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1. INTRODUCTION
This instruction sheet provides “Instructions” on
product application and a “Maintenance and In-
spection Procedure” for:

SOLISTRAND® AND STRATO-THERM ™ HIGH
TEMPERATURE TERMINAL CRIMPING DIES
{USED IN AMP-TAPEMATIC® MACHINE NO. 88075)

Diaes for SOLISTRAND Terminals

68096-1 68098-1 66119-1

68097-1 68108-1 68220-1

Dies for High Temperature STRATO-THERM
Terminals

68210-1 Mod. B 68211.1 Mod B 68212-1 Mod. B

These dies are used to crimp:

e SOLISTRAND terminals on wire range 26 thru 10.
* High Temperature STRATO-THERM terminals on

wire range 22 thru 10.

Basic instructions on use of the dies, die inser
tion and removal, elc., are provided in Section 2
“Instructions.” 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.

Refer to customer manual CM 2427 for further
instructions relative to the machine.

2. INSTRUCTIONS
WARNING: AVOID PERSONAL INJURY. ALWAYS
KEEP GUARD AND COVER IN PLACE WHEN
ACTIVATING MAGHINE.

2.1 DIE INSERTION

(a) TURN OFF MAIN POWER SWITCH, disconnect elec-
irical and air supply, lcosen mounting screws and
ramove guard. Raise tape release lever. Sce Figure 1.

(by Male dies by hand to ensure proper match in die
closure surfaces.

(¢} Loosenwire funnel and move aside. See Figure 1.

(d) Insert moving die in ram and stationary die in die
holder, then tighten mounting screws.

() Load tape. Refer to manual packaged with the
machine {CM 2427} for reel or magazine tape loading
instructicns. Lower tape release lever and install
guard. When instailing guard, do not allow it to bot-
tom against moving die. Die guard also acts as a
stripper (removes crimped product frem moving die).
Use washers under guard or mounting screws to
maintain clearance between bottom edge of guard
and tops of terminals. See Figure 1.

(f) With tape release lever lowered, align opening of wire
funnel with center of die closure and tighten mount-
ing screw. See CM 2427 tor proper wire funnel align-
ment procedure.

Machine is now ready for crimping operation.
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2.2 DIE REMOVAL

{a) TURN OFF MAIN POWER SWITCH, disconnect elec-
trical and air supply, remove guard and raise tape
release lever.

(b) Loosen wire funnel and move aside.

{¢) Unload tape.

(dy Loosen mounting screws of moving and stationary
dies and remove dies from their holders.

2.3 WIRE PREPARATION AND CRIMPING
PROCEDURE

(a) Strip wires to length specified in Figure 2.
NOTE: Do nof use wires with nicked or missing
strands.

{(b) Insert stripped wire into terminal wire barrel until
pottomed against the wire stop indicated in Figure 1.

{c) Aclivate machine 10 complete the crimp. Pull crimped
terminal from tape.

{d} Refer to Section 3 and Figure 3 for terminal crimp
inspection procedure.

“B" FQUALS WIRE BARREL

WIRE STRIP #|
LENGTH

WIRE_ DIE NUMBER WIRE STRIP LENGTH
G Min. Max.
26-22 8108-1
24-20 £8119-1
68096-1
2216 " .
68210.1 Mod B 11764 131684
16.14 68097-1
582111 Mod. B
14-12 68220-1 11/64" 13/64"
12-10 | 680981 | 174" 9/32"
£5212-1 Mod. B
Figure 2 PAGE 10OF 3
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3.

4.1

CRIMP INSPECTION

Inspect crimped terminals by checking the features
described in Figure 3.

Use only terminals meeting conditions shown 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.

If terminals are crimped off center, indexing unit
needs adjustment. Refer to CM 2427 for crimp loca-
tion adjustment.

MAINTENANCE/INSPECTION PROCEDURE

AMP recommends a maintenance/inspection program
be performed periodically to ensure dependable and
uniform terminations. Inspect dies at least once a
month. Frequency of inspection may be adjusted to
suit your requirements throcugh experience. Frequen-
¢y of inspection is dependent upon:

1. Care, amount of use, and handling of 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 to accumulate in die closure surfaces and bottom-
ing surfaces of dies. These deposits may prevent dies
from bottoming fully and may also cause excessive
wear in the die closure surfaces, thereby affecting

4.2

4.3
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VISUAL INSPECTION

Visually inspect the die closure surfaces for broken,
chipped or pitted conditions. Although dies may
gage within permissibie limits, worn or damaged die
closure surfaces are objectionable and can affect the
quality of the crimp. Examples of pcossible damaged
die surfaces are shown in Figure 4.

DIE CLOSURE INSPECTION

An inspection should be performed periadically to
check the die closure for excessive wear.

Die closure inspection is accomplished using GO/NO-
GO plug gages. AMP neither manufactures nor selis
plug gages. A suggested plug gage design and
GO/NO-GO dimensions of plug gage membears are
listed in Figure 5.

The following procedure is recommended for inspec-
ting die closures.

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

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

Figure 4
quality ot the crimp. Dies should be wiped clean fre- fgure
quently with a clean cloth.

ACCEPT REJECT

WIRE RANGE
STAMPED HERE

Crimp centered. Crimp may be slightly off center
BUT NOT OFF END OF WIRE BARREL.

AWG wire size being used maiches wire range
stamped on terminal and dies.

Insulation does not enter wire barrel.

®e ©

Wire is flush with or extends beyond end of terminal
wire barrel.

TERMINAL

WIRE RANGE
STAMPED HERE

@ Crimped off end of terminal. Refer to CM 2427 for
crimp location adjustment.

AWG wire size being used does not match wire
range stamped on terminal or dies.

Wire not inserted far enough in terminal. End of wire
musl be flush with or extend beyond end of terminal
wire barrel.

Insulation entered barrel of terminal. CHECK FOR
INCORRECT STRIP LENGTH.

Excessive ‘flash” on terminal indicates wrong wire,
terminal or die set combination was used ordamaged
dies.

(8) Nicked or missing strands.

@
®

Figure 3
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(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 6B. The GO
member must pass completely through the die
closure. Try to insert the NO-GO member. The NO-

SUGGESTED PLUG GAGE DESIGN
coNFIgURATION S5 iy = e
I e e o e
+ i “RUTYP. b 1.000 ' yoGo
AT DIM. MIN. TYE.  pip BY
oeser | pins an | oiws g |RaDIuS
NG. I"Go [NoGO| GO NnoGo | N
68095-1 | 0480 | .0520 | .0460-.0463|.0519-.052C| .062
68097-1 | .0540 | .0600 [.0540-.0543| .0509-.0800| .078
680981 | 0760 | 0820 |.0760-.0763|.0819-.0820] .109
68108-1 | .0260 | .0320 |.0260-.0263 |.0319-.0320 | .0395
68119-1 | .0370 | .0430 |.0370-.0373 |.0428-.0430 | .047
682107 ] 0510 | .0570 |.0510-.0513 | 0569-.0570 | .082
o211 | o500 | 0650 |.0590-.0593 | 0643-.0650 | .062
oad 120 | .og3o | .0890 |.0B30-.0833 | 0883-.0890 | 093
68220-1 | .0690 | .0750 |.0690-.0693 |.0749-.0750 | .093

DIE CLOSURE DIMENSIONS APPLY WHEN DIES ARE BOTTOMED BUT
NOT UNDER PRESSURE.

IMATER{AL — TOOL STEEL Figure S

GO member may enter partially, but must not pass
completely through die closure.
(dy If dies meet GO/NQO-GO gage conditions, the dies are
dimensionally correct.
(e) If dies do not meet the GO/NQO-GO gage conditions,
contact your local AMP field representative.
REPLACEMENT PARTS
Die sets and die replacement parts, see Figure 7, can
be purchased from AMP Incorporated, Harrisburg,
PA, 17105, or a wholiy cwned subsidiary of AMP incor-
porated.

4.4

" INSPECTION OF DIE CLOSURE
. " DETAILB
T

DETAIL A

* DIES BOTTOMED
BUT NOT UNDER
PRESSURE

<[l

B ':‘G'O;' gage .rﬁhu‘st pass cormnpletely
- through the die closure.

o gagéwni;;';y enter partially, but
~ .. must not pass completely through the
v gleslosure. s

. Figure 6

DJE SET NUMBERS AND COMPONENT PART NUMBERS
ITEM
DESCRIPTION QUANTITY _ x R " 682101 68211-1 68212-1 68220-1
NUMBER 6809561 680971 £8098-1 68108-1 881191 Mod. B Mad. B Mod B

1 SCREW 1 1- 59781-3 | 1- 56781-3 | 1- 59781-3[1- 60781-3 | 1- 59781-3 | 1- 59781-3 | 1- 59781-3 | 1- 59781-3 1- 59781-3
2 MOVING DIE 1 307619 | 1-307161-0 J07161-8]1-307161-2 | 1-307161-1 | 2 307161-0 | 2-307161-1 | 2-307151-2 | 1-307161-8
a RING , RETAINING 2 1- 21046-3 | 1- 21046-3 | 1- 21046-3|1- 21046-3 | 1- 21046-3 | 1- 21046-3 | 1- 21046-3 | 1- 21046-3 { 1- 21046-3
4 STATIONARY DIE 1 307B66-2 307866-3 307866-1 307866-5 3078686-4 | 1 3078660 | 1 3078861 | 1307865 2 307866-9
5 SCREW 1 597519 59781-9 £9781-9 59781-9 59781-9 £9781-9 597819 | 1- 59781-6 59781-9
(3] GUIDE, TAPE 1 3078671 307867-1 — 307867-1 3078671 30786871 307867-1 307B67-1 3078871

Figure 7
REL. DATE REV. DATE APPROVALS
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