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		  Datasheet File OCR Text:


		  stationary die die holding screws moving die locator / insulation stop wire range marking ? 2011 tyco electronics corporation,  a te connectivity ltd. company ? all rights reserved *trademark   te connectivity, te connectivit y (logo), and te (logo) are trademarks.  other  logos, product and/or company names may be tradem arks of their respective owners.  1  of 4 instruction sheet 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.te.com loc b 408-9442 interchangeable crimping  dies 58373-1 and 58374-1  ? (used in hand crimpi ng tool 69710-1 and  ? pneumatic tools 69365,  69365-2, and 69365-3) 06 dec 11  rev b proper use guidelines cumulative trauma disorders can result from the prolonged use of manually powered hand tools. hand tools are intended for occas ional use  and low volume applications. a wide selection of powered application equipment for extended-use, production operations is avail able. figure 1 1. introduction interchangeable crimping die assemblies 58373-1  and 58374-1 (see figure 1) are designed to be used in  hand crimping tool 69710-1 and pneumatic tools  69365, 69365-2, and 69365-3 to crimp .140 mate-n- lok* loose piece pin and socket contacts listed in  figure 2. die set 58373-1 crimps no. 10 awg wires  and die set 58374-1 crimps 14-12 awg wires. read  these instructions thoroughly before starting. note i measurements are in m illimeters [followed by  ? inch equivalents in brackets]. figures and  illustrations are for i dentification only and are  ? not drawn to scale. reasons for reissue are provided in section 7,  revision summar y. 2. description each crimping die assembly consists of a moving die  and a stationary die, as shown in figure 1. the  moving die is positioned in th e lower portion of the tool  head and is attached to the moving die holder by a die  holding screw. the stationary die is secured to the  stationary die holder located in the upper portion of the  tool head.  3. die installation if using the hand tool, follow the die installation steps  in paragraph 3.1; if using  any of the pneumatic tools,  follow the die installation steps in paragraph 3.2. 3.1. hand tool 1. position stationary die in stationary die holder  and moving die in moving die holder. see figure 3.  fasten die holding screws enough to hold dies in  place but do not tighten fully. 2. close handles until the dies bottom. then tighten  bo th holding screws. the tool can now be used to  crimp the contacts to wires. note i check die alignment and tighten die  ? holding screws. ? ? pin socket wire barrel insulation barrel stabilizer locator slot wire strip note:  not to scale length ? ?  if insulation diameter range is 2.54-3.78 [.100-.149], wire strip  length is 6.35 [.250]; if insulation diameter range is 3.81-4.06  [.150 to .160], wire strip length is 7.92 [.312]. crimping  die part  number wire  size  (awg) insul dia  r ange   ? crimp  sect  wire size  marking contact part  nu mber strip loose  pi ece 58374-1 14-12 2.54-4.06 [.100-.1 60] 14-12 350200 350 201 350390 350 391 58373-1 10 10 figure 2

 408-9442 2  of 4 rev  b 3.2. pneumatic tools if using pneumatic crimping tool 69365, the manual  take-up attachment 307569-1 should be installed on  the tool before crimping. re fer to instruction sheet  packaged with the manual take-up attachment  307569-1 for installation instructions. 1. shut off air supply. 2. position stationary die in stationary die holder  a nd moving die in moving die holder. refer to  figure 1. fasten die holding screws enough to hold  dies in place but do not tighten fully. 3. reconnect air supply. then activate tool by  d epressing trigger or foot switch until dies bottom.  fully tighten both die hold ing screws while dies are  bottomed. the tool is now ready for crimping. danger stop avoid personal injury. always keep fingers clear of  crimping area when air is connected. ? ? note i check die alignment and tighten die  ? holding screws. ? ? 4. crimping procedure the following steps are recommended to crimp wires  to the contacts listed in figure 2.: 1. refer to the table in figure 2 and select stranded  wire  of the specified size and insulation diameter  and the applicable contact for that wire size and  insulation diameter. strip the wire to the length  indicated - do not cut or  nick the wire strands. 2. orient the tooling so the front is facing you.  se e figure 3.  3. insert contact - insulati on  barrel first - into the  back of the crimp section. position contact in  crimpers so that (tool) lo cator enters locator slot  ? in contact. 4. hold contact in this position and close dies  ? just enough to hold contact in place - do not  d eform contact. 5. insert a properly stripped wire through the wire  slot in th e locator and into the wire barrel of the  contact until the insulation butts against locator/  insulation stop. note i if using hand tool, you will  note that the crimping  dies bottom before the ratchet releases. this is a  design feature th at ensur es maximum electrical  and tensile performance of the crimp. do not re- adjust the ratchet. stationary die (crimpers) back of dies locator slot (in contact) moving dies (anvils) locator / insulation stop stripped wire figure 3 6. holding wire in place activate tooling to perform a  complete cycle. for the hand tool, squeeze the  handles until the ratchet releases. for pneumatic  tooling, depress either the trigger or foot switch. 7. remove crimped contact from between the upper  an d lower dies. the tool can now be used to crimp  more contacts.  5. maintenance and inspection procedure danger stop to avoid personal injury, always release hydraulic  pressure to hose or control and discon nect power  unit from power supply before performing  maintenance or inspection procedure. te connectivity recommends that a maintenance and  insp ection program be performed periodically to  ensure dependable and uniform terminations.  frequency of inspection should be adjusted to suit  your requirements through experience and depends  on: 1. the care, amount of use, and handling of the  crim ping die. 2. the type and size of the product crimped. 3. the degree of operator skill. 4. the presence of abnormal amounts of dust  ? and dirt. 5. your own established standards. each crimping die is thoroughly inspected before  p ackaging. since there is  a possibility of damage  during shipment, crimping die should be inspected  immediately upon arri val at your facility.

 408-9442 3  of 4 rev  b 5.1. daily maintenance it is recommended that each operator of the dies be  made aware of-and responsible for-the following steps  of daily maintenance: 1. remove dust, dirt, and other contaminants with a  clea n brush, or a soft, lint-free cloth. do not use  objects that could damage the dies. 2. make certain the dies  ar e protected with a thin  coat of any good sae 20 mo tor oil. do not oil  excessively. 3. when the dies are not in use, mate them and  stor e in a clean, dry area. 5.2. periodic inspection regular inspections should be performed by quality  control personnel. a record of scheduled inspections  should remain with the dies and/or be supplied to  supervisory personnel responsible for the dies.  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 established  company standards. these inspections should be  performed in the following sequence: a. visual inspection 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 all die components are in place. if  r eplacements are necessary, refer to the  replacement parts listed in figure 5. 3. check components for wear. remove and  r eplace worn components. 4. inspect the crimp area for flattened, chipped,  cra cked, worn, or broken areas. if damage is  evident, the dies must be repaired before returning  them to service (see se ction 6, replacement  and repair). b. crimp height inspection crimp height inspection is performed through the use  of a micrometer with a modified anvil, commonly  referred to as a crimp height comparator. te does not  market crimp height comparators. refer to instruction  sheet 408-7424 for detailed information on obtaining  and using a crimp height comparator. proceed as follows: 1. refer to the table in figure 2 and select a contact  and a wire for each crimp section. use the  maximum size wire for each crimp section. 2. refer to section  4, crimping procedure,  and crimp the contacts accordingly. 3. using a crimp height comparator, measure the  wire  barrel crimp height as shown in figure 4. if the  crimp height conforms to that height, the tool is  considered dimensionally correct. if not, the tool  must be returned to amp for evaluation and repair.  see section 6, replacement and repair. position point on center of wire barrel opposite seam modified anvil ?a? 0.05 [.002] part number  contact  loose piece wire size (a wg) crimp section  wire s ize  marking dim. a 350390 350391 10 10 2.41 [.095] 14 14-12 1.85 [.073] 12 14-12 1.91 [.075] figure 4 6. replacement and repair replaceable parts are listed in figure 5. parts other  than those listed in figure 5 should be replaced by te  to ensure quality and relia bility of the tool. order  replacement parts through your te representative, or  call 1-800-526-5142, or send a facsimile of your  purchase order to 1-717-986-7605, 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. 7. revision summary since the previous version of this document, the  following changes were made: ? changed wording in the introductory paragraph of   section 4 for clarity. ? updated crimp height comparator information in  paragraph 5.2. ? updated document to corporate requirements

 1 10 2 3 4 5 6 7 8 9 11 15.88 [.625] 33.32 [1.312] 24.92 [.981] mark wire range replacement parts item die assembly part number description qty per assy 58373-1 58374-1 1 314079-1 314079-1 support, upper 1 2 314077-2 314077-1 crimper, wire 1 3 314075-1 314075-1 stabilizer 1 4 314078-2 314078-1 insulation, upper 1 5 314076-1 314076-1 locator, wire stop 1 6 314081-2 314081-1 anvil, wire 1 7 314080-1 314080-1 anvil, insulation 1 8 1-306105-1 1-306105-1 screw, special 2 9 305182 305182 spring 2 10 1-21046-3 1-21046-3 ring, retaining 2 11 24088-7 24088-7 washer, curved 1 408-9442 4  of 4 rev  b figure 5
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