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DOUBLE ACTION HAND TOOL
FOR CRIMPING 250 SERIES, POSITIVE LOCK RECEPTACLES
250 ) —X-ROF4TAvH-YFT4HIBETIL-THLaVFEITRE

TOOL P/N: 918932-1
Restricted to JR and FTB.
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This instruction sheet covers crimping and mainte-
nance of TE Hand Tool P/N

Read this instruction sheet carefully before you
start operation.
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INTRODUCTION:

This hand tool has been designed to crimp contacts
shown in Fig. 6 onto stranded wires. The contacts
to be used for crimping should be purchased [rom
TE prepared in loose piece form (LP). Crimp Lhem

on appropriate size of wire accordingly.

PREPARATION:
(1) Before crimping, check to see if the contacl
you are to crimp is corresponding to the wire

size specified in Fig. 6.

(2) Wire insulation must be stripped to the length
specified in Fig. 2 & 6.
be taken to keep the correct lenmgth, and not

Reasonable care must

to nick or cut the conductors during stripping,

lest it should result degraded termination.

(3) The tool has two crimping dies as shown in Fig.
3. Select correct crimping section, depending
on the contact and wire size to be applicd.
When they are crimped in a wrong size die,
damage of tool may result, and degraded wire

crimp termination will occur.
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3. CRIMPING PROCEDURE (Refer to Fig. 3.)
(a) This tool has CERTI-CRIMP* Ratchet (hereafter
called ratchet) to regularize contact crimping
To open the handles, apply

handle pressure.
closing pressure to the handles, until the
ratchet releases.
(b) Looking straight into BACK of appropriate
crimp section, insert contact (insulation
barrel first) into FRONT of crimp section,
Position contact in crimpers so locator enters
locator slot in contact.
Hold contact in this position and squeeze
tool handles together until insulation
anvil starts entry into insulation crimper.
Do NOT deform insulation barrel or wire
barrel.
(c) Insert properly stripped wire through wire
slot in locator and into wire barrel of
contact, until insulation butts against

locator—insulation stop.

(d) Holding wire in place, squeeze tool handles
together until ratchet releases.
Allow tool handles to open FULLY and remove

crimped contact.
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4, INSULATION CRIMP ADJUSTMENT:

Insulation crimp height can be adjusted by
replacing insulation crimp height adjustment pins
to appropriate holes in the tool head.

To obtain proper height, insert unstripped wire in
crimping die, and with the pin applied in No. 3
Position, crimp contact on wire. If the wire is
loosed and removed when it is bent back and

forth, move pin to No. 2 Position and try a crimp.
If not, replace to No. | Position, and repeat
until proper adjustment is obtained.

The proper crimp height is defined that the wire
is securely held in insulation support without
damage of insulation.

Fig. 4

5. CRIMP HEIGHT INSPECTION:
This inspection requires the use of micrometer

as shown in Fig. 4.

When the crimp height is measured and is conform—
ing to the value shown in Fig. 4, the tool is
considered to be acceptable. When it is deemed it
is not acceptable, return the tool to AMP Factory,
and have it repaired accordingly (See Section 7.)

o0

DAILY MAINTENANCE:

[t is very important to keep the tool in good con-
dition by daily maintenance. In order to achieve
high productivity by continuous, normal operation,
effective maintenance control should be carried
out im operation in each shift.
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6.

DAILY MAINTENANCE:
[t is very important to keep the tool in good con-

dition by daily maintenance. In order to achieve
high productivity by continuous, normal operationm,
effective maintenance control should be carried
out in operation in each shift.
Perform as follows:
(1) Remove dust, moisture, and other contaminants
with a clean, lint-free cloth.
Do NOT use objects that could damage the tool,

(2) Make sure proper retaining pins are in place

and secured with the proper retaining rings.

(3) Make certain all pins, pivot points, and bear-—
ing surfaces are protected with a THIN coat of
any good SAE No. 20 motor oil. Do not il
excessively.

(4) When the tool is not in use, keep the handles
closed to prevent objects from becoming lodged
in the crimping jaws, and store the tool in a
clean, dry areas.

PERIODICAL INSPECTION:
(1) Regular inspection should be performed by
quality control personnel. A record of sched-

uled inspection should remain with the tool
and/or be supplied to supervisory personnel
responsible for the tool.

Though recommendations call for at least ome
inspection a month, the imspection frequency
should be based on the amount of use, ambient
working conditions, operator traiming and
skill, and established company standards.
These inspections should be performed in the

following sequence.
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T EoHH x #®! OB &
Tool Specifications Spare Parts List
~+ E B BE HeES T %
Dimensions Weight Item Part No. Description
A 2bmm 1 7206663 VF L= d -y vy
Retaining Ring
B 285mm 620g 2 7247944 VF A=y v 4.75mfE x 13, 2mEE
Retaining Pin (Dia.) L
C 76mm 3 7206666 VF L= ey
Retaining Ring
SLET AR B & 4 724795-2 YFAL= 7 - B 6.35mfE x 21, 3mnE
Rev. Approved Date Retaining Pin (Dia.) (L)
5 723744-1 RFY T e N FIVAE
Spring for Handle
6 913200-1 REY
Crimp Height Adjustment Pin
Fig. &
(2) BERREOFIE (2) Visual Inspection:
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Remove all lubrication and accumulated film by
immersing the tool (handles partially closed)
in a suitable commerical degreaser that will
not affect paint or plastic material.

Make certain all retaining pins are in place
and secured with retaining rings. If replace-
ments are necessary, refer to parts listed in
Fig. 5.

Close the tool handles until the ratchet
releases, then, allow handles to open freely.
If they do not open quickly and fully, the
spring is defective and must be replaced.
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ANy R TEVFV—2ABRT B, F Inspect the head assembly with special empha-
FAARALHCERRR-TEELELTY sis on checking worn, cracked, or broken jaws.
v, &<, OUENh. BEDPXIE If damage to any part of the head assembly is
BRERZVN, EI<HARTRET, LT evident, return the tool to TE for evaluation
DX D RREEHRE BN EBRTE BERE. and repair.
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3. & 8. REPAIR:
TEDOHEZELLSRIET B, Fig.b T Parts other than those specified in Fig. 6, must
BEhTWARAWREORR, BXOSHE, 7TH be replaced by TE to ensure certification of the
TEHEZUELT B4, TEQOTIHE ~ EE tool. When repair is necessary, return the tool
LTELWEEBEZZITTTEN, with a written description of the problem to:

EEEE., A, TETHREIESY OBEHF TE -Japan Head Office, Factory, or Sales Offices
HEFCREVLET, of your place by way of sales representatives.

(%) MATEREE: 114-5032-1 (Remarks:) Applicable Application Specification:
114-5032-1

BATARAME | EEHR WTFEE HWAEN HECIRE (ERYUER | ESRESERS
Hand Tool # 5 | Contact Part Nos. | Applicable | Insulation | Imsulation | (Fig.4 ZHB)
Part Nos. Crimp AV 2 TS Wire Size Stripping Diameter | Wire Barrel

Symbols Loose Length Crimp Height

Piece (See Fig, 4)

AWG (un?) nm mm A mm

918932-1 20-18 170265-4 (120) 5.0-6.0 2.2-2.8 1.40-1.53

0.5 0.586

20-18 1702654 (#18) 5.0-6.0 2.2-2.8 1.40-1.62

0.75-0.89

918932-1 16-14 1702654 (#16) 5.0-6.0 3.1-3.4 1.63-1.76

1.25-1.42

16-14 1702654 #14) 5.0-6.0 3.1-3.4 1.63-2.00

2.0 -2.27

Fig. 6
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This TE controlled document is subject to change. For latest revision call local TE representative.
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