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Double Action Crimping Hand Tool for 025 Receptacle Contact
025 YT -a B9 R TIL-THaVFEITAR
TOOL P/N: 1276652-1

1. INTRODUCTION
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‘X’ means one numeric number. When prefix
number is 0(zero) , prefix omitted.
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2. CRIMPING PROCEDURE

1) Crimping die marked "22-20" is for wire barre!
crimping and die marked “INS” is for insulation barrel
crimping. Wire barrel must be crimped prior to
insulation barre! crimping.

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

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

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

5) Wire barrel crimping
Insert a contact into crimping die (marked “22—20")
from the front side of the tool so that the insulation
barrel is inserted first. During insertion, watch inside
of the die from backside of the tool. Proper contact
insertion position is to align the end of wire barrel to
surface of the crimping die or insert 0.2mm maximum
deeper into the die. Keep the contact in position and
squeeze handles until the crimper catches the barrel.
Do not crimp the terminal at this paint.

6) Insert a stripped wire end to the wire barrel. Proper
position of the wire is to align the end of insulation to
the center of the locator slot. Keep the wire position
and squeeze handles unti the ratchet is released.
Remove crimped terminal from the tool.

7) Insulation barrel crimping
Insert a contact into crimping die (marked "INS™)
from the front side of the tool so that the insulation
barrel is inserted first. During insertion, watch inside
of the die from backside of the tool. Proper contact
insertion position is to align the insulation barrel to
the center of the crimping die. Keep the centact
position and squeeze handles until the ratchet is
released. Remove crimped terminal from the tool.

3. CRIMP HIGHT INSPECTION
This inspection incorporates the use of a micrometer
with a modified anvil as shown in Fig.4. TE can supply
the modified micromster or drawing to modify the
micrometar.
Crimp the contact in accordance with Crimping
Procedurs. Using a micrometer, measure wire barrel
crimp height as shown in Fig.4. 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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5. BHMRE

Daily maintenance is important to keep good quality
production continuously. Proceed as Tollows;

1)Remove all foreign patticles 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 toel 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

DEHHICIEOREZITFL. BEDOHERIZTEIZ 1)Regular inspection should be performed by quality
DUTHEALTWLWDA. - TEFEEORERR  control personnel. A record of scheduled inspections
(HETRREBRAEMTREBALTEMNALLNTL  should remain with the tool and/or be supplied to the tool.
&5, BEWICA—BTRWNENLTOWETHERY Through recommendations call for at least one inspection
BLRBES., FEHORMED, 1-4-AITHMBIZ  a month, the inspection frequency should be based on the
BESHEEEZZMEL CEHREOHEEZRTEL  amount of use, ambient working conditions, operator skill,

TTEL

and established company standards. These inspections
should be performed in the following sequence.
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7. WETRE
EC: FJ0O-1110-99 #ERFIT
Rev A R—2 3 of 4 /N EYIRK

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 cpen
freely. If they do not open quickly and fully, the spring is
defective and must be replacsd. Visual 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. REPAIR

Repair with the part that is not listed Fig.6 must be done
by TE Head office, Sales office or factories to send the
tool for repair.

7. REVISION SUMMARY
Per EC FJ00O-1110-99 Initial release of instruction sheet
Rev A Page 3 of 4 Remove handle pressure.
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< S
B-5(Fig.5)
T E O #k(SPECIFICATION) T HMER S (SPARE PARTS)
<Hi&(DIM) BEEWGT) | BENO) | BRESEP/N) £ S &(NAME)
A 22mm 1 720666-3 HFA=U9 - U (RING,RETAINING)
B 280mm 2 7247944 F4=u9 - £ APINNRETAINING)
C 76mm 490g 3 720666-6 NFAZU9  UU9 (RING.RETAINING)
4 724794-8 US40 £ 4(PINRETAINING)
5 913245-1 MR A7) (SPRINGHANDLE)
QB RREDTE 2)Procedure of visual inspection

COEHFERICIYVEREEINTEY . REITGLERINET,
EFOBETICEAL T ERARXEICEBLEHLE TS,
This TE controlled document is subject to change. For latest revision call local TE representative.

Rev A 4 0of 4



