Mad. A B 13700 TO 20,800 13/32" 15/32" 13r32” 15 32" 13/32" 15732
68102 Mod. £
6 20,800 TQ 33,100
68364-1
Figure 1
* Trademark of AMP Incorparated AMP Incorporated, Harrisburg, Pa., U.S.A. PAGE1OFS8



2.2 REMOVE CRIMPING JAWS

{a)
{b)

(c}

DISCONNECT TOOL FROM AIR SUPPLY.

Pull cowling pin and remove retaining pin from lower
housing cover. Caver will swing open.

Remove pivot pins and remove crimping jaws.

2.3 WIRE SELECTION AND LOADING

Solid aluminum or copper {or a combination of both)
and stranded copper conductors may be ¢rimped in
the same wire barrel under the following conditions:
NOTE: Conductors must always be within CMA
iimits of wire barrel.

Condition 1 - Sze Figure 3, Detail A.

Maximum CMA fill for copper conduc-
tor shouid not exceed 40% of total
CMA . Example:

2 No. 15 solid aluminum {6,400 circular
mils) plus 1 No. 14 stranded copper
(4,000 circular mils) equals 10,400
circular mils. The 1 No. 14 stranded
copper conductor is approximately
40% of total CMA (10,400 circular mils)
being crimped.

Condition 2 - See Figure 3, Detail B.
A maximum of 10 equal size round
conductors may be crimped without
removing film insulation.

Condition 3 - See Figure 3, Detail C.
A maximum of & equal size square
conductors may be crimped without
removing film insulation.

Condition 4 - See Figure 3, Detail D.
4 identical rectangular conductors,
where one conductor thickness is
equal to or greater than 1/4 of the
width of one conductor, may be crimp-
ed without remaoving film insulation.
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Condition 5 - See Figure 3, Detail E.
2 identical rectanguilar conductors,
where thickness of one conductor is
equal to or less than 1/4 of the width
of one conductor, may be crimped
without removing film insulation.

Condition 6 - See Figure 3, Detail F.

In some instances it may not be possi-
ble to fit a particular CMA loading into
the normally recommended terminal or
splice. In these cases, where 2 or more
equal round, or a combination of solid
aluminum and siranded copper con-
ductors are used, and the total CMA is
at least 50% of maximum CMA of the
next larger size terminal or splice, the
larger size may be used. Example:

3 No. 14 solid conducters equal about
12,000 circular mils. This falls within
the CMA range of a 12-10 terminal or
splice accepting a maximum CMA of
13,100 circular mils. However, it may
not be possible to insert all three con-
ductors into the recommended termin-
al or splice. It is possible to insert all
three conductors into a No. 8 size
terminal or spiice accepting a CMA
range of 13,100 - 20,800 circular mils.
The 12,000 circular mils amounis to
59% loading of the maximum CMA
for No. 8 size terminals or splices.
Therefore, No. 8 size terminals or
splices may be used.

Conditicn 7 - When using a variety of solid conduc-
tor sizes, none of the conductors
should vary more than one (1} wire
gage. (ldeally not more than 1/2 wire

gage.)

Aluminum =% /¢
6,400 Cir. Ml

3ol

1 Mo. 14 Str.
Copper=4,000Cir. Mil.
{not to exceed 40%

of toral CMA)

D o

Round Copper
or Aluminum
{10 equal size)

Square Copper
orAluminum
{6 equal size)

1—

A 1
N W
/v
-T
T=—1/4W
- ————— 20,800 Cir. Mil. !: -
12,000 Cir. Mil. =
[~—50% Loading ot ——™ TERMINAL AN SPLICE SIZES
20,800 Cir. Mil.
27-16 "r‘ i \
R T ) i 8 | & -

1
]

Mk .‘uni.;."i

s i
TR ul A LUME Tm‘uul T |un‘n- [ AL LA L A A ] L
< a0 1 2 e

oo "

b e
™~ firea — Ctrcular Mils

i

Figure 3
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2.4 WIRE PREPARATION

{a)

(b)

(c)

2.5

NOTE: Do not use stranded aluminum wire.

Select the proper terminal or splice wire range or
size, and crimping head combination for the wire size
being used. See Figure 1.

Determine correct terminal or splice wire loading by
referring to paragraph 2.3, and CMA range listed in
Figure.

Strip stranded copper wire to dimension indicated In
Figure1.

NOTE: [t is not necessary to strip film insulated
aluminum or copper wires.

CRIMPING PROCEDURE

WARNING: AVOID PERSONAL INJURY. WHEN
CPERATING AIRTOQOL, EXERCISE CAUTION WHILE
HOLDING TERMINALS, SPLICES OR WIRE NEAR
CRIMPING AREA.

2.5.1 Terminals

H

{g)
{h)

Ensure that the wire range or size stamped on the
terminal corresponds with the wire range or size
stampead on the crimping jaws.

If tool has the “holding” feature:

Position terminal wire barrel between locators of
lower jaw as shown in Figure 4A.
Activate the tool to move the jaws into “hold”

position.

Insert wire intc wire barrel of terminal until end of
wire is flush with or extended slightly beyond end of
wire barrel.

Activate tool to complete the crimp.

If tool does not have the “holding” feature:

Position terminal wire barrel betiween iocators of
lower jaw as shown in Figure 4A.

Insert wire into wire barrel of terminal until end of
wire is flush with or extended slightly beyond end of
wire barrel.

Activate tool to complete the crimp.

Refer to section 3 and Figure 5 for crimp inspection.

2.5.2 Butti Splices

Ensure that wire range or size stamped on splice
corresponds with the wire range or size stamped on
the crimping jaws.

If tool has the "holding” feature:

Position butt splice in lower jaw s0 that end of splice
butts against locator and window in splice is facing
upper jaw. See Figure 4B.

Activate the tool to move the jaws into “hold” posi-
tion.

Insert wire into wire barrel of splice until it bottoms
against splice wire stop. See Figure 4B.

Activate the tool to complete the crimp.

If tool does not have the “holding” feature:

Perform step (a) and insert wire into wire barrel of
splice until it bottoms against splice wire stop. See
Figure 4B.

Activate tool to complete the crimp.

To crimp other end of butt splice, remove it and re-
position uncrimped end in crimping jaws and fellow
same procedure used to crimp first end of splice.

152393

. BACK OF
" TEAMINAL

FACES UPPER

o WIRE ¥

%' BARREL g5

. BETWEEN ... %
- LOCATORS: o o

[ WINDOW IN
SPLICE FACES
- UPPER JAW

; © BUTTS
CAGAINST
HLOCATOR ©

, POSITION
SPLICE
BETWEEN
. LOCATORS =

Figure 4

NOTE: Buti splices may be slightly bent when
crimped as instructed in step (g). If this bending is
objectionable, use the foliowing crimping procedure
on uncrimped end:

To crimp other end of butt splice, remove and rotate
splice 180° end over end, or iwist splice 180°. Re-
position uncrimped end in lower jaw sc that end of
splice butts against locator. If splice cannoct be
rotated, rotate tool. Insert wire and then crimp the
splice.

Refer to section 3 and Figure 5 for crimp inspection.

PAGE 30F 8



INSTRUCTION/MAINTENANCE/NSPECTION SHEET

2.5.3 Parallel Splices
Ensure that wire range or size stamped on splice
corresponds with wire range or size stamped on the
crimping jaws.
If tool has the “holding” feature:

Activate tool to complete the crimp.

Refer to section 3 and Figure 5 for crimp inspection.
NOTE: {f COPALUM terminal or splice sticks in
crimping jaw die after crimping, apply a rocking

{f)
ig}

{a) Positicn splice between locators as shown in action to remove from die.
FiguredC.
(b) Activate the tool to move the jaws into “hold” posi- 3. CRIMP INSPECTION
tion. Inspect crimped terminals and splices by checking
(c}) Insert wire into splice until end of wire is flush with or the features describad in Figure 5.
extends slightly beyond end of splice wire barrel. Use only the terminals and splices that meet the
(d) Activate the tool to complete the crimp. conditions shown in the "ACCEPT” column.
If tool does not have “holding” feature: “REJECT” terminals and splices can be avoided
(e) Perform step (a) and insert wire into splice until end through careful use of instructions in Section 2, and
aof wire is flush with or exiends slightly beyond end of by performing regular crimping jaw maintenance as
wire barrel. instructed in Section 4.
WIRE RANGE
TERMINAL STAMPED
ON BOTTOM
OF TONGUE

WIRE RANGE
STAMPED ON BOTTOM
OF TONGUE

@

WIRE RANGE

STAMPED HERE

@ Crimps ceéntered. Crimp may be slightly off center
BUT NOT OFF END OF WIRE BARREL.

® CMA of wire being used matches wire range stamped
on terminal, splice and crimping jaws.

@ wire is visible through inspection hole of butt splice.
Wire is flush with or extends slightly beyond end of
terminal wire barrel.

@ On parallel splices, bare wire ends must be flush with
orextend slightly beyond end of barrel.

() wire range or size embossed on crimp matches wire
range or size stamped on terminal or splice.

BUTT SPLICE

WIRE RANGE
STAMPED HERE

(3} Crimped off end of sptice orterminal_\

@ CMA of wire being used does not match wire range
stamped on terminal, splice, and crimping jaws,

@Wire not inserted far enough in terminal or splice.
End of wire must be visible through inspection hole
of butt splices. End of wire must be flush with or
extend slightly beyond end of terminal or parallel
splice wire barrel.

(@) Excessive “flash” indicates damaged crimping Jaw
dies, or wrong wirg, terminal, splice, or die
combination was used.

() Insulation entered barrel of terminal or splice.
{Stranded Copper Wire Only) CHECK FOR GORRECT
STRIPLENGTH.

(B)Nicked or missing strands (Stranded Copper Wire
Only)

(® Wire range or size embossed on crimp coes not
match wire range or size stamped on terminal or

.

splice.

Figure 5

PAGE4OFB
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4.1

4.2
(a)

(b)
{c)

(d)

4.3

MAINTENANCE/INSPECTION PROCEDURE

AMP recommends that a maintenance/inspection

program be performed periodically to ensure depend-

able and uniform terminations. Crimping jaws

should be inspected at least once a month. Fre-

quency of inspection may be adjusted to suit your

requirements through experience. Frequency of

inspection is dependent upan:

1. The care, amount of use, and handling of the
jaws.

2. Thetype and size of the products crimped.

3. The degree of operator skiil.

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

5. Your own established standards.

Since there is a possibility of damage in shipment,

new jaws should be inspected in accordance with

the foilowing instructions when received in your

plant,

CLEANING

Do not allow deposits of dirt, grease and foreign
matter to accumulate on the jaw bottoming surfaces
and die closure surfaces. These deposits may cause
excessive wear, thereby affecting the quality of the
crimp.

The crimping jaws should be immersed in a reliable
commercial de-greasing compound to remove
accumulated dirt, grease and foreign matter. Remove
remaining de-greasing compound with a lint free
cloth. When de-greasing compounds are not avail-
able, jaws may be wiped clean with a lint free cloth.
Relubricate jaws as instructed in paragraph 4.3,
before placing them back in service.

VISUAL INSPECTION

Inspect the cam rellers for binding and worn or pitted
condgitions.

Inspect the pivot pin holes for excessive wear.
Inspect the die closure surfaces of the jaws for worn,
pitted or chipped conditions. Although dies may
gage within permissible limits, worn or damaged die
closure surfaces are objectionable and can affect the
quality of the crimp.

Examples of possible worn or damaged jaw or cam
roller surfaces are shown in Figure 6. If jaws are
defective, refer to Figure 10 for customer replace-
ment part numbers.

LUBRICATION
Lubricate cam rollers, pivot pins and pivet pin holes
with CMD Anti-Scouring Extreme Pressure Lubri-
cant* No. 3 orequivatent.
Lubricate cam roller pins with No., 20 non-detergent
motar oil.
Lubricate as follows:
Jaws used in daily production — Lubricate daily
Jaws used daily {(occasional) — Lubricate weekly
Jaws used weekly — Lubricate monthly
Wipe excess lubricant from jaws, particularly from
crimping surfaces. Lubricamt transferred from the
crimping surfaces onto certain terminations may
affect the electrical characteristics of an application.

“Chicage Mig. & Distribuling, Chicago, lliinois 60609
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NSPEGT ROLLER FOR
INDING OR EXCESSIVE

INSPECT FOR
EXCESSIVE WEAR

Figure 6

4.4 DIE CLOSURE INSPECTION

AMP * crimping jaws are inspected for proper die
closure before packaging. An inspection should be
performed pericdically to check the die closure for
excessive wear. The die closure inspection is ac-
complished using the GO NO-GOC plug gages. AMP
neither manufactures nor sells plug gages. A sug-
gested plug gage design and the GO NO-GO dimen-
sions of the plug gage members are listed in
Figures 7 and 8. The following procedure is recom-
mended for inspecling the die closures.

Clean oil or dirt from die closure surfaces, bottom-
ing surfaces, and plug gage members.

Select the proper GO gage. Position gage member
in lower jaw inner crimp closure so that locator is in
notch of gage member. See Figure 9, Detail A.

Mate the crimping jaws so that they are bottomed
but not under pressure.

To meet the GO gage conditions, the plug gage
must be able to rotate freely in either direction as
shown in Figure 9, Detail A.

Select the proper NO-GO gage. Position gage mem-
ber in lower jaw inner crimp closure so that locator is
in notch of gage member, See Figure 9, Detail B.
Mate the crimping jaws so that inner crimp surfaces
are seated on the NO-GO gage member.
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SUGGESTED PLUG GAGE DESIGN — INNER CRIMP

[—_— . | INNER CRIMP DIE
F"*I - CLOSURE CONFIGURATION
—

15
V2 G ! - g

i
|
|
|

g A" DIM.
GO DIM
JAW WIRE DIE CLOSURE DIM'S. “A” GAGE MEMBERIDIM’S."B” DIA. “g"
%€ LL “wryn (17 -4 [ »
NUMBER SIZE Got NO-GO GO NO-GO ¢ o DlA. F G
1614 .0610 0 0610-. 0709-.071 . . . 340 €15
68100 Mod. & 710 0610-.0613 0709-.0710 030 170 030
12-10 0930 1030 .0930-.0933 .1029-.1030 040 230 040 Ry 027
1210 0930 1030 0930-.0933 1029-.1030 040 230 040 .30 027
63101 Mod. D
8 V18D 1280 1180-.1183 1279-1280 065 .280 .065 30 024
BE10Z  Mod.
od. t 6 1290 1350 .1200-.1243 13891390 .075 .300 075 .350 .024
BE364-1
20-18 .0560 .0660 .0560-.0563 0659-.0660 .024 .200 024 310 015
E8118-1 Mod. A
16-14 L0610 .0710 .0610-.0613 .0709-.0710 .030 A70 .030 .340 M5
€8122-1 Mod. A ) 1180 1280 .1180-1183 .1279-.1280 065 L2990 .065 310 024

Flgure 7

SUGGESTED PLUG GAGE DESIGN — OUTER CRIMP

= i |-1-
—| j—_— V2] ,
e ”K‘
g
N + DIA |
NS R £

OUTER GRIMP DIE

g CLOSURE CONFIGURATION

N !

)
“1/} + “H" DIM.
1
NO-GQ
DIM.
JAW WIRE |__DIE CLOSUREDIM'S. “H” | GAGEMEMBERIDIM'S.“P DIA.| | | <t | | s
NUMBER | SIZE Got NO-GO GO NO-GO 4 K" | pia.

16-14 .0880 .1020 (OBRO-.0883 .1018-.1020 040 .069 040 310 023

68100 Mcd. C
1210 L1350 1490 .1350-.1353 _1488-.1480 070 100 070 310 035
12-10 .1350 .1490 .1350-.1353 _1489- 1480 070 100 070 Ao 038

68101 Mod. D
8 L1750 1830 1750-1753 .1889-.1880 .q90 130 .00 o .045
£8102 Mad E 3] 1950 L2090 .1950-.1953 .2088-.2080 .100 130 100 .350 045

68364-1

2018 .0800 0840 .0800-.0803 .0939-.0940 033 .G70 1033 g .02z

68148-1 Mod . A
16-14 0880 1020 .0880-.0883 S1019-.1620 .040 069 .040 310 023
65192-1 Med. A 8 1750 1890 A750-.1753 .1889- 1890 090 130 090 na .045

Figure B

T Material — TootSteel
1 G0 die closuredimensions apply when jaws are bottamed but not under pressure.
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{g) To meet the NO-GO gage conditions, jaw bottoming
surfaces will NOT bottom, and NO-GC gage member
will be held stationary {will not rotate) by the dies.
See Figure 9, Detail B.

{n) Inspect the right and left outer crimp closures in the
same manner as steps (b) thru (g). See Figure 9,
Details C and D.

{i) If both the inner ¢crimp and the outer crimp closures
meet the GO NO-GO gage conditions, the die
closures 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.

4.5 REPLACEMENT PARTS

Refer to Figure 10 for crimping jaw replacement part
numbers. Replacemeni crimping jaw parts can be
purchased from AMP Incorporated, Harrisburg, Pa.
17105, or a wholly owned subsidiary of AMP
Incorporated.

INSPECTION OF INNER CRIMP CLOSURE
DETAIL A GO GAGE

LOCATORIN
NOTGH OF
GAGE MEMBER

R

GO GAGE ROTATES FREELY
IN EITHER DIRECTION

DETAILE NO-GO GAGE

LOCATOR IN NQTCH
OF GAGE MEMBER

s
——y | —] JAWS BOTTOMED
/ / BUT NOT UNDER
LOCATOR PRESSURE
LOWER JAW

INSPECTION OF OUTER CRIMP CLOSURES
DETAIL C GO GAGE

LEFT DIE LOCATOR IN

NOTCH OF
GAGE MEMBER

RIGHT DIE
CLOSURE
GO GAGE

ROTATES FREELY

IN EITHER DIRECTION

DETAIL D NO-GO GAGE

LEFT DHE

 LOCATORIN
CLOSURE

NOTCH OF

GAGE MEMBER
) oV I
3 b
[
L —
CRIMP JAWS WILL NOT
SURFACES BOTTOM
gEAPéTEES SSBER CRIMP SURFACES
SEATEDON
" GAGE MEMBER
RIGHT DIE
NO-GO GAGE CLOSURE NO-GO GAGE
WILL NOT ROTATE WILL NOT ROTATE
Figure 9
IS 2393
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68102 MOD. E

68192-1MOD. A
68364-1 .~

ITEM COMPONENT PART NUMBERS

NO. DESCRIPTION aTy. | 68100 Mod.C | 68101 Mod. D| 68102 Mod. E[68118-1Med. A{ 68192-1 Mod. A| 68364-1

Detail A Detail B Detail D Detail C Detail D Detail D

1 | INDENTOR 1 3075833-2 307693-1 2076971 307693-3 307697-2 307697-4

— | INDENTOR suB-ASSY.e | — 307624-1 307824-2 3076824-3 307824-4 307824-5 -

2 | anviL 1 3076922 307692-1 307696-1 307692-3 3076596-2 3076974
T | ANVIL SUB-ASSY. 4 - 307825-1 307825-2 307825-3 307825-4 3078255 —

3 | PIN, DOWEL* 2 4-21030-6

4 | ROLLER, cAM 2 5-50591-5

. | LocaToR 4 308132-1 308132-1 — 308132-1 — — |

2 — — 308132-1 — 308132-1 308132-1

[ 4 308134-1 3081341 —_— 308134-1 —— —

6 | PLATE, LOCATOR 2 — —_ 308134-1 — 308134-1 3081341

7 | RIVET 2 1-50573-9 1-59573-8 1-59673-5 1-59573-9 1.59573-5 1.58573-5]

8 | RIVET 2 1-69573-8 1-59573-5 — 2-50573-0 — —
¢ ioruoes Tows 1 3 T Figure 10
TMUST BE CENTERED AND STAKED BOTH SIDES TQ SECURE

REL. DATE REV. DATE s APPROVALS
9-27-72 2-2—79 eve /7, . % 7, PUB. @ g
ot - F o aulJally-
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