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Straight Action Hand Tool for Dynamic contact D3-3L
AA4F3v9 D3-3L AR —b-7HLaVFEITR

TOOL P/N: 937315-1
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1. INTRODUCTION
This instruction sheet describes use
and maintenance of the hand tool(P/N237315-1)
READ THIS INSTRUCTION CAREFULLY
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X-353717-X(REC) 16 16 1.23-1.42 3.1-33
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9373151 D3-sL 6-1 X-353718-X(TAB) 14 14 1.94-2.20 3.3-38
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‘X' means one numeric number. When prefix
number is 0(zero) , prefix omitted.

©2014 Tyco Electronics Japan G.K.,
a TE Connectivity Ltd. Company
All Rights Reserved

TE logo is a trademark.

* Trademark A axL ) ko=

7 A VxR A4, TE Connectivity Ltd. 7 /L—>7

Other products, logos, and company names might be trademarks of their respective owners.

lof4

LOoCB




TE

connectivity

IikEREAE

Instruction Sheet

411-5818

2. EEDFIE

1) #-1 2SBLER. MT.ERTIY(ADER
B ERENDET

2) #-1 [ZRTRSICBROWBWEENEZET,

3) E-3 &SI TENEAI(BRFAR) A FHIIC
FKESICLTHBET,

4) $-74- YU EHRPEE LS FEBRLTOELDE
&, TEDNNVE—IFZBACSEREET,

5) TEDQZERMISBRIIAOAGTEIREHD,
FAIMDEHEBEMZ BELICLT, IVIIVET (AN
[ZBALET, Sy DT Tar-451049 00—
4 AyMoBREBMBICAVINEEHLERDE4
DBEYDT-R=BBLOTET AV EF DAL
BTETCREBELGANASAMIEEEIL T, &5
HNoun O hzh TN A-T-RET—BIED
9,

g7-3

LOCATOR
JUZIN

B<#LDID CRIMPER

PUSH SLIGHTLY

E4-4(Fig.4)

AP0
CONTACT
PoE L
ANVIL

6) WERHELEEEOERBE-IOTEELTE
BEBBIZEBALEYT, RBEEISOT-2-1002
b=y AW IS Mo T > T-FIAEIELIETY
BB FOEERBFLT. FFMRABESLEIE
TN ERODHDEEEIITETLEY .
NYVEBBWTEZFSh-HFERYBLTTS

(A

3. CHRBEESIDRE
FEESRERIZE-S ITRT&IBBuELIIn4
-3&FERALET,
TE ik, - HFLBESh b1 ¥ -ICITREI(I0,-4
# RBEERLETH. Sus SnHGEICEFEE
AEEREREHLEFTOTEBRLE TSIV,
EEESLHEL. FOAEENLR-5 [c&BLTY
hiEEIETT . LLARLTLWEWEER I EEESR
B FE3BEETINENHYETOTECRE
LTTEL,

2. CRIMPING PROGEDURE

1) Refer to the Table—1 and select wire of the specified
size and Insulation diameter, applicable contact and
identify the appropriate crimp section according to
the markings on the tool.

2) Strip the wire in the length described in Table 1.

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

4) f the Certi-Crimp Ratchet is not free, squeeze
handles until fully closed then handles will open.

5) Holding the contact by the mating end, insert the

contact — insulation barrel first — through the front
of the tool and into the appropriate crimp section.
Position the contact so that the mating end of the
contact is on the locator side of the tool, and so
that the open"U"of the wire and insulation barrels
face top of the tool. Position contact between
crimps so locator/insulation stop enters locator slot
in contact.
And push the contact toward the locator slightly as
shown Fig4. Holding contact in this position,
squeeze tool handles together until insulation barrel
anvil starts entry into insulation crimper. DO NOT
deform insulation barrel or wire barrel at this
moment.

6) Insert a properly stripped wire through the wire slot
in locator and into wire barrel of contact until
insulation butts against the locator/insulation stop.
Holding wire in place, squeeze tool handles together
until ratchet releases. Allow tool handles to open
fully. Remove crimped contact from tool.

3. CRIMP HEIGHT INSPECTION
This inspection incorporates the use of a micrometer with
a modified anvil as shown in Fig5. TE can supply the
modified micrometer or drawing to modify the micrometer.
Crimp the contact in accordance with Crimping
Procedure. Using a micrometer, measure wire barrel crimp
height as shown in Fig.5. 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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7 AWG i YN UL SPEGIFICATION
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16 16 123142 1.34-152
9373151 b3-3L 14 14 1.94-2.20 157-1.76 114-5148
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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 from 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) Quality control personnel should inspect the tool periodically.

A record of scheduled inspections should remain with the tool
and/or be supplied to the tool. Through recommendable 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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T B O (SPECIFICATION) I ER S (SPARE PARTS)
~Hik(DIM.) EEMWGT) | IHEMNO) HBRBEBP/N) B G B (NAME)
A 63.5mm 1 21045-3 or 720666-3 JF4=04" - YoH (RING,RETAINING)
B  290mm 570g 2 21045-9 or 720666~9 JF4=v9" - Y4 (RING,RETAINING)
C 191mm
)ERBREDFIH 2)Procedure of visual inspection
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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.6. 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. 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. REPLACEMENT AND PEPAIR

The parts listed in Fig.6 are customer-replaceable. Parts
other than those specified in Figh must be replaced by
TE to ensure certification of the tool. For repair of tool,
adjustment, replacement, you contact your local TE
head office, representative office, and sales office or

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