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AMP INCORPORATED
HARRISBURG. P, 17103,

FULLY INSULATED FASTON™ TERMINALS

AMP ¥ HD MINIATURE QUICK-CHANGE
APPLICATORS (SIDE-FEED TYPE)
WITH AIR FEED

Apohicator bnstruction

Al 8051

RELEASEDJ11-23.75

APPLICATOR
GUARD?*

FLOW
CONTROL*

QUICK

EXHAUST
VALVET T

ARPLICATOR ASSY
(Refer to Fiugure 2
far Components)

NOTE: ARppiicator for AMP-Q-LECT RIC Precs shown. Accessories {(*)
nat tupplied with applicatoy for AMPOMATOR fAodel 1Y —B Maching

SLEEVE
VALVE®*

AIR FEED
VALVE ASSY*

Figure 1,

1. INTRODUCTION

These instructions cover applicators that crimp fully
insulated FASTON terminals on No. 22 through
No. 14 AWG wire that has been pre-stripped.

The terminals are retained in a plastic carrier strip and
suppled in reel-form to be fed into the applicator.
The carrier strip is shearsd from the terminals as they
are being crimped to the ends of the inserted wrires.
Refer ta the Applicator Parts List and Exploded View
Drawing (Applicator Log) for the terminal number,
wire disc setting (A through D} per wire size, and the
raequired crimp height.

These instructions cover two different applicators,
the difference is in the method of supplying air
pressure to the feed air cylinder. One applicator is
used in the AMP Split-Cycie Model “T" Prass when
installed in the AMPOMATOR™  Model IV-B
Machine. The other is used in the Modified AMP-O-
LECTRIC* Model *'K" Press.

This instruction sheet, the parts list and exploded
view drawing packaged with the applicator, and the

*TRADE MARK OF AMP INCORRORATED

customer manual (CM 5128 or CM 5290) provide all
information necessary to operate and maintain the
applicator, press, and/or machine .

2. DESCRIPTION

Maior comgonents of the applicatar are identified in
Figures 1 through <. The terminal strip enters the
applicatar fram the left, passing under the stock drag,
then between the strip guides. The lead terminal is
always positioned in the “target area’’, and centered
over the anvil, at the beginning of each cycle of the
press. This requires air pressure to be applied to the
extension port of the feed air cylinder.

On the downward stroke of the ram, air pressure to
the cylinder is stopped to allow it to retract by
internal spring pressure and exhaust air pressure
within. As the ram bottoms, and with a pre-stripped
wire inserteg in the lead terminal, the terminal is
crimped on the wire to produce the desired crimp
height. At the same time, the plastic carrier strip is
sheared from the terminal,
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On the return {upward) stroke, the terminated wire is
released by the tooling for removal. This is tollowed
by the feed air cylinder being pressurized 1o advance
the terminal strip one increment and pesition fhe
next terminal over the anvii. This completes a cycle
of operation.

The appiicator ram (see Figure 3) supports the upper
tooling which is the wire crimper, insulation
stabilizer, terminal holder, and shear depressor. The
wire crimper and insufation stabilizer, with crimper
spacer between are attached to the ram by the
crimper bolt and tubular spacer. The insulation
stahilizer is free-floating and is spring-loaded down-
ward. This allows upwsard movement as it contacts
the terminal insulation on the downward stroke of
the ram, thus holding the terminal in position cn the
anvil during crimping, and the shearing of the carrier
strip. The wire funnel {when used} is attached 1o the
front of the insulation stabilizer. The shear depressar
and terminal holder are attached to the back of the
ram.

The top of the ram contains the ram post that
connects to the press ram post adapter. On the ram
post i¢ the wire disc containing up to four pairs of
nads, each pair of a different height. Rotation of the
wire disc to align a pair of pads with the lobes on the
bottom of the press ram post adapter will produce
the desired crimp height. Under the wire disc is a
spring disc, ram washer, and laminated washer. The
laminated washer provides a means of fine adjustment
to compensate for machining tolerances within the
applicator to produce carrect crirmnp heights in presses
with a pre-set shut height.

The applicator mounting surface is the base plate
which supports the lower tooling and strip guide
plate. The lower tooling is the anvil, floating shear,
and shear plate (see Figure 4]. The strip guide plate
supports the frant and rear strip guicles and the stock
drag. The base plate is secured to the press base
mount.

The air feed mechanism is mounted an the left side of
the housing. It comprises the feed air cylinder, fzed
adjusting bracket, feed finger, feed pawl. and related
hardware (see Figure 2). The applicator used in the
Model “T' Press has an elbow with a tube connected
to the extenston port of the feed air cylinder, and a
quick -disconnect coupling t© the other end for
connecting 1a the machine. The applicator used in the
AMP-0O-LECTRIC Press has a quick exhaust valve
with a flow contro! mounted on the extension port of
the cylinder (see Figure 1). This is connected by a
tube to the air feed valve assembly which is mounted
on the side of the press. Refer to Customer Manual
CM 5128 for further description.
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3. APPLICATOR INSTALLATION AND
REMOVAL

[ WARNING l

BEFORE atternpting o install or remove the
applicator, BE SURE electrical power and air
supply are "off”.

3.1. Installation
1. Place applicator on press base mount.

Press must be sguipped with a hase mount for
miniature quick chenge type applicators. The
AMP-O-{ ECTRIC Press must have Press Con-
version  Kit No. 690675-2 instailed, which
incfudes the base maount, as described in Appli-
caror instructions Al 8072,

2. Enter applicator ram post in press ram post

adapter while sliding applicator back into
position [t may be necessary to |00sen stop on
mount during placement, and to compress

springs between wire disc and spring washer for
ram post to enter press ram nost adapter.

3. On AMP-O-LECTRIC Press, secure appli-
cator with holddown bracket and two screws.

Tighten stop on bhase mount, if loosened. On
Model ""T** Press, flip locking latch up to secure

appiicator in place. Latch will automatically
lock.,
4, On AMP-O-LECTRIC Press, install and

adjust air feed valve assembly as described in
Customer Manual CM 5128, On Model "T"
Press, attach quick disconnect coupling to
solenoid valve on machine.

5. Load applicator
described in Section 4.

with terminal strip as
B. With press in rest position and electrical
power off”, twrn air supply on’. Feed air
cylinder must fuily extend and positien fead

terminal over anvil.

7. Make any adjustments deemed necessary,
as described in Section 5.

8. On AMP-O-LECTRIC Press. install guards
to enclose applicatar and air feed valve assembly
before operating press.

I moTe |

When changing from one size rerminal 1o
artather, the terminal strip feed adfustment will
Be necessary.

3.2. Removal

1. Unload
Section 4.

2. On AMP-O-LECTRIC Press, remove guards,

[ racTE I

terminal strip as described In

If applicator is to be reinstalled in AMP-O-
LECTRIC Press, it is nor necessary to remove
arr feed valve assemply. Disconnect tubing from
on-off valve.
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3. On AMP-O-LECTRIC Press, emove air 4.1, Leading
teed valve assembly as described in CM 5128, or 1. Mount tzrminal resl on reel support.
as noted previously. On Model "T" Press, un- Terminal strip must unree! and enter left end of
couple quick-disconnect coupling at sofenoid applicator with carrier strip down and toward
valve. the back.
4. COn AMP-O-LECTRIC Press, remove two 2. ge sure press ram is fully raised. !f neces-
screws and holddewn bracket securing aopii- sary, hand-cycle press as described in applicabie
cator to press base mount. If necessary, loosen cUStomer manual.
I ide. el “T" Press, push in on - . . .
stqp st left side. On I\J’lod_ P 3. Paise stock drag by rotating drag release
release bar to allow locking latch o pivot down. ) , . ) , .
. ) = ‘ever upward, then feea terminal strip into
5. Slide applicator toward front of prass until applicator betwsen strip guides.
ram post is clear of nress ram post adapter, then a Raise and hold feed finger (pawll and
litt applicator out. continue to feed terminal strip until lead
TEEE] If applicator is nor L0 me  reinstatied ?ernﬂnai is centered over anvil. Release fegd
irmediately, prepare for starage as describied in finger to engage feed pawl! hehind feed paint in
Section 9. strip. Release stock drag.
6. With air pressure applied to feed air
4. TERMINAL STRIP LOADING AND cylinder. pull back on terminal strip to make
UNLOADING sure feed paint is against feed pawl.
WARNING SEFORE atrempting to load or unload the - i . .
:] sppiicator wih termingl stiip, MAKE SURE 3. Chegk tead terminal t‘o be c;ntered over
alectricai power is “off”. The air supply may an\”l-_ i not, 'T!ake necessary adjustments  as
remain “on” ta extend feed air cylinder. described in Secrion b.
(£
g APPLICATOR
.5 RAM ASSY
[ [Refer to Figura 3}
= ADJUSTMENT
LOCK ING
SCREW
FEED
ADJUSTING
BRACKET

FEED
ADJUSTING
SCREW

FEED
AlIR
CYLINDER

FEED
GUARD — e
STOCK

DRAG \
‘\‘\

TERMINAL
STRIP ENTRY ™

HOUSING
CAP

“TARGET AREA™
{Refer 10 Figure 4)

LEAD
TERMINAL
/ FEED FINGER
STR1P ANVIL
GUIDE REAR
PLATE STRIP  FEED PAWL
GUIDE BASE
PLATE
Figure 2.
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7. Adjust Tor proper crimp height as specified
in the applicator parts list, and as described in
Section 5,

4.2. Unloading

1. Make sure press ram is fully raised. If
necessary, hand-cycle press as described in appli-
cahle customer manual.

2. Raise stock drag by rotating drag release
lever upward.

3. Raise and hold feed finger {pawl) while
pulling terminal strip back through strip guides
until clear.

4.  Rewind terminal strip onto reel,

5. ADJUSTMENTS
T wARNING l EEFORE attempting any adiustmenis, MAKF

SURE electrical pawer and air supply arg “'oft”,
uniess orherwise specitied.

RAMPOST

WIRE DISC

SPRING DISC
RAM
WASHER

LAMINATED

WASHER .\

CRIMPER 1 , AAM

SFACER ~— L POSTY
SETSCREW

DEPRESSOR
SPRINGS RAM
TUBULAR
SPACER

CRIMPER
BOLT

SHEAR
DEPRESSOR
WIRE FUNNEL
LOCATIQON
{Not Installed)

TERMINAL
HOLDER

WIRE

INSULATION STABILIZER CRIMPER

RAM ASSEMBLY

Figure 3.

5.1. Crimp Height Adjustment (See Figure 3|
1. Refer to- Applicator Parts List {Log) for
wire disc setting (A through D) per terminal
number and wire size being used.
2. On AMP-O-LECTRIC Press, remove appli-
cator guard to gain access to wire disc.
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3. Turn wire disc o align a pair of pads (A
through D) with lobes on press ram post
adapter, as specified. |t may be necessaery to
apply downward pressure to disc when turning,
to compress spring between it and spring disc.

4, Replace applicator guard, f AMP-O-
LECTRIC Press, before operating applicatar.

5. To check for proper crimn height, refer to
Section 6.

5.2. Terminal Strip Feed Adjustment (See Figure 2}

T NOTE This adiustment must be performed when
chariging from one terminal size to anather,
Because of the difference in widfth.

1. On AMP-O-LLECTRIC Press, remove appl-
cator guard to gain access to feed mechanism,

2. Apply air pressure to feed air cylinder to
position lead terminal over anvil,

3.  Puli back an terminal strip 1o be sure feed
point is against teed pawl.

4,  Determine direction required to center lead
terminal over anvil.

5. Loosen adjustment locking screw on top of
feed adjusting bracket.

6. Turn feed adjusting screw as required 1o
center lead terminal on anvil. To retract
terminal, pull back on strip while making adjust-

ment.
7. After centering terminal, secure feed
adjusting hracket by tightening adjustment

locking screw.

2. On AMP-O-LECTRIC Press, install appli-
cator guard hefore operating appiicator.

5.3. Floating Shear Adjustment [See Figure 4)

The floating shear (rear) must be positicned to shear
the tab between the terminal and carrier strip with
the terminal wire barrel centered over the anvil and
under the wire crimper. If adjustment is necessary,
perform the following:

1. Remove applicator from press as described
in Section 3.

2.  Slightly loosen two screws from under-
neath securing shear holder to base plate.

3. Move shear hoider in direction required
(front or back). A piece of terminal strip may be
used as a gage.

4,  After adjustment, tighten two screws to
secure shear hoider 1o hase plate.

5. If rnecessary, adjust strip guide plate as
described in Paragraph 5.4.

6. install applicator in press as described in
Section 3.
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RO UBING
FEED FINGER

TENSION PLATE FEED
FINGER

T ————— RAM AasSsY
~— _  TERMINAL

STRIPPER FLOATING
SHEAR I(Rear}

CARRIER
“—" STRIP

SHEAR HMOLDER
{Behind Shear Plate}

SHEAR PLATE

SHEAR STOP SCREW

INSULATION
SUPPORT

PAWL
CUIDE STRIP GUIDE
PLATE 5TRIP GUIDE PLATE J
ADJUSTING ADJUSTMENT :—c‘:EAD TER“"'N:'-_I BASE
BLOCK SCREW entered over Anwil} PLATE
Figure 4.

5.4. Strip Guide Plate Adjustment (See Figure 4)

The strip guide piate, supporting the front and rear
strip guides, determines the nosition of the lead
terminal entering the ‘‘target area’’ {front to-rear]. If
adjustment is necessary, perform the foilowing:

1. Slightly loosen screw from underneath secur-
ing strip quide plate to strip guide adjusting block.

2. Turp quide nlate adjusting screw CLOCK-
WISE to move plate toward rear, or COUNTER-
CLOCKWISE to move plate toward front. A
length of terminal strip may be used as a gage.

3. After adjustment, tighten screw 10 secure
plate to block,

4, Check adjustment of fead pawl as described
in Paragraph 5.5.

5.5. Fead Pawl Adjustment (See Figure 4}

The feed pawl must feed the terminal strip by
cantacting the feed point as close to the carrier strip
as possible to prevent distoration of terminals. If
adjustment is necessary, serform the following:

5.6.

1. On AMP-O LECTRIC Press, remove appli-
cator guara 10 gain acaess.

2. Slightiy loosen screw securing feed pawl to
feed finger.

3. Slide feed pawl front or back as may be
required to obtain broper positioning.

4. After adjustment, tighten screw to secure
feed pawl to feed finger.

5. On AMP-O-LECTRIC Press, install appli-
cator guard, betore operating applicator.

Strip Guide Adjustment {5ee Figure 2)

This adjustment should never he necessary unless
there is a variation in the width of the terminal strip,
or strip guides are not parailel. To adjust, perform the
tollowing:

[ cauncom | DO NOT make this adjustment when front-to-

rear adiustment of BOTH strip guides is
reguired. Perform Faragraph 5.4.

1. On AMP-QO-LECTRIC Press, remove appli-
cator gquarc to gain Ceess.
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2. Wadge feed pawl up to clear rear sirip
guide.

3. Determine if front or rear strip guide
should be adjusted. BOTH strip guides must be
parallel with front edge of strip guide plate.

4. Loosen screws securing strip guide to plate.

5. Using a piece of terminal strip as a gage,
adjust strip gquide as required to he parallel with
other guide, and 1o obtain minimum clearance
without binding.

6. After adjustment, tighten screws 1o secure
strip guide to plate.

7. Check feed pawl adjustment as described in
Paragraph 5.5, and strip guide plate adjustment
as described in Paragraph 5.4,

28 On AMP-O-LECTRIC Press, install appli-
cator guard before operating applicator.

6. MEASURING CRIMP HEIGHT (See Figure 5)
The following procedure must be used to measure the
srimp height produced by this type appiicator.

| WARNING I

BE SURE electrical power and air supply are

HD MIN, SIDE-FEED APPLICATOR WITH AIR

7. If crimp height is INCORRECT, remove
applicator as described in Paragraph 3.2 and in-
stall an applicator that is KNOWMN to produce
termination of correct crimp height,

8. Make several terminations with replace-
ment applicator and check crimp height per
applicable applicator instructions.

9. If crimp heights are INCORRECT for this
applicator, the problem is with the press shut-
height and corrective information can be found
in appropriate customer manuai for press.

10. If crimo heights are CORRECT for this
applicator, the problem is in the original appli-
cator. Refer to adjustable ¢rimp height repair in
Section 7.

7. REPAIR AND REPLACEMENT

The following procedures cover applicator parts
which most often require repair or replacement
because of wear. They are considered to be recom-
mended spares which are the customer’s respon-
sinility to stack and replace. Refer to the applicator
parts list and exploded view drawing packaged with

“off* the applicator,
CAUTION I Remove spplicator from press. as described in
KN{FE BLADES OF Section 3. BEFQRE making repairs or replacing
CALIPER OR MICROMETER parts. AFTER repair or replacement, BE SURE
afl adjustments are correct as described in
CRIMPE HEIGHT Section 5, BEFORE attempting cperation.
— y _— 1 o .
Y 7.1. Wire Crimper Replacement (See Figure 3)
¢ 1.  Remove ram assembly from applicator by
\ T puliing upward.
2. Remove crimper bolt holding tubular
SOLDER spacer, insulation stabilizer, crimper soacer, and
wire crimper to ram. Note orientstion of parts
for replacement purposas,
Figure 5. 3. Install new wire crimper, and other parts
1.  Remove terminal strip from applicator as removed, using reversed procedure to removal,

described in Section 4.

2. Insert a piece of 50/50 solder into “target
area” for crimping. Use 1/8 in. diameter solder
for No. 22 through 18 AWG wire, and 3/16 in,
diameter solder for No. 16 and 14 AWG wire.

3. Hand-cycle press through one cycle of
operation. {Refer to applicable customer manual
for press.)

4. Remove crimped salder from applicator.

5. Refer to apnlicatar parts list and exploded
view drawing for crimp height per wire disc
setting.

6. Using calipers or micrometer with knife
blades, measure diameter at CENTER of crimp
in solder. Measurement shouid conform to
specified crimp height. Record crimg height.
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and as noted in Step 2. Be sure part number of
new crimpar agrees with part number on parts
lisz. DO NOT tighten crimper bolt at this time.

4. To align wire crimper with anvil, form a
piace of heavy paper [or thin soft shim stock)
over anvil, then install ram assembly in appli-
cator housing. Push ram assembly DOWN,
farcing crimper over anvil to align. When ram is
hottomed, tighten crimper bolt w0 secure wire
crimper and related parts ta ram.

7.2.  Anvil Replacement (See Figure 2)
1.  From bottom of applicator base plate,
remove screw securing anvil to plate.

2. Remove znvil from groove in top of plate.
MNaote orientation of anvil for replacement pur-
DOSes.
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3. Install new &nvil usino reversed orocedure
to remaval. Be sure part number of new anvil
aarees with part number on parts hist,

4. Check alignment of crimper with anvil as
described in Paragraph 7.1, and adjust if neces:
sary.

7.3. Floating Shear and Shear Plate Replacement
(See Figure 4}

1, From hottom of appiicator base plate,
remove Two screws securing shear holder to
plate.

R Remove two scrows securing shear plate to
shear holder.

3. Remove shear ston  (screw) retaining

figating shear in shear holder. Remove spring
from baottom of floating shear.

4. nstall new floating shear and/or new shear
plate using reversed procedure to remaoval. Be
sure part numbers agree with part numbers on
parts list.
5. Adjust
Section b.

7.4. Adijustable Crimp Height Repair (See Figure 3)

Under the spring disc is a laminated washer which
may break or compress, causing applicator to produce
tarminations with a different crimp height than
specified for setting of wire disc. To carrect this
problem, perform the following:

floating shear as c¢escribed in

1.  Subtract specified nominal crimp height
irom average crimp neight as recorded in
Section 6. This dimension will be thickness of
washer(s) (No. 680125 1t to he ADDED under
spring disc.

NTE Washer Mo, 690126-7 iz a peel type, laminated
washer consisting of five layers. with each layer
being 002 in. thick

2. BRemove ram assembly from
housing by pulling upward,

applicator

3, Loosen setscrew in side of ram securing
ram post, then turn upside down and secure ram
post in avise,

4. Unscrew ram from ram post, leaving spring
disc and wire disc on ram post.

_cauton ]

I spring and wire discs are rermoved from ram
post, detent bafls and sorings will pop out and
may become Jost.

5. Measure thickness of old laminated washer
after removal from ram post, using a micro-
meter. ADD this thickmess to the thickness
determined in Step 1. The total is the thickness
required far the new washer.

Al 8051

G. instali new wasner on ram post, then instatl
ram. Tighten ram until snug, then check that
numbers on wire dise align with center of ram
sides. If not, turn ram back slightly untii they
do, then tighten seiscrew 1o secure ram post,

7. Bemove ram assembly from vise, then turn
wire disc to other positions to check numbers
for centering on sides of ram.

a. Install ram assembly in applicator housing,
and install appiicator n press. Make some test
crimps under power. then measure crimp heights
of terminations. (f crimp heights are within
specified tolerances. appiicator may be placed in
service. {f not, repeat this procedute,

8. CLEANING AND LUBRICATION

For ooptimum pertormance and minimum down time,
the applicalor should be cleaned and lubricated after
pach eight hours of operation. and esch time it is
removed from the press to be placed in storage.

B.1. Cleaming

1. Remove applicator from press as described
in Section 3.

2. Remove ram assembly from applicator
housing by pulling upward.

| WARNING I

If an approved type air Hose /s used in Step 3,
an anproverd eve protection MUST be warn.

3.  Using a clean cloth lor an appropriate type
air hose), remove all evidence of dirt and other
foreign matter. If desired, entire applicator may
be immersed in a suitable commercial solvent
fane that will not effect pant or plastic} to flush
sut dirt, chips, etc., then dry with air hose.

4. Lubricate appiicator, as described in Para-
graph 8.2, before installing ram assembly,

8.2. Lubncation

The applicator 1s o be lubricated at the following
peints using SAE No. 20 motor oif (non-detergent) or
light grease.

CAUTION I

20 NOT use an excessive amount of jubricant.
Any excess MUST he remaved. Avold lubri-
sants hetween discs on top of ram assembly.

1. Apply a few drops of oil ta feed finger
pivot point.

2. Apply a thin film of grease to four corners
of ram assembly or appiicator housing for ram
assembly.

3. Install ram assembly in applicator housing,
then remove excess grease and oil.
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9.

APPLICATOR STORAGE

1.  Rather than remove terminal strips fram
applicator, cut terminal strips several terminals
away from point of entry into strip guides, This
will feave a sample of the type terminals used in
applicator when returned to service.
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2.  Remove applicator from press as described
in Section 3.

3. Clean and lubricate applicator as described
in Section B.

4, Bottoem ram assembly to retain lead
terminals between crimper and anvii.



