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Straight Action Hand Tool for

Dynamic D-3 (S), D-3 (M), D-3 (L) contacts

H4+3v4 D-3(S), D-3 (M), D-3 (L) BRFL—FF7HSaVFEITE
TOOL P/N: 919600-1, 919601-1, 919602-1

EYETREROER PROPER USE GUIDELINES

FHTRALRIFE E 3. RECED #AT 5 & Ak Cumulative Trauma Disorders can result from the prolonged use
ICRAEE5A5IeMb0ET, TEOFHITRIZ.,  of manually powered hand tools. TE hand tools are intended
¥, e, PREBOBIZEALTTEL, TER  foroccasional use and low volume applications. TE offers a

BEROBEREMFICES L3 BRI R. Al wide selection of powered application equipment for extended-

WL TEh 2T, use, production operations.
TEDIEHE
Front Side of Tool
EEE
Crimping Chambers
Y=F4 YV T5F 2y K+
CERTT-CRIMP* Rachet
THAMEFR CERTT-CRIMP* Rachet
F7YEML (Sf@h& 4 X) Anvils (Movable Dies)
oY vs3 (BIEX 4 RX) Crimpers (Fixed Dies)
& JiviE-F Applicable Contact
T(?;‘l%l\l%m%er =R (F4R) v 7% Contact Number
Series(Size) Y4z Receptacle #7 Tab
919600-1 D-3(S 175216 175287
919601-1 D-3 (M) 175217 175288
919602-1 D-3 (L) 175218 175289
Fig. 1
=4 0% ] 1, INTRODUCTION

ZOEBRHABIEFiIgUIRENDIAMP* Y4+ 3 o
ID3FTRUY T EFAEET A FHEST This instruction sheet covers the use of TE Hand Crimping
B (BF 919600-1,919601-1,919602-1)DEURIZD  Tool 919600-1, 919601-1 and 919602-1 which crimp AMP

WTHEAT5EDTT,

Dynamic D-3 loose-piece tab and receptacle contacts
1k A7 4R SR % ) e listed in Fig.1.
2, READ THIS INSTRUCTION MANUAL CAREFULLY
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7 FREA SN AMOTEREICIITERENSA
fpxhcungEd,

TJAY - Ay THEOUr—2i3av 42+ %
F4ABNCHNBERD L, BEMBIYF2 MZEL
CABKS BT E ¥, R, a2 )
NDuy—2Z2ay McADZEF, TV FIIE
BRNY FARRGWEE Ry — 2432 T,
EFHshkarzs b EROBELEL LET,

Y—=F4 oYV T - FF 1y b E—EBLES &
EBENFET T2 ETH MLtk TEd,

BEE v 090 5
Fxy FBRIT AE1IC ET AL
3, JhiZEFREIBRN,
WA BB ORBIZK B & 512888t
ERTVBARTY, 7Fxy Mid
LTEBERTHEBLAVLWTT X,

Dimensions on this sheet are in metric

units (U.S. customary equivalents in
backets)

2. DESCRIPTION

The tool features two fixed dies (crimpes), two movable
dies (anvils), a contact support a locator /insulation stop
and a CRERI-CRIMP* Ratchet.

The FRONT side of the tool, into which the contact is
inserted,has the tool number marked on it.

The locator/wire stop positions the contact between the
dies and aids in locating the wire in locator slot. The
ejector pulls the locator down and ejects the crimped
conatct whern the tool handles are fully closed.

The CERTI-CRIMP* Ratchet assures dull crimping of
the contact. Once it engages, the handles cannot be
opened, unless the handles are closed to the bottom,
where the correct crimping is achieved.

The crimpings dies bottom before the
CERTI-CRIMP ratchet releases. This
design feature assures maxiumum
dlectrical and tensile performance of
the crimp. DO NOT re-adjust the
rachet.

BREFENEZES mm

Wire Stripped Length W
3.8-48 2 r

Fig.2
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I EEDOFEIH
WESERYAXOBREBFLBIRUEY,
BRY M T LHEENRRI V22 VOEBAT
BELTTF &V, Fig2iciRL =B X cE@RAE 5
FRELTTFEn, B ZOR. B8:U-
BT LEVnESICERLTTF XL,
UTOFHETEFLTTF X,

L. TROVmAS ksl kH5icTBAF
T’%')‘(Tébso

2NV ENERBDIF 2y PERKRL, BE
A AEBACTTFEN,

. TRE\EAPSIVEI DAV AL—V g
YRV 2 P EBALTTX
W, 20 b8 R ETtayr—an
A x7 DUy —22A0y9 MIZABZES
ICNBRDLTCTE N, gr—3ang4 x
LESI -7 BEBALTTE WY, Figd
20,

4. a5 b EREBLEZENYFLEY
B PR ENIBEICESTT &,

CEE © OIS STV 2 S DL Y AL
=Yg VL A, T4 XLNE
BREERENTT X,

5. B E LB BOSSEor— 20T %
BLUTERESSICHAL T, BENE
BOFy—F 4y ab—=Ya3y - Rby
T B STk - 7= AEEME T3,

6. BREZOTIIHRIELT, 5Fx v M2
BRENBZETHY FLEKDDOT B LES
BETULET,

TNV FAEBOTESE SN -BTF4EOH
LTTF &N,

3.CRIMPING PROCEDURE3.CRIMPING
PROCEDURE

Refer to Fig.2, and select wire of the specified size and
insulation diameter. Strip the wire to the length indicated
No not cut or nick the wire strands. Select an applicable
loose piece centact, and identify the appropriate crimp
section.

Proceed as follows:

1.Hold tool so that BACK (wire side) faces you,

2.0pen the dies by squeezing tool handles together

until CERTI-CRIMP* ratchet release.

3.Insert contact insulation barrel from the FRONT side
of the tool into the crimping chamber. Position the
contact on the crimpers so that the locator/wire stop
enters the contact locator slot.

4. Holding the contact in place, squeezing the tool
handles together just enough to hold the contact in the
crimping chamber. Do NOT deform insulation barrel
or wire barrel.

NOTE Do NOT deform the contaact insulation

barrel or wire barrel

5.Insert stripped wire through locator and into the
contact wire barrel until insulation butts against
locator/wire stop.

6.Holding the wire in place, squeeze tool handles
together until CERTI-CRIMP ratchet releases.

7.Allow tool handles to open FULLY and remove
crimped contact from tool.

vr—%
Locator

(AELVEHTFHME

Good position

ZV) oi—
Crimper

TEN

Ffﬁ‘cj;F’MWﬂ

(B)E Vi FHLEBad
position

Fig.4
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TROKM (714 18)

Back of tool (Wire side) \

E#LE
Crimp symbol ~—
RS 1 X )

Wire size Q Y

By —¥— L YALYa Xty

Locator/Insulation Stop —_

HRME LLEA
Stripped Wire.

IAMBEO -2 AOTAVY—RDy }

Wire slot in locator

AVEr Y —-XE
Contact series

TEOERM (757 M)
Back of tool (Contact side)

Iy rH—-}
Contact support

avyyh
Contact

aryrbryy—-xX%
Contact series

LREA LS

Wire barvel
Qy—4s—20y bk (X2 })
Locator slot (In contact)

Fig.5

4, R - KBRFIE

RELELOCEEREE#RT 3 -0 B
KRT - RBEITSBERERRLET, $&L<
LA 1ERAREToTTFEY, /-, /&
ROBBIBLTORFEEZZERLRELCT X

by,

1 ERBEE. EEES

2. ERES (R, B

3. fERBDOREE

4. B O R EFORRE

LREMFARNCHE, REINWTHD 328,
BAROS A -V ERET B LOICAFHRTS
RETZ L AHRRLETY,

41 HERR

LAY FAES LB UCTIE A BIBHNCE U HER
REE, 7V 2 E2%EEL T, BIBRIFEIBE
3. 5L TEPEEVWT 2 ATIERL 2
W T TR, TEAED 3 LS5 A8
B 7 v RBAEIIEDLEWTT &,

2NTA=ZY TNV TBELLEVEED TS
PIEELTTF X,

3. 2TOY Y, By, BEmIcESAHULTT
Wy, HHISAE#20H U OB A ER L., {7
4 Eaxukd5icgEBLTTI N,

4 TEREZFEHLAWL ZRZ XA RIZITINALKL
VRNV FALRAU. BRTHEL 2B
‘:ﬁgLT_Fé’l}o

4. MAINTENANCE/INSPECTION

TE recommends that a maintenance program be
performed periodically to ensure dependable and
uniform termination. Since there is a possibility of tool
damage in shipment, new tools should be inspected
when received in your plant. Tools should be inspected
at least once a month. Frequency of inspection is depend
upon:

(1) The care, amount of use, and handling of the tool.

(2) The type and size of the products crimped.

(3) The degree of operator skill

(4) The presence of abnormal amounts of dusts and

dirt.
(5)Your own established standards.

4.1 Daily Maintenance
(1) Hand tool should be immersed (handles partially

closed) in a reliable commercial degreasing
compound to remove accumulated dirt, grease, and
foreign matter. When degreasing compound is not
available, tool may be wiped clean with a soft, lint-
free cloth. Do not use hard or abrasive objects that
could damage the tool.

(2) Make certain that the retaining pins are in place and
that they are secured with retaining rings.

(3) All pins,pivot points, and bearing surfaces should
be protected with a THIN coat of any good SAE 20
motor oil. Do not oil excessively.

(4) When the tool is not in use, keep handles closed to
prevent objects from becoming lodged in the
crimping dies. Store the tool in a clean, dry area.
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IZRE>THEMUTT XN,
BHEEZEALTW 284 SHIH
BHRIFEEFERL TV 384 FEH
HiZ 1 EEEFEEL W 3184 S H 0
RADHMBHKER > TTF X0, BIZESSIZSE
SGOMPBHFELTCE LESHBICERELR
EFoLeBrnEd,

4.2 Periodic Inspection

A Lubrication

Lubricate all pins, pivots points and bearing surfaces

with a good grade S.A.E. #20 motor oil.as follows:
@Tools used in daily production - Lubricate daily
@Tools used in daily (occasional) - Lubricate weekly
@Tools used in daily weekly - Lubricate monthly

When excessive oil from tool, particularly from
crimping area. Oil transferred from the crimping area
onto characteristics of an application.

B. Bk

LYV FAMETF 2y FRBRT S5 ECEHL.
NY FLE—RICHEES, LAY AR
2L =ZI—IZEDPEBABNY FAD
ATY Y ITBFL A2 THBOTOED [EH |
ERBUTEBELTL XY,

2. EEX A 2 E BRI TR, B, 0Uvghs
BEVWHIRELTTX W, & LAIEELS
NITEBHTCOBAERBETCTOTEERELD
TE A+, XM, B -3RBEICHH
L2 TF&u,

B Visual Inspection

(1) Close tool handles until ratchet releases and then
allow them to open freely. If they do not open
quickly and fully, the spring is defective and must be
replaced or repaired. Return the tool to TE for
revaluation and repair

(2) Inspect the head for worn, cracked, or broken area.
If damaged is evident, return the tool to TE for
sevaluation and repair.

CEHEBEZ (V71 L) ki

ZDRERITS 7=DICI3Fig.6 © & 5 LRIELBO

vAouA-2RBELETNIEDERA,

INVTINfywA4sat—-2 L LTiHiREAh

TVWETOTHERIITCIBAOLHEHLCT
T,

1. 220 Ve BRUEBSEOEHAEEOEK
DBRIA ZDEDERCATTX U,

2. 3HD [EFFIE] #2WLCaras M iC
BREEZFELTTF X0,

3. ¥4 20X -4 TFigblcVESS X 5%
LTTF &, fIEENFigsD#ETH LT

C Crimp Height Inspection

This inspection required the use of a modified crimp
height comparator with a modified anvil as shown in
Fig.6.

(1) Refer to Fig.3. and select a contact and a wire
(maximum size) for each crimp section listed in the
chart.

(2) Refer to Section 3, CRIMPING PROCURE, and
crimp contact accordingly.

(3) Using a crimp height comparator, measure the wire
barrel crimp height as shown in Fig. 6. If the crimp

BOEEBSRELVEELIb TS, B L.
HEEAEABE L AVWIEAE, TEA %4
3R UEHIE, BE A TT XLy, 5D
(2] 22HBLTTE,

height conforms to that height, the tool is considered
dimensionally correct. If not, the tool must be
returned to AMP for evaluation and repair. See
Section 5, REPLACEMENT AND REPAIR.

For additional information concerning the use of the
crimp height comparator, refer to TE Instruction sheet
[408-7424] .

VA Z7uA - ZRDERFRIZOLTIE, S
WHEAE [4087424] ISFEMIR B> T g7,
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TATYNL VDY - LEAOPRIZELL
Position point on center of wire barrel opposite ||
wET7VEN
ANVIL
BRIAR HeZ PR | BB Crimp Height “H [mm]
TRAME -2 0 |ERmRS o o T
Tool Number| Series(Size) Symbol Ire vize Ins. Dia TNV (VR =vavnv
AWG [mnt] [mm] Wire Barrel |Insulation Barrel
28 |0.08~0.09 0.67-0.96
28-26 0.8~1.2 1.66
919600-1 | D-3(S) 26 |0.12~0.15 0.67-0.98 &%)
24 24 10.20~0.22| 1.0~1.4 | 0.84-1.03 | 1.71(&%)
24 24 {0.20~0.22| 1.2~1.6 | 0.90-1.08 | 2.45(&)
919601-1 | D-3(M 22 10.30~0.35 97-1.
™Mt 2020 01 1r~ap [22TLI |y g0
20 | 0.50~0.56 0.97-1.24
20 |0.50~0.56 1.05-1.22
20-18 1.8~2.8 2.92(3
919602-1 | D-3(L) 18 |0.75~0.89 Loz | 0B
16 16 |1.25~1.42| 2.2~2.8 | 1.35-1.52 | 3.05(&%)
Fig.6

DY—-F4 VYT - 5F v b ORE
TEQOFHIRICHNTHwEY—-F 42
T 5F ey bEIEXA ZAMNERICEAT BRICH
BEhixnwltiERESIh AT hiZsn e
o A XADBRESF 2 v T30
0.025mm®dD ¥ & (FTEMF— V) Z2UFHL TL
TOFIETRELTT X4,

L. TEOHEAEBHRY A XDRAOBREI V4
7 b ERBUCHERLUTT X0,

2. 3 HD [EEFFIE] KR h3ESFHIza >
2o P EEREELY PUTTEN,

3. BRERBLEEE. NV FAREDIF
v PEBRUTTEN, TOR%ZOEEIFL R
BEALTHB LNV FALAESTWTTX
Ly,

4. ¥4 ZADY =T BEE DT EBAEF 2 v
ZLUTT &0, TEMP0.025mm T ¢ hid
(YA hil) SF v MZBEELH
EUTHET, T 2E20.025mmd Dk E 05
AIXFBEEHELETAEEDEYA, 6HD
[EE] #2BLTTE,

D CERTI-CRIMP* Ratchet Inspection

The CERTI-CRIMP* ratchet feature on hand tools
should be checked to make sure certain that the ratchet
does not release prematurely allowing dies to open
before they have fully bottomed.

To check ratchet feature:

(a) Make a test crimping a properly stripped #8 AWG
wire and a terminal. When this crimp is made,
Squeeze handles until the ratchet is free, however,
DO NOT RELAX PRESSURE ON TOOL
HANDLES.

(b)Bottoming is satisfactory if bottoming surfaces of the
wire barrel crimp dies make contact with each other
or if the clearance between the bottoming surfaces is
0.025mm or less.

(c) If the 0.025mm shim stock can be inserted
completely between the bottoming surfaces of the
wire barrel crimp dies, the dies are considered as not
bottoming. Contact your local TE representative.

Rev E
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43 FETHOER 4.3. Maintenance of Hand Tool

FHTREHEAL LV, HEREBEHICRELT
TE, FBEL USRS TERT 520,
FHTRITECROFO., XOZLE65FDT
Eu,

(a) TEABT/ED, "yv—fRbYIcHELL
WTTF &,

(b) FiglicmR L7-LIStDSmF2BER LD, 8
OEEBUNTHRTFEEZFLEVTTE N,

() ¥V, ¥Fy F SOEFELSICIZERD
(SAEN0.20%) BEa#HHmE X LTT &,

() TEOERBIIESPLFICE VW Ehnk
HTHROWT, EUREIT e 00K, 5T
B LB, EFEFA ALBIZTHANAL W
EINYVFLEBRUTETT &V,

5. &8
Fig.5 1277 U728 R 6 FRRIC T gg ¢,
BEHEBEZREICT3-DICHBREEERT
HEHCZTMAT &0, ThlSoPRiEmE.
BRAME A MR T 2 - UHIC TXRBBEEL
kR
TROBEE, HE, ZRIPIOWAIZEL TIE,
S OFM. XIE, BENE AIREEICKE
ULDITTaEN,

‘When not in use, keep the tool in a clean, dark place.For
keeping reliable performance of the tool, care mast be
taken to handle it moderately.

The following cautions should be observed.

{a) Do not throw nor drop the tool onto the floor, nor
strike things with tools.

(b) Avoid crimping terminals of the sizes other than
instructed, as shown Fig.1.

(c) Apply a thin coat of machine oil of good quality,
which is equivalent to SAE #20, to the bearing
surfaces, but do not oil excessively.

(d) Remove dirt and greasy foreign matters from the
tool with the use of soft, lint-free cloth wiping off
gently. After use wipe the die surfaces, and close the
handles for preventing foreign matters from entering
into the die.

5. REPLACEMENT AND REPAIR

The parts listed in Fig. 9 are customer-replaceable. A
complete inventory can be stocked and controlled to
prevent lost time when replacement of parts is necessary.
Parts other than listed should be replaced by TE to
ensure quality and reliability of the tool.

Order replacement parts through your TE

representative. Send the tool with a written description
of the problem to your TE representative.

[ 0 ~\°_|© O 63.5 mm
o -
v 3o § &
SCASGCEN N |
N\ V4
1) (2
O 2900 w
—19. 05mn
. v__x
 » ~—— 'l rm— ettt — |
NO. | #MRAEF i E HE
Part No. Descriptions Q'ty
1 21045-3 V74 =212 Ring, Retaing 4
2 21045-9 Y74 =2 Y27 Ring, Retaing 2
Fig.7

COEHIFHHICKVERERINTEY . REICHLEEENET,
R OYETICEL T SHAZEICBBLELE TSN,

This TE controlled document is subject to change. For latest revision call local TE representative.
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