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Getting the Most out of your crimp tool . . .

Top View: This is the business side of your crimp tool. Pins are inserted from
the opposite side and gripped gently by the 4 punches which

close on the pin as the handles are squeezed. Insert the strippefdwire
into the wire grip barrel of the pin from this side.

Crimp Adjust: This knob
can be pulled out to disen-
gage locking slots and ro-
tated to size the finished-;,/_
crimp. Rotating clockwise |
increases size, counter
clockwise decreases size.

Crimp Dimension Indicator: Most of the tools we've found havepkastic
cover over a slot in the
crimper handle. A red bar

graph is visible under the win- k‘
dow. Markings on the window give dimensions in thousandths of an inch on ' A o ‘
side, and an arbitrary numbered scale on the other. For crimping D-sub pins.onto: === -
20AWG wire, set for 0.045"; 22AWG is 0.35" and 24AWG gets 0.027". If your ‘
tool does not have the plastic WlndOW ‘use numbered drills as a gage to m ke

The goal is to use the maximum diameter crimp to do the job . . . over-crim i

(too small) weakens the wire and increases probability of bredkage
vibration. Youmay have to |
sacrifice a few pins to get this
setting right.

$as.

Home Made Pin Positioner: Most of the time, | simply-hand position the pin
per instructions on the next page. If you have a LOT of pins to put on, it's a bit
easier if youcan just drop the pin into tHeont and have it fall into the right
position every time. To make a pin positioner, get a piece of 5/16" aluminum,
brass or mild steel rotl.25" long. Chuck in drilpressand use the edge of
small mill file to cut a groove in thed so that diameter at the bottom of the
groove is250" and the edge of the groove is .175" from one end. Groove width
is not important as long as it's over .06" wide. You may find it easier to make
the original stock .1" or so longer than necessary, cut the groove in approxi-
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mately, the right place and then cut the rod to finished length so that the .175
dimension is made. Next, chuck thepart in your

drill press and grab a center drill in a drill press vise so that it sticks straight
up. Use the center drill on theder face of the spinning part to find and mark
the center of the part. Replace the center drill with a #36 drill and use it to go
all the way through the part. Replace#B6 drill with a #26 drill and counter

/g0
45, borethe#36 hole to a depth just .15" shorter than the overall length of the
part. Tap the small end for 6-32 thread. File flat on large end so that part just
drops into D-shaped hole on back side of crimp tool. Thumb screw and sliding
¥ fork should engage groove ttetain positioner on crimp tool. Use 6-32 screw

to set proper depth of stop for pin to be crimped and lock screw in place with
jam-nut as shown in figures.

If you know somebody with a small - g5

lathe, theycan whip this part out )

pretty quick. It took me three tries 0.32 '«/25” DIAM 6-39 THREAD

and 30 minutes to do it with my ordi- 0.175 ﬂ r* | ‘ e

nary shop tools. Fortunately, the V.

T

I I —[)))\)
T 0.3125

10 I

material is cheap! Ifyou dohave
access to kthe, you might consider
making fixed positionersfor each
type ofpin youinstall . . . don't drill - 140"
the hole all thevay through. Elimi- Aprox 28~ 426 DRILL C'BORE

nate the adjustable stop-screw. Re-

place the#36 drill with one just a

few thousandths larger than the o.d. of the pin and control depth of bore to the appropriate value for the pin.

_~ CRIMP AREA Installing Pins: Okay, we're down to the real meat of the matter. This tool is

p designed to put four calibrated indentations around the wire grip barrel of each

7 — pin. The figure to left shows a female where I've shaded the crimp area

//%E L @ approximatelycentered on the area between the end of pin and its retention

o ridge. If youdon't build a positioner, simply hand position the andgrip

- INSPECTION HOLE lightly in the crimp tool whileyou insertthe strippedend of the wire to be

terminated. If you have a positioner, adjust the stop screw to center the crimp

in the wire grip area shown. Subsequent installations are easily accomplished by simply dropping a new pin into the positioner

from the working side of the tool followed by the end of the prepared wire. Each pin has an inspection hole: checlethe install

pin for adequate insertion depth of the wire. You should be able to see the strands through this hole after the pih is installe
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