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APPLICATION AND MAINTENANCE Instruction Sheet

FOR AMP* HAND CRIMPING TOOL IS 6750
AMP INCORPORATED 59962-1
Harrisburg, Pa. 17105 REVLEASED | 7-20-83

Section I of this instruction sheet provides application Section If provides maintenance and inspection pro-
procedures for AMP hand crimping toofs. cedures for AMP hand crimping tools.

1-3. CRIMPING PROCEDURE

CENTER-CONTACT Select an applicable connector for the cable you are
CRIMP AREA using from the chart in Figure I-1. The crimping
procedure is as follows:

BRAID CRIMP
DESIGNATION

A.  Center Contact
1. Slip ferrule onto cable, and strip cable to
LOCATOR dimensions shown in Figure I-2.

2. Place contact on locator of tool with groove

FRONT in contact seating on locator, and close tool

OF TOOL handles just enough to hold contact without
deforming wire barrel. See Figure 1-3.
CAUTION The CERTI-CRIMP ratchet is designed to
RG/U CONNECTOR (B:Eﬁ\;[; provide optimum electrical and tensie per-
CABLE ASSEMBLY SECTION formance from the crimp. Once engaged,
174, 188A, 316, 187 22E532-4 B the ratchet will NOT refease until handles
206608-4 have been FULLY closed. Do NOT attermpt
2265472-4 l to re-adjust the ratchet,
225609-4
1798, 187A gggg.f;g T 3. Insert conductor into contact wire barrel
2255428 l until insulation butts against contact. Avoid
225809-8
188 (Dauble Braided| 1-226632-1 A 21/64 = 1/64 CABLE STRIPPING
Fig. 1-1 L— — DIMENSIONS
9/64 REF

SECTION | APPLICATION j

-1. INTRODUCTION — 9/32 + 1.’:4\

This Instruction Sheet (IS} covers application and — 15/32 + 1/64
maintenance procedures for AMP Hand Crimping
Tool 59962-1 which crimps the AMP Series SMA SUPPORT SLEEVE

FERRULE

50-ohm R.F. Connectors for flexible cable listed in OF CONNECTOR FERRULE
Figure I-1.
NOTE Al dimens'fops presented in this instruction CRIMPED
sheet are in inches. CONTACT

AFTER CONTACT HAS BEEN INSERTED,
TRIM END OF JACKET TO THIS DIMENSION
IF JACKET HAS MOVED ON BRAID DURING

I-2. DESCRIPTION INSERTIGN

The tool features two braid crimp sections with /32 i

permanently attached braid gap crimpers on each of

the crimp sections, a center-contact crimp section, a SRAID OVER CONNECTOR
center-contact locator, and a CERTI-CRIMP ¥ raichet. SUPPORT SLEEVE

The larger crimp sections are identified by appro-

priate markings on the FRONT of tool, and the tool [@j—ﬁg

part number is engraved on the handle. The BACK of g'ﬁ'ADlEDF::‘;U;SPFF‘UOF‘%AST_EE?I\;EH
tool has the legend — CABLE SIDE — engraved on

the riveted braid gap crimper. Fig. 1-2
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IS 6750

GROOVE IN CONTACT MUST
SEAT ON LOCATOR

CRIMPING CENTER-CONTACT

AMP HAND CRIMPING TOOL 59962-1

crimp section of tool {Figure |-1). See Figure 1-4.

3. With shoulder of connector resting against
die, close tool handles until CERTI-CRIMP
ratchet releases.

4. Open tool handles and remove crimped
connector.

Fig. 1-3

excessive pressure which could move locator
and mislocate crimp.

4. Close handles until CERTI-CRIMP ratchet
releases, and then open handles and remove
crimped center-contact.

B. Fermule

1. Insert crimped center-contact into con-
nector body with cable braid over support
sleeve. Pull back lightly on cable to ensure that
center-contact is being held captive by internal
locking feature.

2. Slide ferrule over braid, and place connector
and ferrule on lower crimping die in appropriate
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SHOULDER ON CCNNECTOR
RESTS AGAINST DIE

ASSEMBLED ON CABLE,
ON LOWER CRIMPING DIE

SERIES SMA
PLUG

CABLE MUST EXTEND FROM SIDE
OF TOOL STAMPED “CABLE SIDE”
FOR ALL CRIMPS

CRIMPING FERRULE

Fig. I-4
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pracedures for AMP hand erimping tools.

Section f of this instruction sheet provides application Section 11 provides maintenance and inspection pro-

cedures for AMP hand crimping tools.

sad)

A [T ‘
L h |
TOOL SPECIFICATIONS REPLACEMENT PARTS KIT 125218-4
DIMENSION WEIGHT ITEM PART NUMBER DESCRIPTION QTY PER KIT
A 7/8 1ib3 oz 1 21045-3 RING, Retaining 120 to 130
B 1 2 300432 PIN, Rataining, .187 Dia x .521 L 16
C 3 3 21045-6 RING, Retaining 25 to 30
Engineering Approval Date 4 300449 PIN, Retaining, .250 Dia x .838 L 10
5 39364 SPRING, Handle 10
Fig. 111

SECTION Il MAINTENANCE/INSPECTION

11-1. TOOL CERTIFICATION

These instructions have been approved by AMP
Design, Praduction, and Quality Control Engineers to
provide documented maintenance and inspection
procedures in accordance with AMP Corporate
Policy No. 3-3. Through AMP test laboratories and
the inspection of production assembly, the pro-
cedures described herein have been established to
ensure quality and reliability of AMP hand crimping
tools.

Customer replaceable parts are listed in Figure ll-1. A
complete inventory should be stocked and controlled
to prevent lost time when replacement of parts is
necessary. When kit items are needed, order replace-
ment kit part number,

I1-2. INSPECTION PROCEDURES
A. Daily Maintanance
It is recommended that each operator of the tool be

made aware of — and responsible for — the follow-
ing four steps of daily maintenance:

1. HRemove dust, moisture, and other con-
taminants with a clean brush, or a soft, lint-free

cloth. Do NOT use objects that could damage
the tool.

2. Make sure the proper retaining pins are in
place and secured with the proper retaining
rings.

3. Make certain all pins, pivot points, and
bearing surfaces are protected with a THIN coat
of any good SAE No. 20 motor oil. Do NOT oil
excessively.

4. When the too! is not in use, keep the
handles closed to prevent ohjects from becom-
ing lodged in the crimping jaws and store the
tool in a ciean, dry area.

B. Pariodic Inspection

Regular inspections should be performed by quality
control personnel. A record of scheduled inspections
should remain with the tool and/or be supplied to
supervisory personnel responsible for the tool.
Though recommendations call for at least one
inspection a month, the inspection frequency should
be based on the amount of use, ambient working
conditions, operator training and skill, and estab-
lished company standards. These inspections should
be performed in the following sequence:
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IS 6750

B8-1. Visual Inspection
1. Remove all lubrication and accumulated
film by immersing the tool (handles partially
closed) in a suitable commercial degreaser that
will not affect paint or plastic material.

2. Make certain all retaining pins are in place
and secured with retaining rings. If replace-
ments are necessary, refer to parts listed in
Figure 1I-1.

3. Close the tool handies until the ratchet
releases, then allow handles to open freely. If
they do not open quickly and fully, the spring is
defective and must be replaced {see Para-
grarh 11-3, REPAIR).

4. Inspect the head assembly, with special
emphasis on checking for worn, cracked, or
broken jaws. If damage to any part of the head
assembly is evident, return the tool to AMP for
evaluation and repair (see Paragraph |I-3,
REPAIR}.

B-2 Gaging the Crimping Chamber
This inspection requires the use of a GO NO-GO gage

conforming to the diameters in Figure 1I-2. AMP does
not manufacture or market these gages.

Proceed as follows:

1. Close the tool handles until it is evident
that the jaws have bottomed, then HOLD in this
position. Do NOT force the jaws beyond initial
contact.

2. Align the GO element with the wire barrel
crimping chamber. Push element straight into
the crimping chamber without using force. The
GO element must pass compietely through the
crimping chamber as shown in Figure 11-2.

3. Now align the NO-GO element and try to
insert it straight into the same crimping
charnber. The NO-GO element may start entry
but must not pass completely through as shown
in Figure 11-2.
4. Repeat Steps 2 and 3 for each crimp
section listed in the chart.
if the crimping chamber conforms to the gage
inspection, the too! is considered dimensionally
correct and should be lubricated with a THIN coat of
any good SAE No. 20 motor oil. If not, the tool must
be repaired before returning it to service (see Para-
graph 1I-3, REPAIR).

B3. CERTI-CRIMP Ratchet Inspection
Obtain a .001-in. shim that is suitable for checking the
clearance between the bottoming surfaces of the
crimping jaws.
Proceed as follows:
1. Select a connector and wire (maximum
size) for the tool (see Figure |1-2).
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AMP HAND CRIMPING TOOL 59962-1

SUGGESTED PLUG GAGE DESIGN

i I
)l

CRIMPING
CHAMBER

GO
ELEMENT ELEMENT
CONTACT CRIMP ELEMENT DIAMETER
ASSEMBLIES SECTION GO NO-GO
A 1180-.1183 | .1259-.1260
1-2255321 A TBrasd Gopl | .1060-.1063 |.1159-.1160
PI5532.4, 225608-4 -
e et 8 1070-.1073 | .1149- 1150
2756328, 725608-8 , - i
225632-5. 2230068 | & (Broid Gap) | .0010-0913 | .1009- 1010
Al Contact Assemblies Lacator .0480-.0483 | .0519-.0520
Fig. 11-2

2. Position the connector and wire between
the crimping jaws, according to Paragraph |-3,
CRIMPING PROCEDURE (A, Steps 1 through 3).
Holding the wire in place, squeeze the tool
handles together until the CERTI-CRIMP ratchet
releases, Hold the tool handles in this position,
maintaining just enough pressure to keep the
jaws closed.

3. Check the clearance between the bottom-
ing surfaces of the crimping jaws. If the
clearance is .001 in. or less, the ratchet is
satisfactory. If clearance exceeds .001 in., the
ratchet is out of adjustment and must be
repaired {see Paragraph II-3, REPAIR).

If the tool conforms to these inspection procedures,
lubricate it with a THIN coat of any good SAE No. 20
motor oil and return it to service,

11-3. REPAIR

Parts other than those specified in Figure 11-1 must be
replaced by AMP to ensure certification of the tool.
When repair is necessary, return the tool with a
written description of the problem to:

AMP Incorporated

Customer Repair

1523 North 4th Street
Harrisburg, Pennsylvania 17102

or a wholly owned subsidiary of AMP Incorporated.



