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PROPER USE GUIDELINES

Cumulative Trauma Disorders can result from the prolonged use of manually powered hand tools. Hand tools are intended for occasional use and low
volume applications. A wide selection of powered application equipment for extended-use, production operations is available.
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1. INTRODUCTION

Hand Crimping Tools 46673, 46673-1, and 46988 are used to crimp high-temperature and heat-resistant
STRATO-THERM terminals and splices onto wire sizes 22 through 14 AWG.

. NOTE
1 | Al dimensions on this document are in metric units [with U.S. customary units in brackets]. Figures and illustrations are for
identification only and are not drawn to scale.

Reasons for reissue of this instruction sheet are provided in Section 7, REVISION SUMMARY.

2. DESCRIPTION

Each hand tool features an indenter crimping jaw, an anvil crimping jaw, locator, two insulation crimping
adjustment pins, and a CERTI-CRIMP hand crimping tool ratchet control. The hand tool has the wire size
marked on the BACK side of the tool. The locator positions the terminal or splice between the crimping jaws.
The insulation crimping adjustment pins are used to regulate the crimp height of the insulation barrel sleeve.

The hand tool ratchet ensures full crimping of the terminal. Once engaged, the ratchet will not release until the
tool handles have been FULLY closed. See Figure 1.

. NOTE
1 The crimping jaws bottom before the CERTI-CRIMP hand crimping tool ratchet control releases. This design feature ensures
maximum electrical and tensile performance of the crimp. Do NOT re-adjust the ratchet.

3. CRIMPING PROCEDURE

1. Strip the wire using the recommended strip-length dimensions provided in Figure 2.

TOOL WIRE
SIZE (AWG) INSULATION RANGE STRIP LENGTH
46673 ot 2.67-3.56 [.105-.140]
46673-1 1.29-3.56 [.051-.140] 5.16-5.94 [.203-.234]
46988 16-14 3.05-4.32 [.120-.170]

Figure 2
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2. To open the crimping jaws, close the tool handles until the CERTI-CRIMP hand crimping tool ratchet
control releases. Not that the tool handles cannot be opened until they are FULLY closed.

3. Push the locator up and, from the FRONT side of the tool, insert the terminal or splice wire barrel
sleeve into the crimping jaws making sure that the edge of the wire barrel sleeve rests against the
locator. See Figure 3 and Figure 4.

4. Close tool handles just enough to hold the terminal or splice within the crimping jaws.
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CAUTION
Closing the tool handles too tightly will deform the terminal or splice.

5. Insert wire conductor through the insulation barrel sleeve and into the wire barrel sleeve until it is flush
with the outer edge of the wire barrel sleeve. See Figure 3 and Figure 4.

NOTE
The wire barrel sleeve on high-temperature terminals and splices is color-coded orange. Heat-resistant terminals and splices
are not color-coded. Refer to Figure 5.
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6. Hold wire in place and close the tool handles FULLY to crimp the terminal or splice. Allow tool handles
to open FULLY. Remove the crimped terminal or splice from the crimping jaws.

7. To crimp the other half of the splice, reposition the uncrimped sleeve in the crimping jaws as
described in Step 3. Follow Steps 4 through 6 to complete the crimp.

NOTE
If the splice cannot be turned around to position the uncrimped sleeve in the crimping jaws, turn the tool around.

i @

8. Inspect the crimp. Refer to Figure 6 for a properly crimped terminal and splice. Check the insulation
grip on the crimped terminal or splice. Refer to Section4, INSULATION CRIMPING ADJUSTMENT.

The hashmark code on the bottom of the wire barrel sleeve created by the tool should match the hashmark code referenced
with the appropriate tool. See Figure 6.
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4. INSULATION CRIMPING ADJUSTMENT

The hand tool has three insulation crimping adjustment positions to adjust the wire insulation grip: 1-Tight, 2-
Medium, and 3-Loose. To obtain the desired insulation grip, proceed as follows:

1. Insert insulation crimping adjustment pins into Position 3 as shown in Figure 1.
2. Position terminal or splice in crimping jaws as described in Section 3, Step 3.

3. Insert an UNSTRIPPED wire into only the insulation barrel sleeve of the terminal or splice.
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4. Perform a test crimp as described in Section 3, Step 6. Remove the crimped terminal or splice and
check the insulation support. Bend the wire back and forth once. The insulation barrel sleeve should
retain grip on the wire insulation. If the wire pulls out, move the insulation crimping adjustment pins to
the next tighter position (Position 2) and proceed to Step 5. If the wire does not pull out, the pins are
properly adjusted and the tool is ready for crimping.

5. Perform another test crimp as described in Step 4. Adjust pins, as necessary, until the desired
insulation grip is obtained. Do not use a tighter setting than is required.

NOTE
The insulation crimping adjustment pins must be located in the same adjustment position.

i @

5. MAINTENANCE AND INSPECTION PROCEDURE

It is recommended that a maintenance and inspection program be performed periodically to ensure dependable
and uniform terminations. Frequency of inspection should be adjusted to suit your requirements through
experience and depends on:

® The care, amount of use, and handling of the hand tool.

® The presence of abnormal amounts of dust and dirt.

e The degree of operator skill.

® Your own established standards.

The hand tool is inspected and calibrated before being shipped; however, it is recommended that the tool be
inspected immediately upon arrival to ensure that the tool has not been damaged during shipment.

5.1. Daily Maintenance

1. The hand tool should be immersed (handles partially closed) in a reliable commercial degreasing
compound to remove accumulated dirt, grease, and foreign matter. When degreasing compound is
not available, tool may be wiped clean with a soft lint-free cloth. Do NOT use hard or abrasive objects
that could damage the tool.

Make certain that the retaining pins are in place and that they are secured with retaining rings.

3. All pins, pivot points, and bearing surfaces should be protected with a thin coat of any good SAE 20
motor oil. Do not oil excessively.

4. When the tool is not in use, keep handles closed to prevent objects from becoming lodged in the
crimping jaws. Store the tool in a clean, dry area.
5.2. Lubrication

Lubricate all pins, pivot points, and bearing surfaces with SAE 20 motor oil as follows:
e Tool used in daily production - lubricate daily.
® Tool used daily (occasional) — lubricate weekly.
e Tool used weekly — lubricate monthly.

Wipe excess oil from tool, particularly from crimping area. Oil transferred from the crimping area onto certain
terminations may affect the electrical characteristics of an application.

5.3. Visual Inspection

1. Close tool handles until ratchet releases and then allow them to open freely. If they do not open
quickly and fully, the spring is defective and must be replaced. See Section 6, REPLACEMENT AND
REPAIR.

2. Inspect head assembly for worn, cracked, or broken jaws. If damage is evident, return the tool for
evaluation and repair. Refer to Section6, REPLACEMENT AND REPAIR.

5.4. Gaging the Crimping Chamber

This inspection requires the use of plug gages conforming to the dimensions provided in Figure 7. TE
Connectivity does not manufacture or market these gages.
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Configuration ~ "% Min. Typ
HAND GAGE ELEMENT DIMENSIONS HAND GAGE ELEMENT DIMENSIONS
TooL GO NO-GO | “R” (Radius) | TOOL GO NO-GO “W” (Width) Max
46673 1.499-1.506 1.648-1.651 46673 0.762-0.770 1.267-1.270
46673-1 [.0590-.0593] | [.0649-.0650] 1 571062 46673-1 [.0300-.0303] | [.0499-.0500] 3,05 [120]
46988 1.702-1.709 | 1.851-1.854 T 46988 1.016-1.024 | 1.521-1.524 T

[.0670-.0673] | [.0729-.0730] [.0400-.0403] | [.0599-.0600]

To gage the crimping chamber, proceed as follows:

Figure 7

1. Remove traces of oil or dirt from the crimping chamber and plug gages.

2. Remove locator assembly.

é CAUTION

DO NOT lost spring in locator assembly.

3. Close the tool handles until the crimping jaws have bottomed. Do NOT force jaws beyond initial

contact.
4.

Align the GO element with the wire barrel section of the crimping chamber. Push element straight into

the crimping chamber without using force. The GO element must pass completely through the

crimping chamber. See Figure 8.
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But Not Under £~
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Figure 8

Align the NO-GO element and try to insert it straight into the same section of the crimping chamber.

The NO-GO element may start entry, but must not pass completely through the crimping chamber.

See Figure 8.

Re-install locator assembly.

Insert tool insulation crimping adjustment pins into Position 1.
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8. With crimping jaws bottomed, check the insulation barrel section of the crimping chamber as
described in Steps 4 and 5.

If the crimping chamber conforms to the gage inspection, the tool is considered dimensionally correct, and
should be lubricated with a THIN coat of any good SAE 20 motor oil. If not, the tool must be returned for further
evaluation and repair. Refer to Section6, REPLACEMENT AND REPAIR.

For additional information regarding the use of a plug gage, refer to Instruction Sheet 408-7424.

5.5. Ratchet Inspection

The ratchet feature on the hand tools should be checked to ensure that the ratchet does not release
prematurely, allowing the jaws to open before they have fully bottomed. Obtain a 0.025 mm [.001 in.] shim that
is suitable for checking the clearance between the bottoming surfaces of the crimping jaws. Proceed as follows:

1. Select the maximum size wire for the tool and a terminal or splice.
2. Position the terminal or splice and wire between the crimping jaws as described in Section 3.

3. Hold wire in place and squeeze tool handles until the ratchet releases. Hold the handles in this
position, maintaining just enough tension to keep the jaws closed.

4. Check the clearance between the bottoming surfaces of the crimping jaws with the 0.025 mm [.001 in.]
shim. If the clearance is 0.025 mm [.001 in.] or less, the ratchet is considered satisfactory. If the
clearance exceeds 0.025 mm [.001 in.], the ratchet is out of adjustment and must be repaired. Refer to
Section 6, REPLACEMENT AND REPAIR.

6. REPLACEMENT AND REPAIR

Customer-replaceable parts are listed in Figure 9. Parts other than those listed should be replaced by TE to
ensure quality and reliability. For customer repair service or to order replacement parts, call 1-800-522-6752, or
fax your purchase order to 717-986-7605, or write to: Customer Service (038-035), Tyco Electronics
Corporation, PO Box 3608, Harrisburg, PA 17105-3608.

7. REVISION SUMMARY

e Updated document to corporate requirements
e Changed dimensions in table in Figure 2
e Added new information to table in Figure 9
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7.6[3.00]
(Closed)

REPLACEMENT PARTS QTY PER TOOL
ITEM NO. PART NO. DESCRIPTION 46988 46673, 46673-1

1 21045-3 RING, Retaining 4 4
2 1-23619-6 PIN, Retaining 2 2
3 39364 SPRING 1 1
4 2-23620-9 PIN, Retaining 1 1
5 21045-6 RING, Retaining 2 2
6 39207 PIN, Insulation Crimping Adjustment 2 2

305363 LOCATOR 1
! 91307-1 LOCATOR 1
8 302994 HOUSING, Locator 1 1
9 9-305927-1 SCREW 1 1
10 301201 SPRING 1 1

Figure 9
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O6LLecTBO C orpaHMYeHHON oTBETCTBEHHOCTBIO «MocHuny WMHH 7719860671 / KIMNM 771901001
Appec: 105318, r.Mockea, yn.LLlepbakoBckas 4.3, odmc 1107

[aHHbIn KOMMNOHEHT Ha TeppuTopun Poccuinickon depepauumn

Bbl MoxeTe npuobpectu B komnaHun MosChip.

[lnsa onepaTtuBHOro ocdopmnenus 3anpoca Bam HeobxoomMmo nepenT No faHHON CChISKe:

http://moschip.ru/get-element

Bbl MoxeTe pa3mecTuTb Y Hac 3aka3 and nboro Bawero npoekTa, 6yab To
cepuiiHoe Npomn3BOACTBO MM pa3paboTka eguHUYHOro npubopa.

B Hawem acCcCopTnMeHTe npencTasiieHbl Begywmne MmpoBblie NMPoOnN3BOANTENIN aKTUBHbIX U
NacCUBHbIX 3JTIEKTPOHHbIX KOMIMOHEHTOB.

Hawen cneumanusauuen sBnseTcs NOCTaBKa 3N1EKTPOHHOMW KOMMOHEHTHON 6a3bl
OBOWHOro Ha3HayeHus, npoaykummn Takmx npounssoantenen kak XILINX, Intel
(ex.ALTERA), Vicor, Microchip, Texas Instruments, Analog Devices, Mini-Circuits,
Amphenol, Glenair.

CoTpynHMyecTBO € rnobanbHbIMU OUCTPUOLIOTOPaMN 3NEKTPOHHBIX KOMIMOHEHTOB,
npegocTraBnseT BO3MOXHOCTb 3aKa3blBaTb 1 MOfly4aTb C MEXAYHAPOOHbIX CKNaaos
npakTuyecku nobon nepeyeHb KOMNOHEHTOB B ONTUMarbHble aAnsa Bac cpoku.

Ha Bcex aTanax pa3paboTKu 1 NPOM3BOACTBA HalLW NapTHEPbI MOTYT NOMy4YnTb
KBanumunpoBaHHy NOAAEPXKY OMNbITHbIX UHXEHEPOB.

Cuctema MeHeXMeHTa KayecTBa KOMNaHum oteevaeT TpeboBaHNAM B COOTBETCTBUM C
rOCT P MCO 9001, TOCT PB 0015-002 n 3C P, 009

Odomc no pabote c OPUANHECKUMU NTULLAMMU:

105318, r.Mockea, yn.lWepbakosckaa a.3, ocdomc 1107, 1118, AL, «LUepbakoBcKkuniny»
TenedoH: +7 495 668-12-70 (MHOrokaHanbHbIN)
dakc: +7 495 668-12-70 (006.304)

E-mail: info@moschip.ru

Skype otaena npogax:
moschip.ru moschip.ru_6
moschip.ru_4 moschip.ru_9
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