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1. INTRODUCTION
This instruction sheet
product application and
tion Procedure” for:

i

provides “Instructions” on
a "Maintenance and Inspec-

{(Usedin Tool Nos.

PREINSULATED STRATO-THERM™ SPLICE | )
CRIMPING DIES

69319-1, 69365 & 69710)

69327 Mod. E 69328 Mod. H 69329 Mod.E|

22 thru12.

tion and removal, etc..
“Instructions”. Section

Al sltustrations and nfgrmation contained in this instruction sheet

are based on the latlest product rnformation avarlable at the time of |

These dies are used to crimp:

{g)

* Pre-insulated STRATO-THERM splices an wire size  p)

Basic instructions on the use of the dies, die inser-

are provided in Section 2 .
3 features a splice “Crimp (1)

Inspection” procedure. Section 4 contains a “Main-
tenance and Inspection Procedure™ which will enable

2.2

5 you to establish and maintain a die certification

a program.

é Dies are coated with preservative to prevent rust and (a)
‘ o corrosion, Wipe preservative from dies, particularly

from crimping surfaces.
For instructions reiative

(b

7—31-21

Each set of dies consists of a moving die and a
stationary die. See Figure 1.

Position stationary die in stationary die holder. Take
up on die holding screw enough 1o hald die in place.
Do nat tighten screw,

Pcosition moving die in moving dig holder. Take up on
die holding screw enough to hold die in place. Do not
tighten screw.

Connect air supply.

Insert stripped wire into splice wire barrel. Place
splice in stationary die as shown in Figure 3. See
Figure 2 for wire strip length.

Actuate tool until dies bottom.

Tighten both die holding screws while dies are
bottomed.

NOTE: Prevent locator from binding. Do not over
tighten screws.

Tool is now ready for operation.

IMPORTANT: GHECK DIE ALIGNMENT AND TIGHT-
EN DIE HOLDING SCREWS AT LEAST TWICE DAILY.

DIE REMOVAL

DISCONNECT PNEUMATIC TOOL FROM AIR
SUPPLY.

Loosendie holding screws and remove dies.

to the pneumatic and hand

tools listed in Figure 2, refer toc the instructions
packaged with these tools.
.~ 2. INSTRUCTIONS
By WARNING: AVOID PERSONAL INJURY. ALWAYS SPLICE WINDOW =~y
I3 KEEP FINGERS CLEAR OF DIES WHEN ACTI- ine INDENT 1
2id VATING AIR POWERED TOOLS. o
7 f 1
2z s H 1
S . 2.1 DIEINSERTION (__1 AN
=27 (a) DISCONNECT PNEUMATIC TOOL FROM AIR R
- SUPPLY. Vo YL
T g 1 prd —+D
L P Un
i TYPIGAL i 1E :
£ DIES L ;
£ SHOWN DIE HOLDING -
’E“ o SCREWS {COLOR CODED) ;
zF SPLICE
T LOCATOR WINDOW NDENT
= : SLIDES OVER AND
ST INTO LOCATOR
1 @5
ez STATIONARY
‘g < DIE
Tk MOVING
-3
‘ oo
a5 : ; Figure 1 Figure 3
I ‘»\ = }:
L=l
L,- A TOOLS DIE SET WIRE DIE & SPLICE SLEEVE |WIRE STRIP LENGTH
NUMEBER SIZE COLOR CODE
MIN. MAX.
69365 69327 MOD. E 22-20 WHITE 1i4n 9/32"
69319-1 (wire size 22-14 only} | go328 MOD. H (No insulation grip) | 18-18 RED a/32" 5/16"
69710 69328 MOD. E (No insulationgrip) | 14-12 BLUE 5/18" 11/32"

* Tradermark of AMP Incorparated

Figure 2

AMP |ncorporated, Harrisburg, Pa. 17105, U.S.A.
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METAL SLEEVE
IS COLOR CODED

WIRE BARREL

WIRE STOP
- R =

Too

@Correct color code and die combination. See
Flgure 2.

@ Wire size is within wire range of splice. See Figure 2.

End of conductor against wire stop of splice or at
teast flush with end of wire barrel.

@ Wire insulation does not enter wire barrel of splice.

@ No nicked or missing conduclor strands.

METAL SLEEVE
IS COLOR CODED

WIRE BARREL
WIRE STOP

Wwrong die and die color code combination. See
Figure 2.

Wire size is not within wire range of splice. See
Figure 2.

End of conductor is not against wire stop of splice or
at least flush with end of wire barrel.

@ Wire insulation entered wire barrel of splice.
@ Nicked or missing conductor strands.

Excessive flash or extruded insulation, {wrong die
and splice combination, ordamaged dies).
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2.3

2.4

AMP

COLOR CODE

Note that dies and metal sleeves of splice are color
coded according to wire size for easy identification.
See Figures 1 and 2.

WIRE STRIPPING AND CRIMPING
PROCEDURES

2.4_1 Pneumatic Tools

{a)
{b)
(c)
(d)

(e)

(f)
(9

(hj

Strip wire to dimensions listed in Figure 2.

Connect air supply.

Place splice in stationary die as shown in Figure 3.
Activale die take-up feature to hold splice firmly in
place. Do not deform splice wire barrel.

Insert stripped wire into splice wire barrel until end of
wire butts against splice wire stop.

Activale tool to complete the crimp.

To crimp other ha!f of splice, remove it and reposition
uncrimped half in dies. Follow same procedure used
to crimp first half of splice. If splice cannot be turned,
turn 1ol around.

Refer to Saction 3 and Figure 4 for splice “Crimp
Inspection” procedure.

2.4.2 Hand Tool

(al
{b)
()

Strip wire 1o dimensians listed in Figure 2.

Place splice in stationary die as shown in Figure 3.
Close handles until splice is held firmly in pilace. Do
not deform splice wire barrel.

Insert stripped wire into spiice wire barrel until end of
wire butts against splice wire stop.

Complete crimp by closing handles until ratchet
releases.

To crimp other half of splice, remove it and reposition
uncrimped hali in dies. Follow same procedure used
to crimp first half of splice. If splice cannot be turned,
turn tool around.

Refer to Section 3 and Figure 4 for splice “Crimp
Inspection” procedure.

CRIMP INSPECTION

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

Use only the splices that meel the conditions shown
in the "ACCEPT” column.

“REJECT" splices can be avoided through careful use
of instructions in Section 2, and by performing
reqular die maintenance as instructed in Section 4,

MAINTENANCE/INSPECTION PROCEDURE
AMP recommends that a maintenance/inspection
program be performed periodically to ensure depend-
able and umform terminations. Dies should be
inspected at least once a month. Frequency of
inspection may be adjusied tc suit your requirements
through experience. Frequency of inspection is
dependent upon:

1. The care, amount of use, and handling of the dies.
2. The degree of operator skill.

1S 1939

4.1

4.2

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

4. Your own established standards.

Since there is a possibility of die damage in ship-

ment, new dies should be inspected in accordance

with Section 4 when received in your plant.

CLEANING

Do not allow deposits of dirt, grease and foreign
matter to accumulate on the die closure surfaces and
on the bottoming surfaces of the dies. These de-
posits may prevent the dies from bottoming fuily and
may also cause excessive wear in the die closure
surfaces, thereby alfecting the guality of the crimp.
The dies should be wiped clean frequently with a
clean cloth.

VISUAL INSPECTION

Visually inspect the die closure surfaces for broken,
chipped or pitted conditions. Although dies may
gage within permissible limits, warn or damaged die
closure surfaces are cbjectionable and can atfect the
quality of the erimp. Examples of possibie damaged
die surfaces are shown in Figure 5.

| BROKEN CORNER

Figure §
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4.3

(a)

(b)
{c)

{dh

(e)

)

4.4

DIE CLOSURE INSPECTION

Every die set is inspected for proper die closure
dimensions before packaging. An inspection should
be performed periodicatly to inspect the die closure
forexcessive wear.

Die closure inspection is accomplished using GO/
NO-GO plug gages. AMP neither manufactures nor
sells plug gages. A suggested plug gage design and
the GO/NO-GO dimensions of the plug gage mem-
bers are listed in Figures 6 and 7.

The following procedure {s recommended for inspec-
ting the die closure.

Clean cil or dirt from the die closure surfaces, bot-
teming surfaces, and plug gage members.

Install both dies in tool die holders.

Reduce air supply pressure on pneumatic toal fo a
range between 15 and 20 PSI. Actuate tool to bottom
dies.

When using hand tool, close handles of tool until
dies bottom. Do not appty additional pressure to tool
handles.

With wire barrel dies bottomed, check the wire barrel
crimp die closure using the proper plug gage.

NOTE: In die No. 69327 Mod. E, the gage member
must pass through the insulation crimp closure to
enter the wire harrel crimp closure. See Figure 8,
Detail A.

Hold gage in straight alignment with the die closure
and carefully insert, without forcing, the GO mem-
ber. See Figure 8, Detail A and C. The GO member
must pass completely through the wire barrel crimp
die closure,

Try to insert the NO-GO member. The NO-GO mem-
her may enter partially, but must not pass completely
through the wire barrel crimp die closure. See Figure
8, Detail A and C.

With wire barrel crimp dies bottomed, check the
insulation crimp die closure (die No. 69327 Mocd. E
only) using the proper plug gage in the same manner
as steps (g) and (). See Figure 8, Detail B.

If both wire barrel and insulation crimp die closures
meet the GO/NO-GO gage conditions, the dies may
be considered dimensionally correct.

If you tind that the crimp die closures do not conform
with the GO/NO-GO gage conditions, contact your
local AMP field representative.

REPLACEMENT PARTS

It may be advantageous to stock certain replaceable
parts to prevent loss of production time. Figure 9
lists the customer replaceable parts that can be
purchased from AMP Incorporated, Harrisburg, PA
17105, or a wholly owned subsidiary of AMP incor-
porated.
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SUGGESTED PLUG GAGE DESIGN — WIRE BARREL CRIMP

DIE CLOSURE
CONFIGURATION

GO DIM. NO-GO DIM |

DIE DIE CLOSURE GAGE MEMBER<®
SET DIM’S “A™t DIM'S “B” DIA.
NO. GO NO-GO GO NO-GO
69327
MOD. E 0960 .1020 .0960-.0963 {.1019-.1020
69328
MOD. H 1250 L1310 .1250-,1253 [.1309-.1310
69329
MOD. E .1555 18615 .1555-.1558 |.1614- 1615
Figure 6

SUGGESTED PLUG GAGE DES!GN — INSULATION CRIMP

DIE CLOSURE 0-GO
CONFIGURATION 00 DM NmM_

LL_,}JJ 1 | ¥

}

“C" DIM

DIE BIE CLOSURE GAGE MEMBER$ WIDTH
SET DIM'S “C™ DIM'S “D” wgy
NO. GO NO.GO GO NO-Go | [Max.)
89327 | qgas 0835 |.08735-.0638 | .0834-.0835| 195
MOD. E

tDie closure dimensiuns apply when dies are
bottomed but not under pressure.
tMaterial — Tool Steel

Figure 7

151639
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INSPECTION OF WIRE BARREL CRIMPING DIES INSPECTION QF INSULATION CRIMPING DIES
DETAIL A DETAIL B
DIE NO. DIE NO.
69327 MOD. E WIRE BARREL 69327 MOD. E WIRE BARFEL

DIES BOTTOMED DIES BCTTOMED
- BUT NOT UNDER
PRESSURE

BUT NOT UNDER
PRESSURE

GAGE MUST PASS THROUGH THE
INSULATION CRIMP DIE CLOSURE TO
ENTERWIRE BARREL CRIMP DIE CLOSURE.

INSULATICN
CRIMP CLOSURE

2

“GO" gage must pass completely ihrough “GO” gage must pass completely
the insulation and wire barrel die closures. through the dis closure.

WIRE BARREL
CRIMP CLOSURE

X
b

Zn
“NO-GO" gage may enter partially, but

must noi pass completely through the
wire barrel die clasure.

“NO-GO" gage may enter parlially, but
must not pass completaly through the
die closure.

INSPECTION OF WIRE BARREL CRIMPING DES

DETAIL C
DIE NOS.
69328 MOD. H
69329 MOD. E

"GO gage must pass completely
through the die closure.

DIES BOTTOMED
BUT NOT UNDER
PRESSURE

"NO-GO” gage may enter partially, but
must not pass completely through the
die closure.

Figure 8
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DIE NO. 68327 MOD. E

CIE NOS. 69328 MOD. H, 69329 MOD. E

TOOL NUMBERS

ITEM DESCRIPTION oTY.
69327 MOD. E §9328 MOD. H 69329 MOD. E
R SCREW, SPEGIAL 2 4-306131-8 306105-8 4-306131-3
2 | INSULATION INSERT, STATIONARY DIE 1 306342
3 | WIRE BARREL INSERT, STATIONARY DIE 1 306256-2 306256 306256-1
4 LOCATOR 1 5-304052-1 4-304052-C 5-304052-0
5 | SPRING 2 7-59683-4 7-59683-4 7-59683-4
6 | HOUSING, LOCATOR 1 2-305832-9 2-305832-9 2-305832-9
7 RING, RETAINING 2 1.21046-3 1-21046-3 1-21046-3
8 | SPACER 1 2-305832-8 2-305832-8 2-305832-8
3 | WIRE BARREL INSERT, MOVING DIE 1 306265-4 306255-3 206265-1
10 INSULAT!ON INSERT, MOVING DIE 1 306343
T PIN, SPIRAL 2 21949-1 21949-1 219491
Figure 8
REL. DATE REV. DATE APPROVALS
ENG PUB.
wree e 150000, o ovann] | Qe Tty
v
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