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Straight Action Hand Tool for New Motor Conn EP contact
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1. INTRODUCTION

This instruction sheet describes use

and maintenance of the hand tool(P/N1463328-1)
READ THIS INSTRUCTION CAREFULLY
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SERIES SIZE Y SYMBOL DIA LENGTH
2
oLk AWG mm mm mm
New Motor Conn A 20-18 0.53-0.86 1.8-2.8
1463328-1 20-16 1318912-3 .7-3.3
EP Contact B 16 1.25-1.37 2.3-2.8 2
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2. CRIMPING PROCEDURE

1)

2)
3)

4)

5)

6)

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.

Strip the wire in the length described in Table 1.
Hold the tool so that the backside of the tool (wire
insertion side) faces operator. Refer to Fig. 3.

If the Certi-Crimp Ratchet is not free, squeeze
handles until fully closed then handles will open.
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
the top of the tool. Position contact between crimps
so locator/insulation stop enters locator slot in
contact. 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.

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 use of a micrometer as shown in Fig.4.
Crimp the contact in accordance with Crimping
Procedure. 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
made readjustment or repair by TE .
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New Motor Conn A 20-18 0.53-0.86 0.96-1.10
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14633281 | " p Gontaot B 16 1.25-1.37 1.27-1.41 114-5303
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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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B-5(Fig.5)
T E D H4#R(SPECIFICATION) L ER S (SPARE PARTS)
<+3%(DIM.) EEWGT) | BHENO) HEESP/N) & 54 (NAME)
A 63.5mm 1 21045-3 or 720666-3 FA=07" Y% (RING,RETAINING)
B 290mm 550g 2 21045-6 or 720666-6 YF4=09 -4 (RING,RETAINING)
C 19.1mm
DERBREDFIE 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.5. 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.5 are customer-replaceable.

Parts other than those specified in Fig.5 must be replaced by
TE to ensure certification of the tool.
adjustment, replacement, you contact your local TE

For repair of tool,

head office, representative office, and sales office or
TE distributors.

COERISHICLVEREEINTHSY. EEICICLEESNE T,
EATOSETICREL T S FEEICER S B TS,

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

Rev A

4 of 4



