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PR CONTACT 2. DESCRIPTION (Rgure 1)

EXTRACTION TOOL SERE

PUSH ROD

Figure

1. INTRODUCTION

AMP Exaraction Tool 1897271 ia designed 1o extract
Mini—Ursversal MATE-N-LOK Comacts lrom housing

cavities. Refor 1o AMP Caalog 82331 for selaction

mmmmwmmwfn
of the housing.

3. EXTRACTION PROCEOURE

Tomaaaaﬁmedemmmamm
as follows:

1. leesﬁeevaoﬂmlovarcamnberamved.
and at the S2me time, grasp wire of contact Pugh
contact foward maling face ot connector and hold
mmsmdmmmmwmmn
tance from shoulder of cavity. See Fgure 2,
Detail A

2. While hoking Wire, insen sleave. straight o 1he
conmact cavity undd it botioms. Allow the push cod

fornmation. Read this sheet carefusly bafore using the bution to back out of the handle 35 shown in
00, Figure 2. Detail B.
DETALA

PUSH ROD

DETALB
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CAVITY OVER CONTACT UNTL
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PACGE . QB2




JUN 26 0@ 15:81 FR SPC TECHNOLOGY 773 S@7 5188 TO 9011441132734279 P.B3/88
JUN 26 '@@ 14:56 FROM ArP CUSTOMER SERUICE TD 9177398751889 PRGE . B8a3

AP Extraction Too! 189777-1 -

S ——— A —

cortact locks regularly scheduled intenvals. The toot is not
3\““?:‘3’“’;”, Srsurehe locking repairabe and shousd.be replaced when worn or

tance has boes i damaged. It is racommanded that the thol be stored

4. Keep the steeve fumly bottiomed in the cavily in a clean, dry place and cloaned with a soft, fnt-frea

and dopreas the push rod biton. Theconact wil o, -
ect as the button is depressed. See Fgure 3.

Addional tools can be perchased from:
5. Rernove the tool from the cavity.

?M}%'I;MSBWIC%M
N A0 Rnohggéune,mmos-m
Yo ensur operation, it s recommendad thal H
e ot be opected immadiaiely on s anhval and at

HANDLE
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PROPER LBE GURIELINES
Cumuiative Diserden cxnmaiticn heprolongad e of tarenly powatsd fand tooks. AMP e ook &/8 wisaded Joraccasionsd uo &nd low
m&mn.-&mamwmummm

BACK OF TOOL

The PRO-CHIMPER i Hand Tool ix & “Cammortial® grade tadk and i STATIONARY
awp:amwwmm meaktenence work, or HANDLE
crampud!
B sppepdals
fealore puxsmatery of o epocication. ANMP ofiurs & varisly of ook b safinty
yoer pedonnance
Trcnical Ascizance Cacstr & +-900~722-1117
DIE ASSENIBLY LOCATOHR CONTACT L
SPE NSUL STRIP LENGTH
PARTNUMBER PARY NIIBER FANRLY . 5) o (]
1.50:2.35 3281037
I 22 [001.054 [ 125f0.148)
90758-2 585161 MATE-N-LOK" OR on
2)338max (35010399
@z (0 138ma] (2 .1380.157
T Supplied with the smxambly. aieo avalable saparatoly. t&mmmwmwmm
Figure | Tpeciic contact part nurbers.
1. INTRODUCTION . Dirmansions on this sheet ars i milkmasers fwit
AMP PRO-GRIMPER It Hand Tool ok e by b tooay erui
Assambly S0753-1 consists of Die Assembiy are ot drawn 1o scale,

80758-2 and AMP PRO-CRIMPER i1 Hand Tool

Frame 354040-1. The die assembly consists of

crimping dos and a locator assembly. Read thess Reasong for raissue are provided in Saction 11,
instructions thoroughly before crimping any contacts.  REVISION SUMMARY.

—m
Al S g, I, PA 17905  TECWRCAL ASSISTANCE CENTER 1-800-7T22-11T1  AMP FAXPAODUCT
“Thin AMP qovdraliect H 0O T-BW-62-6752
ST et it change, For et vtz cal o AP FAX ezt of5
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SCREWS

Frgure 2

2. DESCRIPTION (Fgwes 1 and2)

The ol faatures a o frame with a stanonary jaw
and handie, a moving jaw, a moving handie, and an
adfuxtable ratchet that ensures fill contact crimping.
The toot frame hoids a die assembly with two
crampirg Sections.

The die gssembly faahures a wire anvil, an insutation
anvil, a wire crimper, and ary nsulason crimpex.

Atached 1o the cutside of the frame i a locaor

assembly, which contains a locany, a spring retamey,

and a contact support.

Die retaining pins and dia rataining scraws are used
to position and secure he dies in the ool frame. A

nut is Lsed on the upper die retaining screw 1 hold
the locator assermbly inplace.

3. INSTALLATION AND REMOVAL OF DIE SET
AND LOCATOR ASSEMBLY (Figure 2)

1. Open the oot handies and remave the two die
retaining screws from the Dol jaws.

2. Ptace the wire anvi and msulation anwil so that
ther chamfered sides and thekr marked surfaces

face outward, when mourted in the moving jaw of
the ol frame.

3. Irsext the wo die retatning pins.

4. Irsen the short die retaining screw through the
jaw and through both anve dies, and tighten the

screw just enough 1 hald the dies in place. Do not
tghten the acrew compietely af #his time.

5. Placethe wirg crimper and MLfanon crimper so
that their chamferad sides and their marked
surfaces facs outwasd, when mourted n the
statonary jaw of the 100l frame.

8. Insart the two die relaining pins.

7. insest the lorg die retsinmg screw theough the
saw and Srough both crimper dies, and tighten the
screw just enough to hold the dies in place. Do not
tighten the screw compiletaly at this time.

8 Casafully close the ool handlas, making sure
that the anvits and criepers align property.
Continye closing the too! handes untl the raxchet
in e tool frame has engaged sufficienty t hold
the anvils and crinpers w place, then ighten both
dia retaining seraws.,

9. Place the locator assenbly Over the end of the
fong screw, and positon Te lcator 3ssembly
againg the side of the tool jaw.

10. Place the rut on the end of the long screw
and tighten the nut enough 1o hold the locator
aasembly in place, while sl afowing the Jocsitor 10
shice vp and down,

11. To disassernble, doge the toot handies until e
rarchet releases, remove the g, the Jocawy
assenﬂy.ﬂgetwoderetaiﬁmsuews.andme
four die retaining pins, and shde the arwils and
cimpers ot of the 10! jaws.

oo ety
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CONTALCT SUPPORT ADJUSTMENT (Figure STl  This ook is provided wiha Crmp adustowent
4 . N mmmmm:mme
mmm&mymmm vodfod as speciedt io Fipre 4 Roferto
but minor acjusymect miy bo pecessy. mgwmﬂmmuw
1. Make a sample Cimp and determing it the Sacton 7. CRIMP HEIGHT ADAISTHEN], o
contact is straight, bending upward, or bending MI.M[MI !bam’_”uany“ﬁobdbm

Sovrrward.

2. i adjustment &5 reprad, loosen e screw that
holds the contact support onto the locator

assembly.
The ratchet bas detanis thet creess auditle
e Chcks 85 the ool fandias are dosad
3. Place 2 contact with wire irto the proper nest
and close the ool handies undil the ratchet reaches

the sixth click, or i the contact pport fouches
the contact.

4. Shghtty loosen the nut that hoids the locator
assembly onto the ool fame.

5. Move $he contact support as required 10
efmrene: the bending of the comtact.

6. Tighten the nut and dose the handies unti the
raichet releases.

7. Remove andd nspect the contact.

& Make another sample cramp. i the contact &
straight, tighten the contact suppont screw. if the
contact is stilt being bemt during crimping, repest
the adfussimant procedure.

Reter o the table in Figure 1 and selact wie of the
specified size and insuiation diameter. Sip the wire
10 the length indicated in Figure 1, taking care mot o
nick or cut wire strands. Salect an applicable cortact
10 the wire size markings on tha tool. Refer
Figure 3 and proceed as folows:

1. Hold the 100! S0 that the back (wire side) 8
tacing you. Squeeze 100t handlas tngether and
alflow them 10 Open fully.

2. Holding the contact by the mating end. insest the
contact — insuation basrel ficst ~- through the front
of the tool and into the appropriate ¢rimp section.

4. Pozition the contact so that the mating end of

the oontact is on the jocator side of the too!, and so
that the open "U" of the wire and insutadion Sasrels
face the top of the tool. Place the contart up into

the hest so that the movable Jocator drops into the
glot in the.gontact. Refer 1 Figure 3. Butt the frore
ond of the wire barra! againgt the movable locator.

CaUTION Mmﬂbﬁﬁsd”mw
ars shyted evendy into the arimging soction. Do
NOT assrmpt © csrrp an impropexly positioned
cordact.
4. Hold the contact in position and squeeze he
tool handias mpethar umil ratchet engapes

Bev A
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sulicierty 1 hold the contactin poator. boNOT  FoSTKN
i banel o1 wire :
deform insutation basrel \
WIRE BARFEL

5. Insert stripper! wire into contact nsulation and POSHTE
wire barrels untl it is butted against the wire stop, &’m e

2s ghown in Figure J. . 'I_
6. Holding the wire in place, squeeze tool handies MODIFIED
together until ratchet relaases. Aliow ool handies ANVIL A" +.051.0029}
o open and remove crimped cortact.
Tho crimpod contant stick in the crimping WIRE SIZE CRMP SECTION CRWP HBGHT
poshing dowowerd on $he top of the localor (see
Figare 3). 8
20 22-20 (332
7. Check the contacts crimp height 35 destrbed m 1.02
Section 8, CRIMP HEIGHT INSPECTION. ¥ 18 322 {-6‘0!
necessary, adjust the crimp belght as described m
Sunﬁnn7;(2¥Nn’HEKE%T!ILEﬁ?ﬂMENT
Figuo 4
7. CRIMP HEIGHT ADJUSTMENT Fguve 5)
& CREMI® HOGHT INSPECTION 1. Bamove the locikscrew fom the rarchet
%mwmawmmm 2. With a scrowdriver, adiust the: ratchex wheo!
. s Hoight C ' from the focztor sicle of the ol

(Camp |
RS~1019-5LP) which may ba purchased from:

Shoarer ichrsirtal Supply Co. YALCO

20 North Penn Street or 1410 Stonewood Dive
York, PA 174031014 Bathishom, PA 18017-3527
Proceed as follows:

1. Refer to Figwe 4 ard seloct a wire (maximm
sze) for each Crinp secton hsted.

2. Refer o Secton 5, CRIMPING PROGEDURE,
and crimp tha Contact(s) accordingly.

3 Using a crimp height comparator, measure the
wire barrel crimp height as shown in Figrre 4_ i the
crimp height confarms 10 that shown in the @bie,
the w0l is considered dimensionalty cortect, if not,
the ool must be adisted. Reler to Section 7,
CRIMP HEIGHT ADJUSTMENT.
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3. Observe the ratchet adjstnent wheel. tf a 10. REPLACEMENT

tofter Grimp s fotate he agustment Cusomer-replacasble parts are shown in Figure 1.

mwmnberedm lfaio::rcrinpis Avallable separately. AMP PRO-CRIMPER It Repar
ied, sotat ﬂ\eﬂmm Kit 679221-1 inciudes a repiacement et and 3

CLOCKWISE 1o 2 lower-numbaered setting.
4, Replace the lockscrew.

5. Make a sampie crmyp and measure the camp
hoight. ¥ the dimersion i6 acceptable, repiace and
secyre the lockscrew. if thm dimension is
wacceptable, continue to adjust the ratchet. and
again measire a sample crmp.

8, MAINTENANCE

Ensure that the wo! and dies are clean by wiping
thesn with a clean, 507 coth. Resnove any debis with
a clean, soft bruch. Do not use objects that could

the 10ol. When ntin use, keep handles

o prevent objects trom becoming lodged m
the crimping dies, and store in a cdean, dry area

8. VISUAL INSPECTION

The crinping Gies shotdd be inspected on a negutar
basis 10 ersure that they fave not become wom or
damaged. Inspect the crimp sections for fiattened,
chipped, wom, o broken apass. if damage or
abnomal wear s avident, the 100l must be reptaced.
Soe Secion 10, FEPLACEMENT.

varicty of pins, rings, screws, and springs. If the dies
are damagoed] of worn excascwaly, thay must be
replaced. Order the repair kit and replaceable parts
threugh your AMP representative, or call
1-800-526-5142, or send a facsimile of your
purchase ondar 1 1-717-968-7605, or write %;

CUSTOMER SERVICE (38-35)
AMP INCORPORATED

PO. BOX 3608

HARRISBURG, PA 171053608

11. REVISION SUMBIASTY

Since the previous release of this sheat, the following
changes were made:
Per EC 0150-3338-95

+ Added note in Figure 1.

* Doleted note in Section 1, INTRODUCTION.

» Changed Crimp Height Comparaior
RH-1D18-LAP © RS-1019-9LP.

+ Changed York Machinery 8 Supply Co. ©
Shearer industrial Supply Co.

Per EC 0990-0252-93
e Added "REVISION SUMMARY

Sol5
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