P

i e

=)
Q.
1)
-
=
y'\

Assembly Instructions

There are five different crimp tools used with Trident contacts. Find the appropriate
tool on the Contact Selection Chart and follow the instructions for that tool below.

1. Crimp Tool Operation

Hand Crimp Tool for
Stamped Contacts

(192990-3140 for 16-28 AWG contacts
and 192900-0175 for 14 AWG contacts)
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1. Strip wires to length (See
strip lengths in Column 8 of
contact chart, page 59). p

2. Open the tool and select the
proper crimp cavity for the
wire gauge.

3. Hold tool in your right hand
with the die cavity identifica-
tion away from you.

Contacts Crimp Tool
(079971-0013)

(112108-0011)
(112108-0013)
( )

1. Strip wires to length (See strip
lengths in Column 8 of contact
chart, page 59).

4. Pick up the contact by the
mating end. Slip the contact
into the appropriate die
cavity so that the notch just
behind the "gold” portion of
the contact fits over the
sliding plate on the lower
half of the die.

5 Squeeze the handle just
enough to hold the contact
in the die cavity.

6. Turn the tool over in your
right hand and insert the
stripped wire into the contact
until it bottoms.

7. Cycle the tool. The tool will
not open until the contact
has been completely
crimped.

8. Inspect the crimp. See
"Stamped Contacts” in Crimp
Inspection section on page
70. ' A contact crimp
verification tool is available.
Please call.

2. Open the tool and select the
proper crimp cavity for the wire

gauge.

3. Now hold the tool so that cavity
identification is away from you
(the back side).

Economy Tool for

Stamped Contacts
(192922-1440)

1. Strip wires to length (See strip
lengths in Column 8 of
contact chart, page 59). \w#

2. Select the proper crimp cavity
for the wire gauge.

3. The contact itself has two U
shaped crimp areas, each
requiring a separate crimp
operation. The larger, rear U
shape area crimps over the
wire insulation and provides
strain relief. The smaller,
longer, U shape area crimps
over the bare wire and
provides the electrical connec-
tion.

4. Surrounding the lower die is a
holding frame. Push up on the
tab to fully raise the frame.

5. While holding the frame open,
insert the power contact, wire
side first, until the lip on the
contact butts against the ledge
of the lower die. The U shaped
wire crimps should be upright
in the die.

6. Release the tab. The frame
should now be holding the
contact in the proper cavity,
ready to crimp.

7. Close the tool just enough to
grip the contact.

8. Insert the stripped wire into the
contact from the wire side.

9. Cycle the tool. The tool will not
open until the contact has been
completely crimped. An escape
lever is located on the ratchet
mechanism to release the tool if
necessary.

10. Inspect the crimp. See
"Stamped Contacts” in Crimp
Inspection section on
page 70. \wp

4. Insert the contact into the tool
so that the smaller wire crimp
U is upright and centered in
the proper die (the open
portion of the U facing the
cavity indentification on the
tool).

5. Close the tool just enough to
firmly grip the contact.

6. Insert the stripped wire into
the contact until it bottoms.

Cycle the tool.

8. Remove the crimped contact.
Now you must crimp the
insulation grip.

9. Place the insulation U upright
in the die cavity marked INS.
Crimp the Insulation U over
the wire insulation in the
same manner as the wire
crimp.

10. Inspect the two crimps.
See "Stamped Contacts” in
Crimp Inspection section on
page 70. @ A contact
crimp verification tool is
available. Please call.




Assembly Instructions

Crimp Tool for 4. Adjust d'?' fol’r] prOpetLWg,e | 6. Insert the stripped wire into
Machined Contacts gauge. 10 change tne dia the contact with a slight
AFS Tool and setting, remove the lock pin twisting motion. Be sure all
(THZOgOT an ) and lift center of dial. Turn to wire strands are inside the
urre the desired wire gauge. contact. Squeeze the handle
_ _ Replace lock pin on dial. to cycle the tool. The handle
1. Strip the wires to length. See will not release until the
strip lengths in Column 8 of DIAL contact is completely crimped.

the contact chart, page 59w

LOCK PIN

2. Open the crimp tool by
squeezing the handles. Push
the latch on turret to pop up
the locator. Attach the turret
to the crimp tool using the
two captive hex bolts in the

turret. 5. Cycle the tool before inserting
LATCH the contact to be sure the tool
LOCATOR is in the open position. Drop

the contact, mating end first,
into the crimp cavity of the tool.

Squeeze the tool handle just 7
enough to grip the contact '
without actually crimping it.

Remove the crimped contact.

Pull on the wire slightly to be

sure it is properly crimped. Be
sure the contact is not bent or
damaged in any way.

8. Visually inspect the crimp.
See "machined contacts”
drawing in Visual Check
section on next page.

3. Select the proper locator
position for your contact by
rotating the locator until the
proper color is aligned with

the index mark. Push locator —l
back down until it snaps into b
position. New Trident Automatic 5-'
CONTACT LOCATOR Crimp tools for reeled <NE o)
TYPE COLOR stamped contacts
PINS BLUE :
SOCKETS GREEN Mini Applicators modules are used ~*
FIRST-MAKE BLACK in industry standard crimp presses. A
This allows for fast change over for

LATCH crimping different contacts and by
using the same crimp press, saves i
valuable factory floor space versus
having to use multiple presses.

LOCATOR

LOCATOR CONTACT TYPE MINI APPLICATOR PART NUMBER
COLOR CODE :
24-26 Signal 193877-5640
20-22 Signal 193877-5640
INDEX MARK
16-18 Signal 193877-5630
14-16 Signal 193800-0029 t
18-20 Power 193800-0031
14-16 Power 193800-0024
12-14 Power 193800-0023

T For non-insulation support contacts.




Assembly Instructions

2. Crimp Inspection 3. Insertion of Contacts 4. Extraction of Contacts

Micro sections No insertion tool is required. Contacts can be removed from the

Enlargement of micro section housings using the appropriate

allows for final judgment of crimp extraction tool from Column 15 of

quality. This test is recommended the contact chart, i page 59.

whenever new tools or new types The tool is placed over the mating

of wire are used. . end of the contact and the sleeve
a slight pull to be sure the ; d sliahtly as it is pushed

contact is seated. Is rotated slightly P

For stamped contacts into the connector.

2. When using Neptune connec-
tors with the rear wire sealing
grommet, put the grommet in

, Strands must be visible place on the connector and

push the contact directly

through the grommet into the
cavity. Start at the center of the
layout and work concentrically
to the outside edge to eliminate

1. Grasp the wired contact just
behind the insulation crimp and
push firmly into the cavity until
the contact locks into place. Give

Correct Crimp

Incorrect Crimp

strands end too the possibility of the grommet
single strand , farinto contact shifting or bunching during
loading.
Wire needles may be used as .
an assembly aid for use with IMPORTANT: Make sure the
high density layouts, maximum depth indicating line on the tool is
size wire insulation, or when even with the mating face of the
adding to already terminated connector before depressing the
Incorrect Crimp connectors. plunger to avoid damage to
strands not visible —— connector and contact. Light

pressure on the plunger then
ejects the contact from

the rear of the
" connector.

For pin contact order: 192900-0605 - signal

1 insulation / 2 strands / 3 contact m‘

For pin contact order: 192900-0607 - power
—l 1 insulation i
:- 2 strands To use, push the point of the
3 contact needle through the hole selected

Q. 4 wire inspection hole and check that it has passed depth indicating

(D 5 shoulder through to the correct contact lines

: cavity by looking at the mating

=t ) face of the connector. Once

For machined contacts verified, attach the contact to the | gepn

A . non-pointed end of the needle. indicating
B Correct Crimp 5 Holding the point of the contact, line
N push the contact into the tines Step 1
e connector body until the contact contact in
® locks into place. Note: The connector
: wiring needle is used as a guide
® strands must be visible and will not pull the contact into
@ through wire inspection the connector body. Be sure to Step 2
: hole (4) inspect the mating face (see 3 ex”ac'g;’;}
® . belo“vv) as the grommet mutes compresses
® Incorrect Crimp the “feel” of the contact locking tines
& .
® single strand 5 into place.
° ) ) Step 3
° 3. Irjspect by looking at the mating plunger
e side of the connector. Be sure pushes contact
: that all of the contacts are on the | plunger out rear of
. same plane (fully inserted). If connector
® not, use the extraction tool to
: remove the contact and re-insert.
@
®
e 70
: For technical assistance, price or delivery info. call 1-800-523-0727 or visit www.pei-genesis.com Specifications subject to change; see inside back cover.
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COLUMN 1 COLUMN 2 COLUMN 3 COLUMN 4 COLUMN 5 COLUMN 6 COLUMN 7
: AW.G. Plating Loose Pins | 3K Reel Loose 3K Reel
Trident Contacts Wire Size Pin Sockets Sockets

STAMPED CRIMP

13 Amp-200 insertions

e Jh 1

MACHINED CRIMP

13 Amp-500 insertions

MACHINED SOLDER FOR PROTOTYPING
28-14 AWG wire

Pin Socket
Tin 192900-0632
Gold  192900-0633

FIRST MAKE/LAST BREAK MACHINED CRIMP

13 Amp-500 insertions

PRINTED CIRCUIT BOARD CONTACTS

13 Amp-500 insertions

R

Stamped PC pin contacts available,
please call.

(B > fe )

Outer Female Contact Assembly
Outer Male Contact Assembly

[ ] /= o= 1 [l I

24-26 Tin 192990-0020 | 192990-2510 | 192990-0030 | 192990-2550
24-26 Gold flash 192990-0080 | 192990-2650 | 192990-0090 | 192990-2690
Gold 192900-0448 | 192900-0406 | 192900-0452 | 192900-0410
20-22 Tin 192990-0040 | 192990-2500 | 192990-0050 | 192990-2540
Gold flash 192922-1460 | 192990-2640 | 192922-1470 | 192990-2680
Gold 192900-0447 | 192900-0405 | 192900-0451 | 192900-0409
16-20 Tin 192990-0060 | 192990-2490 | 192990-0070 | 192990-2530
Gold flash 192990-0100 | 192990-2630 | 192990-0110 | 192990-2670
Gold 192900-0446 | 192900-0404 | 192900-0450 | 192900-0408
. - 14 Tin 192990-1240 | 192990-2480 | 192990-1250 | 192990-2520
Non-insulation 14 Gold flash 192990-1220 | 192990-2620 | 192990-1230 | 192990-2660
support 14 Gold 192900-0445 | 192900-0403 | 192900-0449 | 192900-0407
24-28 Gold flash 192991-0099 192991-0036
24-28 Gold 192991-0100 192991-0042
24-28 Heavy Gold 192991-0101 192991-0054
24 Gold flash 192991-0091 192991-0037
24 Gold 192991-0092 192991-0043
24 Heavy Gold 192991-0093 192991-0055
22 Gold flash 192991-0095 192991-0038
22 Gold 192991-0096 192991-0044
22 Heavy Gold 192991-0097 192990-0056
20 Gold flash 192991-0127 192991-0039
20 Gold 192991-0128 192991-0045
20 Heavy Gold 192991-0129 192991-0057
20 Gold flash 192991-0087 192991-0040
20 Thick Gold 192991-0088 192991-0046
29 Wire Heavy Gold 192991-0089 192991-0058
192900-0634 16-18 Gold flash 192991-0083 192991-0041
192900-0635 16-18 Gold 192991-0084 192991-0047
16-18 Heavy Gold 192991-0085 192991-0059
20 Tin 192991-0166 192991-0211
20 Gold flash 192991-0163 192991-0078
20 Gold 192991-0164 192991-0207
> 16 Tin 192991-0162 192991-0212
= 16 Gold flash 192991-0159 192991-0079
16 Gold 192991-0160 192991-0208
PC post dia.
inches (mm)
043 (1.10) Tin 192991-0198 192991-0204
.043 (1.10) Gold 192991-0195 192991-0067
.03 (.76) Tin 192991-0122 192991-0203
.03 (.76) Gold 192991-0119 192991-0066
1028 (.71) Tin Signal 192900-0465
028 (.71) Gold Signal 192900-0356
.059 (1.50) Tin Power 192991-0617
16-18 Tin 031-8717-020 | 121668-0000 |031-8717-120 | 121668-0100
14-16 Tin 031-8717-021 | 121668-0001 |031-8717-121 | 121668-0101
12-14 Tin 031-8717-022 | 121668-0002 |031-8717-122 | 121668-0102
COAX/TWISTED PAIR Used only in signal contact cavities
Twisted Pair (B) 192945-4530 192945-4930
Gold

Coaxial (A)

192945-4390

192945-4380

(1)Loose or 3K Reel
Stamped contacts are
available loose piece or on
continuous reels of 3,000 for
use with semi-automated
crimping systems.  Call for
information.

(2)Wire Hole Fillers (Neptune only)
The rear Neptune wire seal has
individual wire seals that are punched
out when inserting the contact. If a seal
is accidentally pierced, the seal can be
repaired by inserting a wire hole filler.

(3)Keying Pins

A plastic pin which can be snapped into

an unused signal or power contact hole.
This will only allow another connector to
mate if there is an empty hole opposite
the keying pin. Used to polarize similar

connectors to avoid mis-mating.

(4)Hand Crimp Tool &

Locator

Hand crimp tools produce
consistent, high quality
crimps by using a ratchet
mechanism which will only
release the contact when

Specifications subject to change; see inside back cover.
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COLUMN 8 COLUMN 9 COLUMN 10 COLUMN 11 COLUMN 12 COLUMN 13 COLUMN 14 COLUMN 15

Wire Strip
Lengths Wire Insulation NEW; Economy

Inches (MM) Diameter Wire Hole Fillers Keying b See Page 69, Non-Racheting Extraction

+.02 +.01 Inches (MM) Neptune Only,, Pins , Automatic Crimp Tooling Hand Crimp Tool Tool
192991-0018 192990-0000 192922-1440 192922-1450
-035 - .0627 1929910018 | 192990-0000 112108.0014 192922-1440 192922-1450
16 (4.0) (-89 - 1.58) 192991-0018 | 192090-0000 (1626 AW.G) 192922-1440 192022-1450
192991-0018 192990-0000 orR 192922-1440 192922-1450
16 (4.0) .046 - .081 192991-0018 192990-0000 112108-0011 192922-1440 192922-1450
) ) (1.17 - 2.08) 192991-0018 192990-0000 (16-18 AW.G.signal) 192922-1440 192922-1450
192991-0018 192890-0000 | 1> 44 A W.G. power Neptune) 192922-1440 192922-1450
16 (4.0) .078 - .118 192991-0018 192990-0000 192922-1440 192922-1450
(2.00 - 3.00) 192991-0018 192990-0000 192922-1440 192922-1450
192991-0018 192990-0000 112108-0013 B 192922-1450
.22 (5.6) N/A 1929910018 | 192990-0000 112108-0013 - 192922-1450
No insulation grip 192991-0018 192990-0000 112108-0013 - 192922-1450
035 - 055 192991-0018 192990-0000 AF8 TH206 - 192922-1450
20 (5.0) ( %0 - 1 40) 192991-0018 192990-0000 AF8 TH206 - 192922-1450
' : . - 192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
.041 - .062 192991-0018 192990-0000 AF8 TH206 - 1929221450
20 (5.0) (1.05 - 1.60) 192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 E 192922-1450
20 (5.0) .062 - .084 192991-0018 192990-0000 AF8 TH206 - 192922-1450
(1.60 - 2.15) 192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
20 (5.0) .051-.070 192991-0018 192990-0000 AF8 TH206 - 1929221450
(1.30 - 1.80) 192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
.20 (5.0) .062 - .082 192991-0018 192990-0000 AF8 TH206 - 192922-1450
(1.60 - 2.10) 192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
28 (7.1) N/A 192991-0018 192990-0000 AF8 TH206 - 192922-1450
No insulation grip 192991-0018 192990-0000 AF8 TH206 - 192922-1450

192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
192991-0018 192990-0000 AF8 TH206 - 192922-1450
) N/A . 192991-0018 192990-0000 AF8 TH206 - 192922-1450
.28 (7 1) No insulation grip 192991-0018 192990-0000 AF8 TH206 - 192922-1450

.062 - .082
20 (5.0) | (1.60-2.10)

T - - - 192922-1450
192900-0010 pin - - - 192922-1450
N/A N/A 192990-7650 skt - - - 192922-1450
v - - - 192922-1450

Hand Crimp Tool ,

.055-.079 (1.4 - 2.0) 192991-0019 192900-0189 112108-0012 192922-1440 192900-0176
20 (5 0) .079-.114 (2.0 - 2.9) 192991-0019 192900-0189 112108-0012 192922-1440 192900-0176
114-142 (2.9 - 3.6) 192990-0019 192900-0189 112108-0011 192922-1440 192900-0176

Hand Crimp Tool , Locator,,

Call for data sheet containing wire preparation Inner Conductor AFM8 K151

information, tooling, and cable types. Outer Conductor GS100-1 GP295

192922-1450

the crimp is completed. Stamped (5)Economy Crimp Tool (stamp contacts only) (6)Extraction Tool

contacts use a tool with integrated This is a pliers style tool for prototype or service use. It Contacts can be easily removed by placing
dies. Machined contacts use a has no ratchet and the completed crimp requires two the extraction tool over the contact in the
military style tool (MIL-C-22520/1) separate operations, one to crimp the conductor, and a front of the connector and pushing. The
which also requires the second crimp to secure the insulation support. The contact is ejected from the rear of the
appropriate locator to form a economy tool covers wire gauges 16, 20, and 24 AWG connector. No insertion tool is needed for
complete crimping system. and is for use with stamped contacts only. any Trident contacts.
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