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INSTRUCTION/MAINTENANCE/INSPECTION SHEET

1. INTRODUCTION

This publication provides “Instructions” on product
application and a “Maintenance and inspection
Procedure” far:

47516 Mod. L 46282 Mod. G

a7517 Moo, P\ US®IN  Leonimod.x | Usedin

Tool No. Tool No.
47469 Mod. H 39005 47518-1 69010
69957 Mod. A 48237

These heads are uset_:l to crimp:

« PIDG* Terminats and Splicas on stranded copper
wire sizes 26 thru 10,

* PIDG Nylon Insulation Restricting Terminals on
stranded copper wire sizes 26 thru 10.

*+ PLASTI-GRIP™ Terminals on solid or stranded
copperwire sizes 22 thru 10.

Basic instructions on the use of these heads, wire
preparation, etc, are provided in Section 2, “Instruc-
tions''. Section 3 teatures a terminal or spiice "Crimp
Inspection’” procedure. Section 4 contains & "Main-
tenance and Inspection Procedure” which witl enable
you to establish and maintain a tool certification
program.

Crimping heads are coated with preservative to pre-
vent rust and corrosion. Wipe this preservative from
heads, panicularly from crimping surfaces.

These instructions may be used for heads not listed
in Figure 2 but accompanied by this |.S. For unlisted
heads, use the wire strip dimensions given in Figure 2
for an identical size head.

For further instructions relative to the 69005 and
63010 tools, refer to instructions packaged with the
tools.

2. INSTRUCTIONS
WARNING: AVOID PERSONAL INJURY. KEEP FIN-
GERS CLEAR OF CRIMPING JAWS WHEN ACTI-
VATING TOOL.

INSTALL CRIMPING HEAD
DISCONNECT TOOL FROM AIR SUFPPLY.

2.1
(a)

CAUTION: DO NOT QPERATE TOOL WITHOUT
HAVING HEAD INSTALLED, AND LOCK SCREW
TIGHMTENED.

BE SURE TO USE EXTRA LONG ASSEMBLY PINS
NO. 38680-4 (SHIPPED WITH AIR TOOL) WHEN
INSTALLING HEAD NOS. 47518-1 AND 48237 OR
DAMAGE TO AIRTOOL MAY OCCUR.

Remove assembly pins from mounting {Ugs as shown
in Figure 1A

Pull toggle arm forward and loosen lock screw in
toggie arm. Do not remove lock screw. See Figure 1A,
Open jaws and insert toggie lever of crimping head all
the way into hole in toggle arm.

(el

(d)

* Trademark of AMP Incorporated

AMP incorporated, Harrisburg, Pa., U.S.A.

3=-18-82
(e) Tighten lock screw just enough to hoid togble laver
in toggle arm.
CGrient head so that assembly pin holes in head links
align with assembty pin holgs in tool mounting fugs
as shown in Figure 1B, methods A, B orC.
Aflter head is oriented, lower it again until toggie arm
lock screw is visible, Tighten iock screw.
Move head back in alignment with mounting lugs
and insert assembly pins.
NQOTE: For heads mounted by method C (see Figure
1B, first place metallic sieeve (included with head)
between link and mounting lug. Then, insert assem-
bly pin through lugs, links and sleeve.
Connect air supply (85 to 100 PSI).
Tool is now ready to be used.

h

{9)
(h)

(i)
N

A

ASSEMBLY PIN

MOUNTING

/%Lui

: LOCK
MAKE CERTAIN cnmmN
JAWS ARE OPEN SCREW
TOP VIEW OF TOOLS AND HEADS
MOUNTING
LUGS
B TOOL NO.
69005
i
METHQD A
LINKS FIT BETWEEN

MOUNTING LUGS.

9010
METHOD B METHOD C
LINKS FIT QUTSIDE OME LINK FITS OUTSIDE ANDONE
FITS INSIDE MOUNTING LUGS.

MOUNTING LUGS.

LUGS

METALLIC
SLEEVE (USED

TO HOLD HEAD 1
N PROPER
ALIGNMENT}

g 1] LINKS

Figure 1
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2.2
a)
b))

REMOVE CRIMPING HEAD
DISCONNECT AIR SUPPLY.
Remove assembly pins and lower head until lock

screw in toggie arm is visible.

(c)

2.3

COLOR AND DQOT CODING
The crimping head links are color coded 1o maich

INSTRUCTION/MAINTENANCE/INSPECTIONM SHEET

2.4 WIRE STRIPPING
Strip wire to dimensions listed in Figure 2.

NOTE: Do not use wire with nicked ar missing
conductor strands.

Loosen tock screw and pull head cut of 1loggle arm,

2.5 CRIMPING PROCEDURES
NOTE: Refer to paragraph 2.6 for insulation crimp

adjustment.

terminal and splice insulation color. See Figure 2.

Observe the embossed dots on insuiation of finished
srimps to ensure that correct terminal or spiice and

tool combination was used. See Figure 2.

WARNING: AVOID PERSONAL INJURY., WHEN
OPERATING AIR TOOL, EXERCISE CAUTION WHILE
HOLDING TERMINALS, SPLICES OR WIRE NEAR
CRIMPING AREA.

PLASTI-GRIP PIDG TYPE PDG BUTT SPLICE
TERMINAL TERMINALS 3 EQUALLY SPACED
STRIPES ON
ey, NYLON INSULATION §
COLORSTRIPE . - RESTRICTING ;
ON16-14 HD_______{/\ '
COLOR
STARIPE ON
16-14 HD
AIR CRIMPING HEAD WIRE , WIRE STRIP LENGTH
TOOL PRODUCT HEAD COLOR AND AANGE TERMINAL OR SPLICE INSULATION TEAMINALS _SPLICES _
NO. NO, DOT CODE COLOR CODE Min. Max. Min. Max,
FIDG 47459 YELLOW %22 YELLOW 5132 3i18" 11164 1384"
TERMINALS MOD. H 1 Dot '
AND &9957 WHITE NATURAL COLOR - - " "
SPLICES MOD. & 2 0OTS 24-20 TRANSLUCENT 3INE 732 7i32 RILS
DG 47816 RED
TERMINALS & | mMOD. L 1 DoT 2218 RED
SPLICES AND o 12/64" 15/64" 114" 932"
PLASTI-GRIP a7si7 L
TEAMINALS MOD. P 20075 1614 BLUE
=900 “CRIMPING HEAD NSULATION IRE STAIP LENGTH
I I W
PRAODUCT HEAQ COLOR AND e DIAMETER TE”“é:tg:‘Ngg'[;:Tm" TEAMINALS
ND. DOT COOE RANGE Wi, Wax.
7459 CELLOW % 026-.055 YELLOW W/BLACK STRIPE e 114z
MOD. H 1 0oT za 031- 085 YELLOW W/BLUE STRIP
PIDG NYLON 22 338- 110 RED WIGREEM STRIPE
=}
INSULATION 47516 ‘€D o0 246- 110 RED W/RED STRIFE
RESTRICTING MaD. L . DoT .
TERMINALS - "9 J56-.110 AED WIWHITE STRIPE T 3132
ara17 BLUE 5 063- 130 BLUE W/BLUE STRIPE
MOD. P 2DOTS i 278- 130 BLUE WIGREEN STRIPE
~R CRIMPING HEAD WIRE STRIP LENGTH ______
oo | probuct | WEAD |{COLORAND | WIRE | TERMINAL OF SPLICE HSULATION TEAMINALS _SPLICES
NO. NO. DOT CODE Min. Max. win. Max
26282 RED
PIDG MOD. G 1 DOT 22-16 RED
TERMIMALS & A BLUE 13/64" 15764" 114" 3
SPLICES AND Mgzch 2 0OTS 16-14 BLUE
PLASTI GRIP - YELLOW 12-10 OR
TERMINALS . 11i/32" 378"
475181 1 DOT 16-14 HD *2.10 YELLOW . - 4 s
FLASTLGAIPE | 48237 YELLOW | 12.100R 16-14 HO YELLOW 5118 __ —_
PIDG TERMS. ILG. EXP) 1 DOT 1614 HD ‘NITH BLACK STRIPE
£9010
CRIMPING HEAD INSULATION WIRE STRIP LENGTH
PRODUCT HEAD | COLOR AND ‘;‘;g DIAMETER TE““':“;"‘"S;'.;‘E‘“O“ TERMINALS
NO. DOT CODE RANGE coL WMin. Mas.
22 a38-.110 RED WI/GREEN STRIPE
46282 AED 20 046-.110 RED W/RED STRIPE
DG NYLON MOD. G 1 boT T 056-.110 RED WIWHITE STRIPE 114" asaz
INSULATION L6284 BLUE 18 083 130 BLUE W/BLUE STRIPE
RESTRICTING | MOD. K 200TS 14 078-.130 BLUE WIGREEN STRIPE
TERMINALS 12 005-200 | YELLOW WIYELLOW STRIPE
475181 YELLOW 38" 13132
1 DOT 10 119-200 | YELLOW W/BROWN STRIPE
& Striplength apphigs for 12-10 splice onty.
’ Figure 2 1S 1411
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2.5.1 Terminal Crimping Procedure

(a) Be sure terminal insulation color code matches head
color code.

(b} Place terminal in dies so that tongue goes under
locator and wire barrel butts against locator. See
Figure 3.

(c) Insert stripped wire until end of conductor butis
against focator as shown in Figure 3.

(d) Activate tool to complete the crimp.

(e) Refer to Section 3 and Figure 7 for terminal crimp
inspection procedure.

2.5.2 Butt Splice Crimping Procedure

(a) Be sure splice insulation color code matches head
color code.

{b) Position the butt spiice so that the window indent of
splice taces upper jaw and slides under locator. See
Figure 4A.

{c) Insert wire into wire barrel of splice until end of
conductor butls against splice wire stop. See Figure
4A.

(d) Activate tool to complete the crimp.

(e} To crimp other haitf of butt splice. remove it and
reposition uncrimped haif in crimping jaws and
foliow same procegure used to crimp first half of
splice. See Figure 4B.

()Y Refer 10 Section 3 and Figure 7 for crimp inspec-
tion procedure.

2.6 INSULATION CRIMP ADJUSTMENT
NOTE: Certain special heads do not contain an
insulation crimp adjustment. Therefore, the following
steps may be disregarded.

PIDG & PLASTI-GRIP TERMINALS

PIDG
o g PIDG NYLON
imt—atmm—ai  TERMINAL INSULATION
) RESTRICTING
TERMINAL

s .ge

PLASTI-GRIP

TERMINAL
K

“8" EQUALS WIRE BARREL

'C" EQUALS INSULATION
BARREL

- TERMINAL TOMGUTE o
._GOES UNDER LOCATOR -

WIRE BARREL
BUTTS
AGAINST
LGCATOR

% BUTTS AGAINST
1LocaTOR

Figure 3

15 1411
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2.6.1 PIDG Terminais and Splices

NOTE: PIDG terminais and splices feature a wire
insulation “grip".
The insulation crimping section of the crimping head

has three positions: 1 — Tight, 2 — Medium,
3 - Loose.

{a) Insert insulation adjustment pin in No. 3 position.
See Figure 5.

{b) Place terminal or splice in crimping dies as shown
in Figure 3 ar 4.

{c) Insert UNSTRIPPED wire inta CNLY the insulation
tarrel {see Figure 3 or 4) of the terminal or splice.

PIDG BUTT SPLICE

WINDOW INDENT

"B" EQUALS WIRE BARREL
"CUEQUALS INSULATION BARREL

SPLICE WIRE STOP

A IEIRST CRIMP
H BUTTS AGAINST SPLICE "
i WIRE STOP

~ T R
2T WINDOW INDENT
" © FACES UPPER
JAW AND SLIDES
UNDER LOCATOR

i

WINDOW INDENT ON SPLICE

SLIDES UNDER LOCATOR

PABRFINETY
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Perform a crimp (Paragraph 2.5). Remaove crimped 4. MAINTENANCE/INSPECTION PROCEDURE
terminal or splice and check insulation grip as AMP recommends that a maintenance/inspsction

follows: Bend the wire back and forth once. Ter- program be perfarmed periodically to ensure depend-
minal or splice should retain grip on wire insulation. able and uniform terminations. Heads should be

If wire pulls out, set insulation adjustment pins n inspected at least once a month. Frequency of
next tighter position (No. 2), and repeat crimp over inspection may be adjusted to suit your require-

p(eviously'crimped terminal or spticg. . . ments through experience. Frequency of inspection
Repeat adjustment as necessary until desired insula- is dependent upon:

tion grip is obtained. Do not use a tighter setling 1. The care, amount bf use. and handling of the head.
than required. _ _ _ 2, Thetype and size of the products crimped.
Always place both af.uustment pins in the same 3. The degree of operator skill.
position as shown in Figure 5. 4. The presence of abnormal amounts of dust and
.2 PLASTI-GRIP Terminals dirt.
NOTE: PLASTI-GRIP terminals feature a wire insula- 5. Your own established standards.
tion "“support” only. Each crimping head is thoroughly inspected before
There are three insulation crimp adjustments on this packaging. Since there is a possibility of head
crimping head: 1 - tight, 2 - medium, 3 - loose. damage in shipment, new crimping heads should be
Adjustment No. 3 is for wire having a large insulation inspected in accordance with Section 4 when recelved
diameter. in your plant.
Adjustment No. 2is for wire having a medium insula-
tion diameter. 4.1 CLEANING
Adjustment No. 1 is for wire having a smalil insulation The crimping head should be immersed in degreasing
diameter. compeound to remove accumuiated dirt. grease and
Perform the insuiation crimp adjustment by placing foreign matter. Remove remaining degreasing com-
adjustment pins in No. 3 (loose) position as shown pound with a lint free clath. When degreasing com-
in Figure 5. pounds are not available, head may be wiped clean
Parform a crimp (refer to paragraph 2.5). Remove with a lint free cioth. Relubricate head as instructed
crimped termsnal from dies and visually inspect in paragraph 4.3, before placing it back in service.
insulation barrel crimp of terminal. Insuiation barrel NOTE: Make certain the degreasing compound does
crimp should be in contact with, and “support” wire not attack paint or plastic materiais.
insulation.
It insulation barrel crimp does not provide “support” 4.2 VISUAL INSPECTION
for wire insutation, place adjustment ping in No. 2 (a) Inspect the cnmping head for missing pins or retain-
(medium) pousition and repeat crimp over previously ing rings. If paris are missing or defective, refer to
cnmped terminal. Figure 11 for customer replaceable parts.

) Repeat adjustment as necessary until desired insula- {b) Inspect the die closure surfaces for flattened, broken
+ion “support” is obtained. Do not use a tighter or pitted conditions. Aithough dies may gage within
setting than reguirec. permissible limits, worn or damaged die closure
Always place toth adjustment pins in the same surfaces are objectionable and can affect the guality
position as shown in Figure 5. of the crimp. Examples of possible damaged die

closure surfaces are shown in Figure 6.

4,3 LUBRICATION

Lubricate all pins. pivot points and bearing surfaces
with a gocd grade S.A_E. No, 20 motor oil as follows:
+ Heads used in daily production — Lubricate daily

+ Heads used daily {(occasional) — Lubricate weekly

» Heads used weekly — Lubricate monihly

Wipe excess oil from head, particularly from die

closure area. Qil transferred from the die closure onto
BOTH INSULATION CRIMP

ADJUSTMENT PINS IN cer_talln termmatmqs may affect the eiectricai charac-
NO. 3 POSITION teristics of an application.
CHIPPED
PMTTED

Figure 5

.. CRIMP INSPECTION
Inspect crimped terminals and splices by checking FLATTENED
the features described in Figure 7. AREA
Use only the terminals and splices that meet the
conditions shown in the “ACCEPT" column.
“REJECT” terminais and splices can be avoided
through careful use of instructions in Section 2, and
by pertorming regular head maintenance as instruc-
ted in Section 4. —_

AGFANOFT7 1S 141



INSTRAUCTION/MAINTENANCE/INSPECTION SHEET

1

WIRE RANGE
STAMPED HERE

@ insylation barrel is in firm contact with wire insula-
tian.

@ Correct color code, dot code, and tool combination.

@ Wire size is within wire range stamped on terminai
tongue or splice.

@ Crimp centered on wire barrel.

End of conductor is flush with, or extends beyond
end of terminal wire barrel. @
@ End of conductor against wire stop of splice.
NQTE: if conducior is not against wire stop, con-
ductor must at least be flush with, or extend slightly
beyond wire barrai of splice,

®

@ Wire insulation does not entar wire barrel.

@

(9) wire insulation entered wire barrel. Check for correct

AMP
CRIMP INSPECTION
8" EQUALS WIRE BARREL
“C" EQUALS INSULATION BARREL
REJECT
PIDG
INSULATION
RESTRICTING
TERMINALS
PIDG &
PLASTI-GRIP e anCE
TERMINALS UNDER TONGUE
o ——WIRE RANGE
STAMPED UNDER
TONGUE
PIDG
BUTT SPLICE

WIRE RANGE
STAMPED HERE

Wire insulation extruded. (Insulation crimp too tight
on PIDG terminais) See Paragraph 2.6.

Wrong dot code and color code combination. See
chart, Figure 2.

Wire size is not within wire range stamped on ter-
minal tangue or splice.

Crimp not centered on wire barret. (Terminal was not
butted against locator. See Figure 3.)

End of conductor is not flush with or extending
teyond end of wire barrel. (Check for correct strip
length.)

Excessive flash or extruded ingulation (wrong tool,
tarminal, or splice combination used. or damaged
dies.) See Figurae 2.

Nicked or missing conductor strands.

Wire not fully insartad or wrong strip length.

wire size or strip length.

Figure 7

PAGFROFT7
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4.4 DIE CLOSUREINSPECTION SUGGESTED PLUG GAGE DESIGN - INSULATION CRIMP
Every crimping nhead is inspectea for proper die NO GO
closure before packaging. An inspection should be DIE CLOSURE GO DIM. DIM.
performed periodically to check the die closure for CONFIGURATION “o" .y
excessive wear. The die closure inspection is accom- i<>;1 I s B
plished using the GO/NO-GO plug gages. AMP T L__ k3
neither manufactures nor seils plug gages. A sug- "CT DM, TYP E
gesied plug gage design and the GOINO-GO dimen- DIE CLOSURE WIDTH
sions of the piug gage members are listed in Figures TOOL ,“.E:::;i"ﬁuf:.m Gmnfar':h’;faﬁ “E”
3 and 9. The following procedure is recommended NO. Pins a1 No. 1 Position} ' (Max.)
for inspecting the die closures. 0 NO-GD GO NO-GO

ia] OISCONNECT AIR SUPPLY and remove head from EBIMOD G 300 500 | 0300 03031 02090500 | 093
tool. ) 46284 MQD. K 0400 0600 | 0400- 0403f 0s90- 0600 | 125

(by Remove traces of ail or dirt from jaw bottoming 7488 oD 1
surfaces, die closure surfaces, and plug gage mem- <7516 MOD. L 0300 0500 |.0300-.0303(.0409-0500{ 125
bers. 47517M00. P | 0400 0600 | 0400-.0403] 05980800 | 125

ic} Close wire barrei crimping jaws until they are 275189
bottomed but not under pressure. w237 a7 0920 |.0720-.07231.0919-.0920 { 187

\d) With wire barrel jaws bottomed, check the wire barrel 59957 MOD_ A o300 s aoo303l sess s | om8
crmp die closure using the proper plug gage. Hold D comars Gimenavons apply van wire barral faws
gage in straight alignment with the die closure, lift are botlomed. but nat under Crassure.
focatar and carefully try to insert. without forcing, 1T Matenal — o Steal.
the GO member. See Figure 1¢, Detail A. The GO Figure 9
member must pass completely through the die
closure. DETAIL A DETAIL B

(e} Tryto insert the NO-GO member. The NO-GO mem- INSPECTION OF WIRE BARREL INSPECTION OF INSULATION
ter may enter partially, but must not pass completely CRIMPING DIES CRIMPING DIES
through the die closure, WIRE BARREL ADJUSTMENT

(fy  With wire barref crimping jaws bottomed and adjust- JAWS BOTTOMED PINS IN NO. 1

BUT NOT UNDER

ment pins in No. 1 position, check the insulation PRESSURE

crimp die closure using the proper plug gage in the
same mannef as steps {d) and (e). See Figure 10,
Detail B.

NOTE: Due to the scissors action of the crimping
jaws. the opening of the insulation crimp cfosure is
slightly smaller at the back than it is in front. There-
fore, if the NO-GO gage does not enter the back of
s~losure but does partially enter front of closure, the
cigsure is considered dimensionally correct.

Q) It both wire barrel and insulation crimp die closures
meet the GO/NO-GQ gage conditions. the die closures
may be considered dimensionally correct.

iht 11 you find that the die closures o not conform with
the GO/NO-GO gage conditions. contact your local
AMP tieid representative.

PQASITION

9

"GO gage musi pass

compistely through
SUGGESTED PLUG GAGE DESIGN-WIRE BARREL CRIMP the die closure,
NO GO
DIE CLOSURE GO DIM. oM.
CONFIGURATION .—L...--a-- oiA. ~g" um_-:u--
' o “NO GO™ gage may
_Q__'TA" BIM ”:@-" enter partiaily, but
—" ’ 27 MIN. L.._..l mMust not pass
Tve compisiely through
DIE CLOSURE GAGE MEMBERT T thedie ciosurs.
TOOL DIM’'S. “A"Y DINCS. “8™ DIA.
NC. ao NO-GO G0 NO-GO
46282 MO0 G 1090 1150 1060-.1093 1148 1950
48284 MOD_ K 1190 1250 *190- 1193 | 12491250 Figure 10
47469 MOD. H 0830 0690 .DB30-. 0633 .0689. 0690
47616 MOD_ L 1080 1150 1090-1083 11481150 4.5 HEPLACEMEMT PARTS
:?s'mon' P 1% 120 11901193 | 12481250 It may be advantageous to stock certain reptaceable
75181 1690 1750 1690-.1633 | .1749-1750 parts to prevent ioss of productioh time. Figure 11
18237 lists the customer repiaceable parts that can be
Eo987MOD. A 08%0 2950 0650 00 ] ;e %0 purchased from AMP Incorporated, Harrisburg, PA
tDie ciosure dIMWNSIONS ANPIY when wire bartel jaws are bottomed. but 17105, or a whoily owned subsidiary of AMP Incor-
not under pressure. »

11 Matenal — Tool Stewi. Figure 8 porated.
PAGEGOF 7 1S 1411
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DETAIL A

It

-

&

1
N

A

P

5
p X
P*‘-‘Wﬂ

B

DETAIL B

CRIMPING HEAD NUMBERS & COMPONENT PART NUMBERS
ITEM OESCRIPTION ary. n:;;a.zc n:gf:.‘r( h:c;::.ou .:;53'5 L r:;sl;.rp 47518-1 48237 nfgsn?n
DETAILA | DETAILA | DETAILA | DETAILA | DETALA | DETAILE | OETAILB | DETAILA
JAW. INSULATION 1-45804-6 1-45804-7 47360 1-45804-6 1-45804-7 47771 48873 47961
2 JAW, INSULATION 1.45802-9 | 2-45802-0 473859 1-45802-9 | 2-45802-0 47772 18872 47960
3 LINK I06321-6 306321-8 306321-3 | 4-306221-7 § 4-306321-6 | 3-106322-5 I06322-9 | 6-306321-3
4 JAW NEST 47255-2 45358 1-45751-2 47255-2 45358 47563-2 475832 1-45751-1
5 LOCATOR 1 02993 45965-6 | 3-304052-6 302093 45965-6 303251 38659 303542
5 HSG. LOCATOR 102994 302994 302994 302934 302994 3282 - 302994
» SCREW 9-305927-1  |9-305927-1 | 3-306705-9 (9-305927.1 { 9-305927-1 | 6-206105-3 | 3-21016-6 | 9-305927-1
a SPRING 20 301201 301201 201201 10120 304373 - 301201
RING . RETAINING < 21045-6 21045-6 21045-6 21045-6 210456 300102 300102 21045-6
10 LINK 1 30632141 30683211 3-306321-3 3-306221-3 3-306321-3 3DE322-4 306322-4 | 3-306321-3
i JAW. ANVIL 1 472562 45357 1-85750-1 472562 45357 47564-2 47584-2 | 1-45750-0
12 RING, RETAINING a 21045-3 210453 27045-3 21045-3 21045-3 210456 210456 21045-3
I LEVER, TOGGLE 1 301395 301395 38043 18043 38043 38379 18379 38043
‘4 LINK, TOGGLE Z 38039 38039 38039 18039 380239 38380 38380 38039
& SFACEH 2 38779 38779 38779 38772 28779 38716 38718 3arre
6 AING ) 39208 39208 39208 29208 19208 — - 19208
7 PIN. ADJUSTMENT 2 303489 303488 39207 39207 39207 025 302015 39207
8 PIN. RETAINING 2 18781 38781 38781 38781 38781 300449 300449 38781
19 PIN. RETAINING 38783 38783 aara3 38783 38783 300448 300448 18782
0 PIN. RETAINING 2 18807 38807 38807 38807 18807 32651 28651 38807
1 PIN, PIVOT 1 39085 39085 39085 39085 39085 204 302014 39085
22 SPACER. LINK - —_ — - 02013 302013 —
2 SPACER. LINK 1 - - - - — 38662 38662 -
24 BRACKET ! - — - — — — 38660 —
B RING 2 - - - - — 302016 302018 -
Figurs 11
REL. DATE REV. DATE APPROVALS
naw oo | 000, e | QautFally
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