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Figure 1
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This instruction sheet provides information on product
application and maintenance and inspection
procedures for interchangeable crimping dies shown
in Figure 1.
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Basic instructions on the use of these dies are
provided in Section 2, DIE INSTALLATION AND
CRIMPING PROCEDURES; and Section 3,
MAINTENANCE AND INSPECTION PROCEDURES.

See Section 6, REVISION SUMMARY, for revision
information.
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Each set of dies consists of a moving die and a
stationary die. Refer to Figure 1.

1. Position the stationary die in the stationary die
holder. Secure the die with the die holding screw.
Do NOT fully tighten the screw.

2. Position the moving die in the moving die holder.
Secure the die with the die holding screw. Do NOT
fully tighten the screw.

3. Connect the air supply for the pneumatic tool

4. Actuate the pneumatic tool, or if the hand tool is
used, close the handles until the die bottom.

5. Tighten both die holding screws while the dies
are bottomed. Refer to Figure 2. The tool is now
ready for operation.
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The die assemblies have two sets of crimping dies as
shown in Figure 1. One set crimps the center contact,
and the other set crimps the braid ferrule. Both crimps
are made at the same time.

1. Prepare the cable and assemble the connector
crimp end onto the cable as described on the
connector instructions.

2. Place the jack or plug crimp end, assembled on
the stripped conductor, in the crimping dies as
shown in Figure 3.

�	� ���	�� ��	� �� ����� �� �� 
������ ��
�� �������� ���

3. Hold the cable in place and press the trigger or
close the tool handles to complete the crimp.

4. Remove the crimped assembly from the dies.

5. Screw the crimp end into the connector body.

Figure 3
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Tyco Electronics recommends that a maintenance
and inspection program be performed periodically.
This is necessary to ensure that continued use of the
dies will result in the same dependable and uniform
terminations for which the dies were designed.

Tyco Electronics recommends an initial frequency of
inspection of once a month. This frequency may be
adjusted to suit any requirements through experience.
The frequency of an inspection is dependent upon:

� the care, amount of use, and handling of the
dies

� the type and size of the products crimped
� the degree of operator skill
� the presence of abnormal amounts of dust and

dirt
� user established standards

All dies are thoroughly inspected before being
shipped from the factory, however, since there is a
possibility of die damage in shipment, Tyco
Electronics recommends that new dies be inspected
in accordance with this section upon arrival.
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Visually inspect the die closure surfaces
for broken, pitted, or chipped areas.
Although dies may gage within
permissible limits, worn or damaged die
closure surfaces are objectionable and
can affect the quality of the crimp.
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Every die set is inspected and tested for proper die
closure before being shipped from the factory. An
inspection should be performed periodically to
measure the center contact crimp configuration of all
die assemblies and braid ferrule die closure of the
dies listed in Figures 5 and 6.

Correct crimp configuration is determined by
measuring a crimped slug. Recommended material
for this slug is solid 14 AWG commercial wire.

Braid ferrule die closure inspection is accomplished
using GO NO–GO plug gages for all die assemblies
listed in Figures 5 and 6. Tyco Electronics neither
manufactures nor sells plug gages. However,
suggested plug gage designs are shown in Figures 5
and 6.

The following procedure is recommended for
measuring the die closures.
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1. Remove traces of oil or dirt from the crimping
area and wire slug to be crimped.
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2. Place the slug on the center contact die and
cycle the tool to complete the crimp.

3. Remove the slug from the dies and measure the
dimensions over “flats” formed in the dies. A typical
measuring device is shown in Figure 4.

4. If the dimensions do not conform to those listed
in Figure 4, contact your local Tyco Electronics
Representative.
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1. Remove traces of oil or dirt from the die closure
and plug gage members.

2. When using the pneumatic tool, reduce the air
supply pressure to a range between 15–20 psi.
Actuate the tool to bottom the dies without placing
additional pressure on the dies.

3. With crimping dies bottomed, check the braid
and insulation crimp die closure using the proper
plug gage. Hold the gage in straight alignment with
the dies and carefully try to insert without forcing
the GO element, and then the NO–GO element.
See Figure 7. The GO element must pass
completely through the barrel crimp die closure.

4. The NO–GO element may enter partially, but
must NOT pass completely through the length of
the barrel crimp die closure. See Figure 7.

5. Dies containing separate braid and insulation
dies require a gage of special design when the
braid crimp dies have a larger outside diameter
than the insulation crimp. See Figure 7, detail B.
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Figure 5
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Figure 6
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Figure 7
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6. To use this gage, open crimping dies and locate
end of gage member in the area between the
center contact dies and the braid crimp dies. The
shank of the member will be located in the
insulation die closure. See Figure 7, Detail B.

7. Bottom the dies and proceed as described in
steps 2 through 4 by putting the gage into the braid
crimp closure. The insulation die closure is
inspected in the same manner as shown for
single“O” crimp. Refer to Figure 7, Detail A.

8. If the die closures meet the GO, NO–GO gage
conditions, the dies may be considered
dimensionally correct. If you find that the die
closures do not conform with the GO, NO–GO
gage conditions, contact your local Tyco
Electronics Representative or call the Tooling
Assistance Center number at the bottom of page 1.
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The CERTI–CRIMP ratchet feature on Tyco
Electronics hand tools should be checked to make
certain that the ratchet does not release prematurely
allowing the dies to open before the dies have fully
bottomed. To check the ratchet feature:

1. Make a test crimp. When this crimp is made,
squeeze the handles until the ratchet is free,
however, DO NOT RELAX PRESSURE ON THE
TOOL HANDLES.

2. Bottoming is satisfactory if bottoming surfaces
of the dies make contact with each other or is the
clearance between the bottoming surface is
0.03 mm [.001 in.] or less.

3. If the 0.03 mm [.001 in.] shim stock can be
inserted completely between the bottoming
surfaces of the dies, the dies are considered as not
bottoming. Contact your local Tyco Electronics
Representative or call the Tooling Assistance
Center number at the bottom of page 1.
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It may be advantageous to stock certain replacement
parts to prevent loss of production time. Figure 8,
Figure 9, and Figure 10 list the customer replacement
parts that can be purchased from Tyco Electronics.

Order replacements through your local Tyco
Electronics Representative, or call 1–800–526–5142,
or send a facsimile of your purchase order to
1–717–986–7605, or write to:

CUSTOMER SERVICE (38–35)
TYCO ELECTRONICS CORPORATION
P.O. BOX 3608
HARRISBURG, PA 17105–3608

�� �������� �������

� Updated document to corporate requirements
� Deleted obsolete part numbers from tables in

Figures 1, 4, 5, 6, 8, and 9
� Deleted old Paragraph 3.3.3 and old Figure 8

and renumbered
� Added new information to tables in Figures 5

and 6
� Re–arranged Figures 8, 9, and 10
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Figure 8
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