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Crimp Operation Instructions
SUPER CHAMP* Service Tool P/N 720781-3
For Bulkhead "Series" Contacts and
PLASTI-GRIP* Terminals and Splices

411-5031

(was IS-031J)

5-1-74
Rev. B

This tool, P/N 720781-3, has been designed to crimp
Automotive Bulkhead Series Contacts and PLASTI-GRIP*
{PG) terminals and splices, especially for use in
field maintenance and repair. Before you atart

crimping, read this instruction sheet carefully,
in order to assure relisble and stable wire
crimping performance of your compact and highly
versatile SUPER CHiMP¥*service tool,

Functional Descriptions of SUPER CHAMP* Service Tool:

Wire Cutter (Do no% attempt to cut
other than wires)

Crimping Sectiona for
Bulkhead Series Contact

Refer to Para. (2)

* v 8w
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Crimping Sections for PLASTI-GRIF* Terminals
and Splices,Refer to Para. (5)

Insulation Stripping
Blades

Front
View

Rear

View

0.3mm { AWG #22)
0.5maE{ AWG #20)
0.85mm{ AWG ¥ I18)

7

2.0mnf (AWG # 14)
}.25mnt (AWG § 16)

Figure 1

(1)Insulation Stripping of the Wire: (2).
It is basically important to check your wire if

it is conforming to the correct insulation strip-
ping length as well as the proper wire range as
specified in Fig. 2 below. In general, the wire
should be stripped approximately 0.7-0.8mm longer
thah the lengih of wire barvel of the contact

without nick, cut or damages of the strands,
Adequately crimped form should show visible end

of wirs stirsnds slightly sticking out in fromt of

the wire barrel. Sirip the wires as specified

Crimping Bulkhead Series Contacis:

The correct érimping section must be selected in
accordance with the designed feature, dimensions
of the contact with réspect to its applicable
wire range. The figures stamped beside the crimp-
irig sections show the cross-sectional area of the
vire strands applicable to each section. The
total cross-sectional areas of the wires in col-
lective application must fall within the specified
range regardless of whether being solid.or strand-
ed. The section with "INS" marking indicatles

accordingly. where the insulation crimp is done. Select cor-
. rect crimping sections referring to Figs, 1 and 2
Wire Size Wire respectively.
Soar|  umwere Striprize
yie Huabers 2
nm AWG Length(mmlﬂ Wire Size
Terminal Numbera
170138-2 e {awc)
F 0.3 #22
170139-2 170138~2, 170139~2 0.3 (#22)
mtarnr 4.0 - SOO.
170099-2 0.5 #20 170099-2 0.5 - 0.85 | (#20 - 18)
F 00 {Approx.) A
10%0-2 1 2.0 | e 170100~2 1.25 - 2.0 | (#16 = 14)

Pigure 2

M

* frademark of ANP
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{3) Crimping Procedure for Bulkhead Contacts:

(a)Straighten and arrange to
even the stripped strands,

(b)Insert the contact into the
crimping section . in the direc-
tion with "U" barrel emd first
and opening side upward on the
anvil,

(¢)Close. the handles lightly so
that the contact barrel is pre-

formed half way, Do not deform
to0 much, '

411-5031
Rev. B

(5)Crimping PLASTI-GRIP* Terminals and Splices:

This tool has the wire crimping sections on
either arms across bearing peint. On-inside
edges are the wire crimping sections for
PLASTI~GRIP* terminals and splices. The color
coding dots in this section correspond with
the .colors of terminal sleeves, red, blue and
yellow, .for easier identification.

The applicable wire sizes are shown in Figure
below, . Apart from "F! type wire termination,
this "C-C" type terminal has a closed barrel
that prevents from free visible amccess into it,

{@)Insert the wire strands into .the wire barrel from
the dack of the tool, And make sure if the wire
is seated on the anvil properly.

Apply crimping force enough to form the com—
plete wire crimp,

{e)Squeeze the handles as far as they go to the botiom Wire Size Color Coding of Crimp
to complete crimping where the arrow marks shown by - (AWG) Section Vs. Sleeves
"CLOSE HERE" come together to correspond on the j ' '
edges, , 0.3=-1.6 | #22 - #16 Red

{f)Open the handles and pull out the crimped terminal 1.0-2.6 | #16 - #14 Blue
lead. 2,7~ 6.6 | #12 - #10 Yellow

{4) Crimping Insulation Support:

After completion of wire barrel
crimping, place the insulation sup-
port of the contact on the anvil of
insulation support crimping section 0.3_1.6mm.(AwG#2%€EDRed Slgeve
marked PINS" as shown in Fig. 5. .gInsulation Support Crimping
Squeeze the handles to complete in- Section

sulation c¢rimp. Proper insulation

erimp should be in firm grip of the

support on the insulation without

damages on the surface, Adjust ‘ i
| erimp height mamually when to apply O
the wires having larger or smaller insulafion dia=
meter.

2,7-6.6man (AWGH12-~10)Yellow Sleeve
1.0-2.6mm (AWG#16-14)Blue Sleeve

Sleeve colors should correspond with color codes

(6) Crimping Procedure for PLASTI-GRIP* Terminals

and Splices:

(a)Straighten and arrange to
even the stripped strands.

(b)Place the wire barrel of

PG terminal in the erimp-
ing section from the back

of tool correctly on the
anvil.

{e¢)Pinch the terminal lightly
and insert the stripped
wire into the barrel, until
the wire insulation butts against the wire stop
in the barrel.

(@)Squeeze the handles as far as they go to the
bottom to complete erimping where the arrow marks
shown by "CLOSE EERE" come together {0 correspond
on the edges. Open the tool and take out the

Pin Contact

Scocket Contact

Terminal

Ja—vire Stazes|

Crimp in the imsulation support crimp-
ing section.

‘/,———-ﬂ- Do not bhend. or deform.
- ﬂh——_—\—}u
:i:i;:>

Do not ( )crimped terminal lead.
_ 7) Crimping Insulation Support:
Select proper wire crimping sg;?ign o Use insulation crimping sec-
acoording to the wire size applied, tion where no color code is
given. Refer to Para. (4)
. for detail of insulation
Eha wi:e crimpt:ust :?pear eve:ly :nd unliormiy erimp,
n goed proportion, however, sirict symmetry is O . .
not necessarily needed. The stabilizers must \ (8}Lubrica?1np and Maintenance:
stand upright without distortion. The locking Apply S4E #20 motor oil of

good quality to the bearing
point and surfaces of crimping sections, snd keep
in dust-free dry place, Avoid use of organic
solvent that may spoil color code markings. Do not
attempt to sirike things with this tool like a hame
ner.

lances must be also malntained rvightly without
bent and deformation. which funetion to retain
the contact in the connector housiag cavity.
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