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2. CRIMPING PROCEDURE
1) Refer to the Table-1 and select wire of the specified

2)

3)

4)

3)

6)

size and insnlation diameter, applicable contact and
identify the appropriate crimp section according to the
markings on the tool.

Strip the wire to the length indicated in the Table-1,
taking care not to nick or cut wire strands.

Hold the tool so that the back (wire side) is facing
you,

Open the handles fully by squeezing tool handleg
together.

Holding the contact by the mating end, insert the

contact ~ insulation barrel first- throngh the front of
the tool and into the appropriate crimp section.
Position the contact so that the mating end of the
contact is on the locator side of the tool, and so that
the open "U" of the wire and insulation barrels face
the top of the tool. Position contact between crimps so
locator/insulation stop enters locator slot in contact.
Holding contact in this position, squeeze tool handles
together until insulation barrel anvil starts entry into
insulation crimper. DO NOT deform insulation barrel
or wire barre] at this moment.
Insert a properly stripped wire through the wire slot in
locator and into wire barrel of contact until insulation
butts against the locator/insulation stop. Holding wire
in place, squeeze tool handles together until ratchet
releases. Allow tool handles to open fully. Remove
crimped contact from tool.

3. INSULATION CRIMP ADJUSTMENT

The insulation barrel crimp height is controlled by the
insulation adjustment pin. To determine the proper
setting, place adjustment pin in number 3 position and
test crimp a contact using an UNSTRIPPED wire.
Check the insulation crimp by bending the wire back
and forth once. If the wire pulls out, set the adjustment
pin in the next smaller position. The crimp should
hold the insulation firmly without cufting into it.
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4. CRIMP HEIGHT INSPECTION
This inspection incorporates the use of a micrometer
with a modified anvil as shown in Fig. 4. Tyco can
supply the modified micrometer or drawing to modify
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the micrometer.
Crimp the contact in accordance with Crimping

RPREBLETOTBHLHETEN, Procedure. Using a micrometer, measure wire barrel
EEES2LHIEL. TOHEEFIRK—4 TFEL crimp height as shown in Fig. 4. If the crimp height
TWIEEHR T, does not conforms to that shown in the chart, the tool

b LARLTWRVWHE LA BE, 11
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should be made readjustment or repair by Tyco.

DAY NUWOY—ALABRIODRIZEES
Position pint on center of wire barrel
OppOosite seam. \ /
i~_-c
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Modified anvil
g AR FEs< (H) mm B B
TR yy—x | vvHL SIZE CRIMP HEIGHT APPLICATION
Tool No. SERIES | SYMBOL ) R A, SPECIFICATION
AWG mm WIRE BARREL
20 0.50~0. 56 1.20-1,37
20-18 18 0.75-0. 89 1.20-1.45
934877-1 : : - - 114-5052
(8-14 16 1.25~1.42 1.42-1,61
14 2.00-2.27 1.42-1.83

E2-4 F

ig. 4)
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5. DAILY MAINTENANCE
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Daily maintenance is important to keep good quality
production continnously. Proceed as follows;
Remove all foreign particles with a clean, soft brush,
or a clean, soft, lint-free cloth.

Make sure the proper retaining pins are in place and
secure with the proper retaining rings.

Make certain all pivot points and bearing surface are
protected with a thin coat of any good SAE#20 motor
oil. Do not oil excessively.

When the tool is not in use, keep the handles closed to
prevent objects from becoming lodged between the
crimping dies, and store the tool in a clean, dry area.
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6. PERIODIC INSPECTION
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1) Regular inspection should be performed by quality

2)

control personnel. A record of scheduled inspections
should remain with the tool and/or be supplied to the
tool. Through .recommendations call for at least one
inspection a month, the inspection frequency should
be based on the amount of use, ambient working
conditions, operator skill, and established company
standards. These inspections should be performed in
the following sequence,

Procedure of visual inspection

Close handles partially and remove all lubrication and
accumulated film by immersing the tool in a suitable
commercial degreasser that will not affect paint or
plastic material.

Make sure the proper retaining pins are in place and
secure with the proper retaining rings. If replacements
are necessary, refer to parts listed in Fig. 5.

Close the tool handles, then allow tool handles to open
freely. If they do not open quickly and fully, the
spring is defective and must be replaced.

Visual inspect the head assembly, with special
emphasis on checking for worn, cracked, or broken
dies. If damage to any part of the head assembly
evident, the tool must be repaired by Tyco.

7. REPAIR

Repair with the part that is not listed Fig. 5 must be
done by Tyco. Contact Tyco Head office, Sales office
or factories to send the tool for repair.
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