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Double Action Hand Tool for 025 Tab / Rec, G-Tab contact
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TOOL P/N: 1463260-1
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1. INTRODUCTION

This instruction sheet describes use

and maintenance of the hand tool(P/N1463260-1)
READ THIS INSTRUCTION CAREFULL
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TOOLP/N | CONTACT | WIRE LP. CRIMP SIZE INSULATION | WIRE STRIP
SERIES SIZE SYMBOL DIA LENGTH
NIk AWG mm? mm mm
025 X-1318143-X 22-20 22-20 0.37-0.56 -
1463260-1 | Tab/Rec | 22-20 | x-1376607-X 25-35
G-Tab INS - - 1.10-1.60
X-1674075-X
F-1(Table-1)
X2 T HTOBFNAYERIBERBRLET, ‘X’ means one numeric number. When prefix
TV IAM0(E DDIGE T EBEINET, number is 0(zero) , prefix omitted.
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2. CRIMPING PROCEDURE

1) Direction of the contact support has to be united

2

~

3)
4)

5)

6)

7

8)

3.

according to the kind of the contact. When uniting
the direction, after making the contact support
float a little so as to turn it 180 degrees, you have
to confirm whether it is got into the slit right.
Crimping die marked "22-20" is for wire barrel
crimping and die marked "INS” is for insulation barrel
crimping. Wire barrel must be crimped prior to
insulation barrel crimping.

Strip the wire in the length described in Table 1.

Hold the tool so that the backside of the tool (wire
insertion side) faces operator. Refer to Fig. 3.

If the Cirti-Crimp Ratchet is not free, squeeze
handles until fully closed then handles will open.

Wire barrel crimping

Insert a contact into crimping die (marked "22-20")
from the front side of the tool so that the insulation
barrel is inserted first. During insertion, watch inside
of the die from backside of the tool. Proper contact
insertion position is to align the end of wire barrel to
surface of the crimping die or insert 0.2mm maximum
deeper into the die. Keep the contact in position and
squeeze handles until the crimper catches the barrel.
Do not crimp the terminal at this point.

Insert a stripped wire end to the wire barrel. Proper
position of the wire is to align the end of insulation to
the center of the locator slot. Keep the wire position
and squeeze handles until the ratchet is released.
Remove crimped terminal from the tool.

Insulation barrel crimping

Insert a contact into crimping die (marked "INS”) from
the front side of the tool so that the insulation barrel
is inserted first. During insertion, watch inside of the
die from backside of the tool. Proper contact
insertion position is to align the insulation barre! to
the center of the crimping die. Keep the contact
position and squeeze handles until the ratchet is
released. Remove crimped terminal from the tool.

CRIMP HEIGHT INSPECTION

This inspection use of a micrometer as shown in Fig.4.
Crimp the contact in accordance with Crimping
Procedurs, Using a micrometer, measure wire barrel
crimp height as shown in Fig4. If the crimp height does
not conforms to that shown in the chart, the tool
should be made readjustment or repair by TE.
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POSITION POINT ON CENTER OF WIRE BARREL OPPOSITE SEAM
2
ANVIL
X-4(Fig.4)
AR AR EREES (H) mm ‘
N CR[MI_’P HEIGHT R
IER V2 YIS UL SIZE
BE 7 i APPLICATION
TOOLNO | ¥)-& SYMBOL VUi
AR WG | YL SPEGIFICATION
WIRE BARREL
025 22-20 22-20 | 0.37-0.56 0.84-1.00 114-5250
1463260-1 | Tab/Rec, 114-5291
INS - - -
G-Tab 114-5032
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4. DAILY MAINTENANCE
Daily maintenance is important to keep good quality
production continuously. Proceed as follows;

1)Remove all foreign particles with a clean, soft brush,
or a clean, soft, lint-free cloth.

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

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

4)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.

5. PERIODIC INSPECTION

1)Regular inspection should be performed by quality
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.
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E1-5(Fig.5)
T E @ 4#%(SPECIFICATION) iR M (SPARE PARTS)
~+i%&(DIM.) EEWGT) | HENO) | #HHREBESE/N) B0 & % (NAME)
A 76mm 1 720666-3 YF4=UY - 1Jo4 (RING,RETAINING)
B 285mm 2 724794-4 YF4=09 - " /(PIN,RETAINING)
C 27mm 530g 3 720666-6 Y74=%"- Yoy (RING,RETAINING)
4 724794-8 JF4=09 - E"/(PIN,RETAINING)
5 913245-1 NN - 2729 (SPRING,HANDLE)
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2)Procedure of visual inspection

Close handles partially and remove all lubrication and
accumulated film by immersing the tool in a suitable
commercial degreaser 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 TE.

6. REPAIR

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