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		  Datasheet File OCR Text:


		  instruction sheet die assemblies 45218, 45221, 408--1634 loc b 1 of 6 e 2010 tyco electronics corporation, harrisburg, pa all international rights reserved te logo and tyco electronics are trademarks. *trademark. other products, logos, and company names used are the property of their respective owners. tooling assistance center 1--800--722-- 1111 product information 1--800--522--6752 this controlled document is subject to change. for latest revision and regional customer service, visit our website at www.tycoelectronics.com 04 jan 10 rev c 69303- 2, and 69820 screw insert indenter (stationary die) insert anvil (moving die) locator (except die assembly 69820) ejector die assembly splice part number marking size minimum opening diameter 45218 18--16 ecv--ecn 22--14 ? 45221 18--10 ecv--ecn 22--10 ? 69303--2 18--16 ec 22--16 6.73 mm [.265 in.] 69820 18--16 ecvg 22--16 6.48 mm [.255 in.] f i gu r e1 1. introduction die assemblies 45218, 45221, 69303--2 (shown in figure 1), and 69820 are used with the following tools to crimp vinyl closed--end splices and nylon closed--end splices onto solid and stranded wire sizes 22 through 10 awg. for specific information concerning the tools, refer to instruction sheet (408--series) or customer manual (409--series) listed. tool reference document straight action hand tool 69710--1 408--2095 626 pneumatic tooling assembly 189721--1 or 189722--1 fitted with straight action crimper 217200--1 or 189721--2 409--5862 408--4195 626 pneumatic tooling assembly 189722--2 fitted with c--head pneumatic adapter 318161--1 409--5862 408--4190 read these instructions and referenced documents before crimping any splices. dimensions on this instruction sheet are in millimeters [with inches in brackets]. figures are not drawn to scale. reasons for reissue of this instruction sheet are provided in section 8, revision summary. 2. description the die assembly consist of an insert indenter (moving die) and an insert anvil (stationary die). the stationary die is identified by the chamfered corners. the stationary die is marked with the die assembly part number, wire size (awg), and splice type. when mated, the die assembly forms one crimping chamber. each die is secured in the tool by a single screw. 3. die installation install the die assembly onto the tool according to the instructions supplied with the tool. if using the pneumatic tooling assembly, follow the instructions supplied with the applicable crimper or adapter. 4. crimping procedure die assembly 69820 requires an insulation crimp adjustment. before crimping any splices, refer to section 5 for proper adjustment. 1. select proper wire combinations as stated in the applicable wire combination chart specified in figure 2. strip wires to length indicated in figure 2. do not use wires with nicked or missing strands. if conductors are twisted together to form a tight bundle before inserting them into the splice, the strip length must be maintained after twisting. 2. insert the splice, wire barrel first, into the ejector of the stationary die until splice bottoms. for nylon splices, the shoulder must rest against the ejector; for vinyl splices, the end of the wire barrel of must rest against the locator. die assembly 69820 does not have a locator; therefore, the wire barrel must rest against the wire barrel section of the die. see figure 3. close dies until splice is held in place. 3. insert stripped wires into splice wire barrel until conductors bottom. see figure 3. always keep fingers clear of dies during tool operation. note i note i note i danger

 408- 1634 die assemblies 45218, 45221, 69303- 2, and 69820 rev c 2 of 6 tyco electronics corporation typical closed--end splice wire strip length (ref) splice instruction sheet for wire strip size type i n s t r u c t i o n s h e e t f o r wire combinations w i r e s t r i p length 2 2 1 6 e c v 408--1395 (6.73 [.265] splice min opening diameter) 7.94--8.73 [.312--.344] 22--16 ecv 408--2228 (6.48 [.255] splice min opening diameter) 10.32--11.90 [.406--.469] vs 408--1394 22--14 e c n 408--1271 (transparent splice) 8.33--9.13 [ 3 2 8 -- 3 5 9 ] ecn 408--8806 (black splice) [ . 3 2 8 -- . 3 5 9 ] 2 2 1 0 ecv 408--1002 14.29--15.87 [.562--.625] 22--10 ecn 408--1021 10.72--11.51 [.422--.453] figure 2 4. hold the wires in place, and actuate the tooling through a complete cycle. 5. allow the dies to open fully, then remove the crimped splice (if splice is difficult to remove, twist splice one--quarter turn). inspect the crimped splice accordingtofigure4. for detailed information on inspection requirements, refer to application specification 114--2147 for nylon splices and 114--2149 for vinyl splices. 5. insulation crimp adjustment (for die assembly 69820 only) the moving die has three insulation adjustment settings to adjust the wire insulation grip: 1?tight, 2?medium, and 3?loose. to determine the proper insulation crimp setting, proceed as follows (refer to figure 5): 1. remove the moving die from the tool. 2. loosen, but do not remove, the die screw. set the insulation crimp adjustment to setting 1 (as described in figure 5). figure 3 shoulder resting against die ejector endofwirebarrel resting against die locator nylon splices vinyl splice front of wire barrel resting against wire barrel section of die nylon or vinyl splice in die assembly 69820 figure 4 crimp centered on wire barrel (may be off center but not off end of wire barrel) properly stripped wires bottomed in splice correct wire size combination no nicked or missing wire strands note i

 408- 1634 die assemblies 45218, 45221, 69303- 2, and 69820 3 of 6 rev c tyco electronics corporation setting 1?tight turn both insulation adjustment spacers until the ?1? (stamped on the die) is visible at the beveled corner of the spacers. when installed into the tool, the l--shaped edge of the spacers will fit between the die and the tool. setting 2?medium turn the insulation adjustment spacer closest to the die until the ?2? (stamped on the die) is visible at the beveled corner of the spacer. when installed into the tool, the l--shaped edge of the spacer will fit between the die and the tool. setting 3?loose turn both insulation adjustment spacers until the ?3? (stamped on the die) is visible at the beveled corner of the spacers. the l--shaped edge of the spacer will fit into the notch in the side of the die. figure 5 setting 3 shown insulation adjustment spacers screw loosened die assembly 69820 shown 3. tighten the die screw. install die into tool. 4. perform a test crimp following the steps in section 4, and inspect the splice insulation. if the crimp cuts into, or otherwise damages, the insulation, start with step 1 and set the insulation crimp adjustment to the next setting (setting 2, as described in figure 5). perform another test crimp. if the crimp does not meet requirements, set the adjustment to setting 3. if the crimp meets requirements, the adjustment is properly set. 6. maintenance and inspection 6.1. daily maintenance it is recommended that each operator of the die assembly be made aware of, and responsible for, the following steps of daily maintenance: 1. remove all foreign particles from the dies with a clean, soft brush, or a clean, soft, lint--free cloth. do not use objects that could damage the dies. sae is a trademark of sae international corporation. 2. make sure that the proper screws and retaining rings are in place and are secured. check die alignment and tighten screws (twice daily is recommended for production use). 3. make certain that the dies are protected with a thin coat of any good sae 20 motor oil. do not oil excessively. 4. when dies are not in use, mate them and store them in a clean, dry area. 6.2. periodic inspection regular inspections should be performed by quality control personnel with a record of scheduled inspection remaining with the die assembly or supplied to personnel responsible for them. though recommendations call for at least one inspection per month, inspection frequency should be based upon amount of use, working conditions, operator training and skill, and established company standards. the inspections should be performed in the following sequence. 1. remove all lubrication and accumulated film by immersing the dies in a suitable commercial degreaser that will not affect paint or plastic material. 2. make sure that screws, retaining rings, and die components are in place. 3. check all bearing surfaces for wear. replace worn components. 4. inspect the crimping chamber for flattened, chipped, cracked, worn, or broken areas. if damage is evident, the dies must be repaired before returning them to service. 6.3. gaging the crimping chamber this inspection requires the use of plug gages conforming to the dimensions provided in figure 6. to gage the crimping chamber, proceed as follows: 1. remove traces of oil or dirt from the crimping chamber and plug gage. 2. for pneumatic tools, reduce air supply pressure on tool to between 103 and 138 kpa [15 and 20 psi]. actuate tool until dies bottom. for manual tools, close handles until dies bottom. do not force beyond initial contact. 3. insert go element into the crimping chamber; but do not force it. the go element must pass completely through the crimping chamber. see figure 7.

 408- 1634 die assemblies 45218, 45221, 69303- 2, and 69820 rev c 4 of 6 tyco electronics corporation no--go dia go dia su g g e s ted p l u g g a g e d e s i g n fo r wire barrel section 25.4 [1.0] min typ die closure co n f i g u r a t i o n d i e a s s e m b l y gage element diameter die assembl y go no--go 45218 2.3114--2.3190 [.0910--.0913] 2.4613--2.4638 [.0969--.0970] 45221 3.1242--3.1318 [.1230--.1233] 3.2741--3.2766 [.1289--.1290] 69303--2 2.6670--2.6746 [.1050--.1053] 2.8169--2.8194 [.1109--.1110] 69820 2.6670--2.6746 [.1050--.1053] 2.8169--2.8194 [.1109--.1110] no--go dia go dia suggested plug gage design for insulation barrel section 6.35 [.250] min typ die closure configuration w die gage element diameter dimension ? w ? w i d t h d i e assembly go no--go ?w? width (max) 69820 3.7846--3.7922 [.1490--.1493] 4.2901--4.2926 [.1689--.1690] 7.49 [.295] figure 6 figure 7 go element no--go element wire barrel go element must pass completely through the crimping chamber. no--go element may enter partially, but must not pass completely through the crimping chamber. crimping chamber i n s pect i o n of c r i m p i n g c h a m b e r 4. in the same manner, try to insert the no--go element into the crimping chamber. the no--go element may enter partially, but must not pass completely through the length of the crimping chamber. see figure 7. if the crimping chamber conforms to the gage inspection, the dies may be considered dimensionally correct and should be lubricated with a thin coat of any good sae 20 motor oil. if the crimping chamber does not conform to the gage inspection, the die assembly must be returned for repair. see section 7. for additional information regarding the use of a plug gage, refer to 408--7424. 7. replacement and repair customer--replaceable parts are listed in figure 8. a complete inventory should be stocked and controlled to prevent lost time when replacement of parts is necessary. order replacement parts or additional dies through your representative, or call 1--800--526--5142, or send a facsimile of your purchase order to 717--986--7605 or write to: customer service (038--035) tyco electronics corporation po box 3608 harrisburg pa 17105--3608 for customer repair service, call 1--800--526--5136. 8. revision summary revisions to this instruction sheet include: s updated instruction sheet to corporate requirements

 408- 1634 die assemblies 45218, 45221, 69303- 2, and 69820 5 of 6 rev c tyco electronics corporation die assembly 45218 die assembly 45221 die assembly 69303- 2 die assembly 69820 1 4 10 6 10 5 13 17 2 8 11 14 1 4 10 6 10 5 13 17 14 11 8 12 2 1 6 2 4 8 14 5 1 7 4 6 8 14 9 16 15 2 18 3 13 3 figure 8 (cont?d)

 408- 1634 die assemblies 45218, 45221, 69303- 2, and 69820 rev c 6 of 6 tyco electronics corporation i t e m part number for die assembly d e s c r i p t i o n q t y per item 45218 45221 69303--2 69820 description q t y p e r assembly 1 304993 305037 1--305927--8 2--306131--1 screw 1 2 304991 305036 2--306131--4 3--306131--7 screw 1 3 ? ? 1--21046--3 1--21046--3 ring, retaining 2 4 304995 305042 306113--2 2--306113--9 ejector 1 5 304992 305035 306024--8 ? locator 1 6 45296 45315 306028--7 306960 anvil (stationary die) 1 7 ? ? ? 306958 anvil (stationary die, insulation) 1 8 2--305938--0 45314 306029--7 306961 indenter (moving die) 1 9 ? ? ? 306959 indenter (moving die, insulation) 1 10 304990 305041 ? ? flare plate, upper 2 11 304989 305040 ? ? flare plate, lower 1 12 ? 305039 ? ? flare plate, lower 1 13 303995 303995 9--305832--5 ? spacer, upper 1 14 304994 304994 9--305832--6 2--59676--3 spacer, lower 1 15 ? ? ? 306027--6 spacer, insulation adjustment 1 16 ? ? ? 306027--7 spacer, insulation adjustment 1 17 21041--6 21041--6 ? ? pin, coiled spring 2 18 ? ? ? 23911--7 washer, spring 1 figure 8 (end)
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