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Foreword L SR
This British Standard provndes detalls of the requnrements
.of engine and instrument manufacturers and of aircraft
constructors and operators for crimping connectlons
-. . between cables and terminal ends or pin or socket -
contacts in the special thermocouple circuits used for

and the tool with Wthh the joint is to be made, are to be
declared in apphcatnons for type approval

2 References ]

.-: temperature indication. It deals with the completed joints ~ This standard makes reference to the fOIlOW"‘Q BfltlSh
A with reference to the cables, the terminations and the tools - Standards: - :
- . used in making the joints. Also, because satisfactory - 3G 100 General requxrements for eqmpment for use in
. - crimping is dependent upon the maintenance and setting of - aircraft
“tools, it contains recommendations for tests to confirm " Part1 ldentification and declarations

their serviceability, G 215 Thermocouple extension cables for aircraft

(nickel-chromium and nickel-aluminium)

Specification 3G 178 Crimped joints for aircraft electrical cables and

1. Scope wires,
This British Standard specifies the design requirements and
tests for the crimping of non-insulated terminations, of 3. Definitions ,

nickel-chromium or nickel-aluminium alloy, to the
stranded flexible conductars of nickel-chromium or nickel-
aluminium cables respectively, in such a manner that the

For the purposes of this British Standard the following
definitions apply.

thermoelectric integrity and constancy of resistance of a 3.1 crimped joint. A permanent connection formed by
thermacouple circuit are contained within prescribed crimping a terminal end or pin or socket contact of an
limits. The limiting ternperature of use of the crimped joint appropriate thermocouple material, e.g. nickel-chromium
will be defined by the insulation of the cable and will fall  ©OF nickel-aluminium, to its matching conductor.
within one of the groups 105 °c, 150 °C, 190 °C and 3.2 terminai end. A connecting device, of an appropriate
260 °C, although the metallic materials used in the crimped thermocouple material, with a barrel accommodating the
. joint will be the same for all groups. conductor of a thermocouple extension cable, with or
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without additional provision to accommodate the
insulation of the cable. A permanent joint between

" conductor and terminal is made, and the cable insulation
may be secured, by the ase of a crimping tooJ.

3.3 pin or socket contact. A contact, of an appropriate
thermocouple material, used in a plug or socket

" {receptacle) with a barrel at one end to accommodate a
cable conductor of matchmg material and with or "

3.5 crlmpmg. The physical compression ordeformatnon of

a conductor barrel round a conductor to make a mechamoa!

36, |nsu|atlon'su'p'port. The part of a terminal barrel mto
hlch_ the lnsulatlon of the cable enters and that by

IXR] Termmal ends and pln or socket contacts shall
e % comply with the requirements of the relevant
~ specification. It is essential that the strip or bar material
“used for the manufacture of termmatlons is of nlckel -
: ~chrom|um or nickel-aluminium of thermo-electric - LR
“properties against a platinum standard, or a nickel-
chromium or nickel-aluminium substandard, as specified -
in 2.3.1 of G 215. Tools shall be capable of cnmplng to
the requirements of this standard.

4.1.2 Terminal ends and pin or socket contacts shall be
designed to give a contact resistance compatible with the
appropriate matched conductor to which it is crimped.

‘4.1.3 The design of the terminal end or pin or socket
contact shall enable the adequate insertion of the cable
conductor in the completed crimped joint to be checked.

4.1.4 The manufacturers of the terminal ends or pin or
socket contacts shall provide a standard form of declaration
of design and performance as required by 3G 100: Part 1,
covering each type, size and material of component.

The declaration shall be based on tests made by an
approved testing authority and shall include particulars of
approved drawings, temperature range and known types
and sizes of cable, crimping tools and dies that may be
used to make crimped joints that meet the requirements of
this standard.

4.1.5 The approving authority shall be provided with
drawings containing the following information:

(a} in respect of terminal ends or pin or socket
contacts, their [imiting dimensions, materiai
specifications, hardness and thermo-electric properties,
and the sizes and types of cable for which they are
suitable;
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approvmg authority who may require a repetmon of any of
" the tests on the crimped ]omts :

.y care being taken not to sever or damage any strands.

- .shall be left clean and square. Should the lay ‘of the strands
- be disturbed, it may be reimposed by a light twist. . .

- insulation, Where the support barre! is deformed durlng

lnsulatlon support in one operation. .
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{b) in respect of the associated crimping tools, the
limiting dimensions, die references and, when applicable,
the tool settings, locators, positioners or turrets
appropriate to the various combmatlons of conductors
and terminations;

(c) an identification code to dlstmgulsh nickel- chromlum
from nickel-aluminium termlnatlons,

Tt (d) the proposed method of gauging of the crlmpmg tool.

. Changes in any of these features shall be notified to the

- 4.2 Cnmped joints

4.2.1 Preparation. Cable ends shall be strlpped of msulatlon
in accordance with the manufacturer’s recommendation,

~ All insulation shall be removed from the strlpped porti'on
- of the conductor. After stripping, the énd of the conductor

The conductor shall be free from contamination
immediately prior to assembly W|th the termmatlon

'4.2.2 Form -7~ o g

4 2.2.1 Termlnal ends shall lnclude a barrel so de5|gned
- that it will enclose and support the OUtSlde of the cable

ithe crimping operation to form an insulation support the
= action of the tool shall effect the conductor crimp and the )

4 2.2.2 The joint shall be formed by a tool that Wl”

" (a) correctly locate and control the posmon of the "~
_ crimp on the barrel; - -

{b) not release the termination until the conductor
-~ ~crimp has been correctly formed;

{c) not axially deform pin or socket contacts or
increase the effective diameter along the length of the
crimped section to a greater degree than is permttted
in the connector specification; .-~ ~7o ..

(d) during the formation of the conductor crlmp, apply

the appropriate mark, where required by 4.2.5, to
indicate the die or tool that has been used;

@

{e) not fracture the terminal end or cause any rough or
sharp edges or flash.

4.2.2.3 Tools shall be marked with the manufacturer’s
name and serial number. Dies for a particular tool should
be interchangeable in other tools of that type. Where they
are not interchangeable they shall be marked to identify
the tool for which they are suitable,

4.2.2.4 The gauging method shall be declared on the
approved drawings and provision made for the use of test
gauges or test bars.

4.2.3 Dimensions. The averall dimensions of the
completed joints shall comply with the requirements of
the relevant specification.

4.2.4 Strength. The mechanical strength of the completed
joints shalf fulfil the requirements of the tests specified in
clause 5

4.2.5 Marking. The completed joint should, where
practicable, be marked in accordance with the code
declared in the approved drawings to identify the size of
the crimping tool or die. Such marking, which shall be

applied during the formation of the crimo, maDﬂcumentS

embossed or indented.
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