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PRO–CRIMPER III Hand Tool Assembly 224928–1
consists of Die Assembly 224928–2 and
PRO–CRIMPER III Hand Tool Frame 354940–1. The
die assembly consists of two crimping dies. Read
these instructions thoroughly before crimping any
connectors.

Reason for revision is provided in Section 9,
REVISION SUMMARY.

The tool features a tool frame with a stationary jaw
and handle, a moving jaw, a moving handle, and an
adjustable ratchet that ensures external strain relief
crimping. The tool frame holds a die assembly with a
seating chamber and two crimping chambers.

The die assembly features an indenter die and an 
anvil die.

Die retaining pins and die retaining screws are used
to position and secure the dies in the tool frame.
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Figure 2

1. Open the tool handles and remove the two die
retaining screws from the tool jaws.

2. Place the anvil die so that the chamfered side
faces outward when mounted in the moving jaw of
the tool frame.

3. Insert the two die retaining pins.

4. Insert the die retaining screw through the jaw
and through the anvil die, and tighten the screw
just enough to hold the die in place. Do not tighten
the screw completely at this time.

5. Observe the wire insulation diameter markings
on the indenter die. Place the indenter die so that
the crimping chamber to be used is facing outward
when mounted in the stationary jaw of the tool
frame.

6. Insert the two die retaining pins.

7. Insert the die retaining screw through the jaw
and the indenter die, and tighten the screw just
enough to hold the die in place. Do not tighten the
screw completely at this time.

8. Carefully close the tool handles, making sure
that the anvil and indenter align properly. Continue
closing the tool handles until the ratchet in the tool
frame has engaged sufficiently to hold the anvil

and indenter in place, then tighten both die
retaining screws.

9. To disassemble, close the tool handles until the
ratchet releases, remove the two die retaining
screws, and the four die retaining pins, and slide
the anvil and indenter out of the tool jaws.

Assemble the modular plug connector according to
Application Specification 114–6016. Insert the
external strain relief into the modular plug as shown in
Figure 3, Detail A, and proceed as follows:

1. Squeeze tool handles together and allow them
to open fully.

2. Position the modular plug assembly in the
seating chamber on the anvil die as shown in
Figure 3, Detail B. Make sure that the external
strain relief faces the indenter die and that the
support barrel does not enter the seating chamber.

3. Hold the modular plug assembly in position and
squeeze the tool handles together until ratchet
releases. Allow tool handles to open and remove
the modular jack assembly.

4. Position the modular plug assembly in the
crimping chamber on the anvil die so that the
opening in the external strain relief support barrel
faces the indenter die. Make sure the back of the
modular plug butts against the edge of the die. See
Figure 3, Detail C.
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5. Holding the modular plug assembly in place,
squeeze tool handles together until ratchet

releases. Allow tool handles to open and remove
crimped modular plug assembly.

6. Check the external strain relief for a proper
crimp as shown in Figure 4. If necessary, adjust
the crimp height as described in Section 5, CRIMP
HEIGHT ADJUSTMENT.

Figure 3

Figure 4
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The crimp nest may be removed and rotated 180° to
accommodate two sizes of insulation. Dimensions for
these wire insulation sizes are shown in Figure 5.

Figure 5

1. Remove the lockscrew from the ratchet
adjustment wheel.

2. With a screwdriver, adjust the ratchet wheel
from the back of the tool.

3. Observe the ratchet adjustment wheel. If a
tighter crimp is required, rotate the adjustment
wheel COUNTERCLOCKWISE to a
higher–numbered setting. If a looser crimp is
required, rotate the adjustment wheel
CLOCKWISE to a lower–numbered setting.

4. Replace the lockscrew.

5. Make a sample crimp and visually check the
crimp height (refer to Figure 4). If the crimp is
acceptable, replace and secure the lockscrew. If
the crimp is unacceptable, continue to adjust the
ratchet, and again measure a sample crimp.

Ensure that the tool and dies are clean by wiping
them with a clean, soft cloth. Remove any debris with
a clean, soft brush. Do not use objects that could
damage the tool. When not in use, keep handles
closed to prevent objects from becoming lodged in
the crimping dies, and store in a clean, dry area.

The crimping dies should be inspected on a regular
basis to ensure that they have not become worn or
damaged. Inspect the crimping chambers for
flattened, chipped, worn, or broken areas. If damage
or abnormal wear is evident, the tool must be
replaced. See Section 9, REPLACEMENT.

Figure 6

9.  REPLACEMENT

Customer–replaceable parts are shown in Figure 1. 
If the dies are damaged or worn excessively, they 
must be replaced.

• Updated document to corporate requirements 
• Rebranded to CommScope 
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