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Applicable Product Part Number

Crimping GIC 2.0 EV SERIES
(GIC 2.0 EV &HHEH)

G H 1R il B )
Description Part No. Wire Size Insulation Diameter Remark
G E PO Bk Gii 340 GE 4% 1D € SED)
(mr) (mm)
Receptacle Contact
1971031-1 0.07970. 24 $0.98" ¢1.58 Tin Plate Type

CHfi JBE 3 1)

(P
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2. Crimping Requirement

(Hs 2 22550
NO. Check Item Specified Requirements NO. Check Item Specified Requirements
&) R 36 331 ED A% 2550 G "9 R 36 331 ED A% 2550
Wire Stripping Bend — Down
@ Length 1. Tmm+0. 3 ® G AT 3° Max
(FELKED
Cut—Off Tab Length Twisting
@) N N 0. 25mm Max ® N 3" Max
(V) IR CLESHIFERTE)
Rear Bellmouth Rolling
L th ~ A A
® eng 0. 1~0. 4mm @ GRS A I 5 Max
GBI 1K)
Bend — U Wire-End Protrusion
@ end = b 3 Max Length 0~0. 5mm
(] FARTE) BRI 5 K
Gap of contact top
©® area 0. 12mm Max
(i AN

NOTE: Front bell mouth is not accepted for this contact.

@

"

Datum Line For
Measurement

iR

Fig1
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3  Crimping Data

R
3.1 Applicator
CFEHLD
Wire Size . .
Wire Crimp .
o . +
CER PN LRI . -
. (m) . Finished Tensile
Applicator . Insulation i
Contact Part Number Insulation Barrel Width Insulation Strength
umbe a e
No. Strippi . Di t
> (JEBLG ) | No of Condue TPPE ) width | crim CREHIERT | b
(Strip) —tors mm?(AWG) Length sk Height (m) MARK ) (mm) Min
CR TR K Gk || e | (s | R
e e PIRTR | D
S D
0.56+
0. 079-0. 093 (#28) 0,03 C 1
0.59+
1971031-1 0. 12-0. 15 (#26) 1. 07 0.03 B L a5 2
1999135-2 10 L7 7 F” - » ‘F,, $0.98-¢1.58
0. 20-0. 24 (#24) 0.65+ A 3
TAWA]

W B A

uoleosyloadg uonesijddy

D'A3d 60.71Nreo

Gevs-vil

1909|3004 _

Soluoi
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Crimping Data

3.2
3.3

CHs 454D
hand tool

(FIRRD

Wire Size +0.3 Wire Crimp Crimp
Hand Tool ST =) (mn)' G IER) Insulation Finished Tensile
Contact Part Number l;zuil;:il;n Barrel Insulation Strength
No. CEHZi6 E 2w No of Condue Length ' Width Diameter (ke
(Strip) ) tors mm? (AWG) GLEK Wli“{ Crim -“AR§ (LRI (mm) Min
Gl PR SN s CBE e | | B (HIIE | R
E% o s ) BRE fHEEED
S
0.079-0.15
(828, #26) 0.53:0.63 [
1971031-1 107 1. 45
1999798-1 10 L7 7 F” » $0.98-¢1.58 2
0. 20-0. 24 (#24) osronl | )

W B A

uoleosyloadg uonesijddy

D'A3d 60.71Nreo

Gevs-vil

1909|3004 _

Soluoi
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APPENDIX 1
fsx 1

Initial Preparation for production

R HE

It is necessary to ensure that the crimp meets the parameters as listed in the application specification

114-5425, these parameters include:
AU R ity T BT A N NG 114-5425 HEk, IR EORAHE:
1. Verifying that the correct Tyco Electronics application tooling is used to crimp the terminal.
T A T A A Z8RE i 1 I ) T R BEAT o 1 s 4%
2. Verifying that a valid wire is being used.

T A IR ) 2

3. Verifying that Tyco Electronics components (crimper and anvils) are being used for crimp

tooling. The components must be in good condition and properly aligned.
fif e e T H A AR B I Z 504 R JIRIET]) o« FEF 0t T R PIRESHW I EmiAL I

4. Verifying that the correct crimp height dimension is being used for the particular terminal

/wire/tool combination per available documentation.
Tff 0 T8 I 1/ 26/ TR G, 4 HROS. F RIS R FH IE A 1) s B v
5. Verifying that the other crimp features (bellmouth, flash, no missed, loose or cut wire strands,
wire brush, insulation displacement, etc.) meet the requirements of the application

specification.

e LAb I BeRe e QWO I, 4585, Jodkek, Toiagk, Mgk, o K&k, EMEMIESE) BIRFE N
MMTEZK
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Interpretation of cross-sectional photographs for tooling issue

1| T P o s TR ) 3t B
The following cross-sectional photographs provide representative examples of various conditions that

are related to worn/damaged tooling or applicator adjustments.
DRI BRI T 5 TR EES, A sl B A G 1.

1. Variations in feed and/or variations in setting of feed length can result in flash. Flash is
formed when the terminal’s base material extrudes into the clearance between the anvil and
wire crimper. Variations of this nature typically result in the tips of the terminal not being

symmetric. Fig2 shows an example of this condition.

IR BORRHC L A A o S B e . S0 i 1 SR RORLBT I IR AN S ) A TR] BRI AR T 7 A 1Y o 2987
AR R S RO S 1 3R AN R B 2 BoR TR LR AT

Minor flash
caused by feed
variation.

BN IR B
AR A

Terminal tips are not symmetnic. This condition is
acceptable, even though having symmetnc tips is
the most desirable condition.

Uity - B ARERR, BRI RO BARRAS, (HRIS D T2
Fig 2
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2. Misalignment of crimp tooling can result in variations regarding the shape. Common variations

include significant flash without having any signs of anvil damage and irregular curvature of

the crimp profile. Fig3 shows an example of these conditions.

TREAR 2 REURIESIME AL o 5 WA O FE B 8755 T 4507 AR A S R4 2 DA S P i
PREANI . B 3 s TSRO NI AN T

Irregular
curvature is a
result of tooling
misalignment.

T HAX i
JFR AN B ) e
58

Significant flash, even though anvil flat is present. The
vertical line indicates that the anvil was not damaged in
the area where the cross-section was taken.

BRAIEIEE, USSP EA T R, 3 B R W R A5 D) B A 1%
Fig 3

Damaged anvils result in excessive flash. One way to identify a damaged anvil is the lack of a
distinctive flat at the bottom corners of the crimp profile. This condition is shown in Fig4.

Damage to the anvil can also result in cracks being formed in the bottom corner of the crimp.
This condition is shown in Fig 5.

SARIIE T3 T B0 KA . PUNR ISR A7 o2 IR RN R A S/ DN I 1~ &, ] 4
Fise IRt o FEUSEKRM 77 EREL WE 5 PR,
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Flash present in
addition to flat from
anvil. Rounded
transition is indicative
of damage to the

anvil.

FERR TP G AL BT 9%
B BB U] 52

7P

Flash Height
PR

Fig 4

Close up of a crack in the comner of a terminal.
A3 5 T8 AR AL P 5 ) 24 4

Fig 5

Page 8 of 15

114-5425
03JUL’09 REV:G

Excessive flash — both
width and height. No
flat from anwil.

DRI S FUWNIDE ) §=
BRI 5
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4. Collisions between the crimper and anvil can damage both pieces of tooling. Fig 6 shows a crimp

that was made by tooling that was damaged by colliding with one another.

Jis JIMUE T IRERE > A 2 52 450, 181 6 (8o 1 el 1 LA 0T 52 45 K TR BT I 3 ) i

EH s JJ R JES Rl 177 7™ A BR8240 o o () MR
Indentations in cnmp profile that were caused by

anvil colliding with wire cnmper.

Flash resulting from damage to anvil as a result of
colliding with wire cnmper.
DA 5 P AR 1T 5 B0 T 3240 5 7= A I e

Fig6
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APPENDIX 3
fis% 3

Interpretation of common cross-section characteristics

7 308 5 TR )

A cross-sectional photograph is a diagnostic tool that can be used to evaluate a crimped termination as
previously stated in appendix 2. In order for a cross-sectional photograph to be of value, the crimp
must be made using the correct combination of terminal, wire and application tooling and that the
crimp is made to the crimp height specified for this combination. The crimp must also meet all other
crimp parameters as specified in the applicable application specification. The following cross-sectional

photographs are representative of various conditions typically seen.

P P — R RE I PP AE N A 2 TR B i AR RS W TR . O TR I A, 2R R
SEMMNHI TR, I HAg M e i S 8w AT e . IR 20075 & 1 N T RTE 0 BIrft s 1 HeAth s 3 2 4
LA F T 2 AEAN RIS O 1 H B S 1)1

Fig 7 is an example of a cross-sectional photograph of a good crimp. The wires are deformed, the

terminal tips are symmetric and the anvil flats are visible.

BT R A ERERR TR . ST, TR, BRI AL,

All wire strands are deformed.  Fra & U #& R

Anvil flats are visible.
IR =1

Fig 7
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Fig 8 shows a crimp where one of the terminal tips touches the bottom of the crimp. This condition is

permissible if all other specified crimp parameters are met.

8 Ao T S M B Rl B SR AR I I o IR ASAE A AR S BT 5 ZOR IR W LR 1 o

Tip of terminal touching bottom of
crimp. i3 1y filf 21 i

Fig 8
Fig 9 shows a crimp where both tips of the terminals are touching the sides of the crimp, a wire strand
is trapped in the upper left corner of the crimp, but it is thoroughly deformed. This condition is
permissible if all other specified crimp parameters are met.
K9 BoR 1 om 1 B A B #RE RO T IR D A RO AE L BRI R, HER e . RS
oAty B P Z OB A5 RN v] DL )

- iq,

inal tips touching sides of cri
g~ 3y A 284 ) i

Fig 9
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Voids are acceptable in a crimp since a successful crimp is dependent on the generation of “adhesion”
between the wire strands and between the strands and the body of the terminal. Adhesion occurs
through the disruption of the surface films due to the deformation of two metal surfaces in contact and
as they move relative to one another. Metallic bonding occurs across this interface and the
combination becomes a homogeneous mass in an electrical sense. Voids may be present in the crimp
since full interface contact will be obtained at deformations that are far less than required to form a

void-less, homogeneous mass. Fig 10 shows a crimp that has several voids present.

ST 10 s B IR R e ) RS e S5 3 T AR TR A S 23 7GR AT RS2 K)o B R AR T SAH LRSS
PR, R R TR ) EE R A, HREALSCRATAR ) 3 R . Y
PHOR)R S A EA T Z AN T S TR G G 1 R T ZE A, A AT e DA P
10 %7 T M EA 2RI B3 7n 6 o

Voids present in a crimp. [ ILZEIS,

S_inc_g wire strands s_hnw g e A B 2
significant deformation, : S
this condition is acceptable_ﬂé’ ORI e

Fig 10
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APPENDIX 4
ff 3% 4

Maintenance of the crimp applicator
W FH LR 44
DAILY CLEANING
H H i i
Applicator must be cleaned and lubricated every eight hours of operation or when removed from
terminating unit to be stored.
Hs e T HAE AR 8 /NNy B B0 P22 IR 0 25007 il FE 3
NOTE: DO NOT CLEAN APPLICATOR WITH AIR HOSE
EE: FEEASKREGEETLA
1. Remove applicator form terminating unit. Remove terminal strip.
e TN BT, 0 RbER R .
2. Remove applicator ram from applicator. Don’t remove tooling from ram.
fEHCK ML EAR T, AZEETTAEL ESR .
3. Wipe complete ram assembly with a cloth to remove old grease and dirt.
FHPRATHE Sk O TH IR AT A 2 5wt
4. Check crimpers, anvil, and shear for excessive wear or damage and replace if necessary.
KA ), JRIIFEY) T, 2 i B sl Ay i ZE s 4
5. Check alignment of terminal stripper and tightness of stripper, anvil, and crimper mounting
bolts.
Ry AR 0 TR, JF HAS S RORR, R T Hs T R AR R A AT 5
6. Lubricate the bearing surface of the ram and the feed cam with a light film with a light film of
grease.
P J2 3 Ay e i e s S 2 i AT R B
7. Clean applicator body. Make sure all chips, dirt, and grease are removed. Place a drop of oil at
all pivot points.
T s T AR, BRI A RS, AR IR as bR 8 I R A s — W e e
8. Replace ram in applicator. If applicator is to be stored, insert a short piece of terminal strip in
applicator to protect tooling.
s Sk e B e e TR Jghb o i BB H B CHIAA G, T8 /NBOR e 8 T R b R OR 9P s
JIRE ]
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MONTHLY CLEANING
B H— G
Applicator must be cleaned completely every thirty days to remove all grease, oil, and dirt.

P TH B lg, TR R 30 REW R —IK.

1.

Remove ram from applicator. Don’t remove tooling from ram.

OIS MR TH R R, AEHER TS B3R R

. Remove terminals from applicator.

035 M2 T ERCR

. Submerge the applicator (ram assembly and applicator body) in a cleaning solution that will not

attack plastic or cast metal.

O 4 TR AT B D, e TR AN 2 i o 3 b} B 2k

CAUTION: D O NOT CLEAN IN VAPOR DEGREASER.
ER: NEAERERRES.

4.

Airs dry the applicator.
KT R8T H .

. Lubricate the bearing surface of the ram and feed cam with a light film of grease.

T2 0 R ol T 7 s Sk 3 1 TR RS R 52

. Place a drop of oil at all pivot points.

FEFT A Rk R TR e o

. Replace a ram in applicator. If applicator is to be stored, insert a short piece of terminal strip in

applicator or some other means to protect tooling.

IR S LB R 3 T RA At o WERBEHE I TR B, fER TR AR — /NG 7R R T

FIETT
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General Preventive Maintenance for Applicators

8 Hours Weekly Bi-Weekly Monthly
or or or or

25000 | 250000 | 500000 | 1,000,000 Comments

Cycles Cycles Cycles Cycles
GREASE/OIL

. . : el Clean complete applicator and

Daily Cleaning Fly ) 4 inspect general function.
Ram Assembly @ X Grease Lightly
All Pivot Parts ) 4 Qil 2 to 3 Drops

*** Reference applicator assembly print for critical locations and preventive maintenance for daily cleaning. * **

INSPECT FOR EXCESSIVE WEAR OR DAMAGE

Wire Crimper

X

Replace if excessive wear or
damage is detected.

Insulation Crimper

Replace if excessive wear or
damage is detected.

Replace if excessive wear or

Anvil X damage is detected.

Inspect cutting edges. Replace
Floating Shear X if excessive wear or damage is

detected.

Inspect cutting edges. Replace
Shear Holder X if excessive wear or damage is

detected.

Upper Shear Tooling

Inspect cutting edges. Replace
if excessive wear or damage is
detected.

Lower Shear Tooling

Inspect cutting edges. Replace
if excessive wear or damage is
detected.

Replace if excessive wear or

@ m T2 % | = |3 | a|al>|=

Feed Finger (Pawl) damage is detected.

Stock Drag X | damago s doocit.
Drag Springs X {Fj{:t;g;{;z ff wear or fatigue is
Shear Spring ) 4 Replace if fatigue is detected.
Feed Retum Spring X | acorssowd
Complete Cieaning X | seoidmgoriar
and Inspection should be replaced.

** * Reference preventive maintenance for monthly cleaning procedure. ***
These estimates are for reference only. Tooling Iife is application dependent.
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