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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

Dual-Action Hand Crimping Tool 47150 (shown in
Figure 1) crimps Series 53 Insulation Piercing Taper
Pins 42004, 42004-1, 41506, 41676, and other taper
pins onto unstripped wire sizes and insulation
diameter ranges listed in Figure 2. Read these
instructions completely before using the tool.

Dimensions in this instruction sheet are in
millimeters [with inches in brackets]. Figures are
not drawn to scale.

NOTE

Reasons for reissue of this instruction sheet are
provided in Section 6, REVISION SUMMARY.

2. DESCRIPTION (Figure 1)

The tool features three crimping chambers, each
marked on the front side of the tool head with the wire
insulation diameter range accepted. The jaws making
up the head include an anvil on which the taper pin
rests for crimping, and a crimper. The ratchet ensures
a completed crimp by not releasing until the handles
have been fully closed.

DO NOT adjust the ratchet. The ratchet is
pre-set to release after the jaws have bottomed,
ensuring maximum electrical and tensile
performance of the crimped taper pin.

CAUTION

3. CRIMPING PROCEDURE

Select wire of the specified size or type and insulation
diameter range shown in Figure 2.

Typical Insulation Piercing

Taper Pin
Wire Barrel
0
Pin B B .
inBody jr Unstripped
P Wire
Insulation Piercing
Feature
C Qs Tool Crimping
Wire Size : ;
Wire Insul Dia Range Chamber
(AWG) or Type Marking
24-22 1.52 [.060] or Smaller .045-.060
20 1.55-1.78 [.061-.070]
.061-.070
2049 Tinsel 1.30-1.93 [.051-.076]
1895 Tinsel 1.78-2.03 [.070-.080] .071-.080

Figure 2

Proceed as follows:

1. Hold tool with back (wire side) facing you.
Squeeze handles together, fully releasing ratchet
to open crimping jaws.
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2. Center wire barrel of taper pin in the appropriate
crimping chamber on the anvil jaw of the tool. See
Figure 3.
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Figure 3

3. Hold taper pin in position, and close jaws just
enough to hold the taper pin in place without
deforming the wire barrel.

4. Insert wire into wire barrel so that its end is
between the wire barrel and the pin body. Squeeze
tool handles together until ratchet releases, and
remove crimped taper pin.

5. Visually inspect the crimp according to the
following:

* Taper pin body is not damaged in any way

* Wire barrel seam is completely closed with no
evidence of loose wire stands

* Wire insulation and conductor is visible
between taper pin insulation barrel and wire
barrel

* Wire insulation is not cut or broken

* End of wire is laying flat and extending through
front end of wire barrel

4. MAINTENANCE AND INSPECTION

The procedures that follow have been established to
ensure the quality and reliability of the tool.

4.1. Daily Maintenance and Cleaning

1. Clean foreign particles from tool using a soft,
clean, lint-free cloth or brush. Make sure all pins
and retaining rings are secured in their proper
places.

2. Coat all pins, pivot points, and bearing surfaces
with a THIN coat of any good SAE 20 motor oil. Do
NOT oil excessively.

3. When not in use, store tool with handles closed
in a clean, dry area.

4.2. Periodic Inspections

Tool should be inspected upon arrival and at regularly
scheduled intervals, and results recorded, by quality
control personnel. AMP recommends the following
inspection procedures be performed once a month;
work environment, company standards, or amount of
tool use may dictate more frequent inspections.

A. Visually Inspect Tool

1. Remove all lubrication and accumulated film by
immersing the tool in a commercial degreaser that
will not damage paint or plastic.

2. Check for missing or defective pins or retaining
rings. Replace as necessary (see Section 5,
REPLACEMENT AND REPAIR).

3. Close handles until ratchet releases. With
handles fully open, carefully inspect the ratchet
assembly and crimping surfaces of jaws.

(o \I} [o]\@ Worn, cracked, pitted, or chipped crimping

surfaces, or other obvious wear or damage to the
tool jaws or ratchet requires removal of the tool
from service. For customer repair service, refer to

Section 5, REPLACEMENT AND REPAIR.

B. Gaging the Crimping Chambers

This inspection requires the use of a plug gage
conforming to the dimensions provided in Figure 4.
Tyco Electronics does not manufacture or market
these gages. For further information on plug gages,
refer to 408-7424.

To gage the crimping chamber, proceed as follows:

1. Remove traces of oil or dirt from the crimping
chambers and plug gage.

2. Close tool handles until jaws are bottomed, and
hold in this position. Do not force beyond initial

contact.

3. Carefully insert GO element into the crimping
chamber; do not force it. The GO element must
pass completely through the crimping chamber.
See Figure 4.

4. In the same manner, try to insert NO-GO
element into the same crimping chamber. The
NO-GO element may begin entry, but may not
pass through the crimping chamber. See Figure 4.
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Suggested Plug Gage Design

GO NO-GO
Diameter Diameter
_L _L = — 7 ,_Nﬂ__ _+_
O _CI( ()M 0
KN : 2 — D
19.05 [.750] —=
Jaw Cl Min Typ
law Closure
Configuration Q
Tool Crimping Gage Element Diameter
Chamber Marking GO NO-GO
.045-.060 1.96 [.077] 2.1 .083]
.061-.070 2.16 [.085] 2.31[.091]
.071-.080 2.591.102] 2.741.108]
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completely through the partially, but must not pass

crimping chamber. completely through the
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Figure 4

If crimping chambers conform to 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, refer to Section 5, REPLACEMENT
AND REPAIR for customer repair service.

C. Ratchet Inspection

The ratchet on CERTI-CRIMP hand tools should be
checked to ensure that the ratchet does not release
prematurely, allowing the crimping jaws to open

before they have fully bottomed. Obtain a 0.025 [.001]

shim that is suitable for checking the clearance

between the bottoming surfaces of the crimping jaws.

Proceed as follows:
1. Select a test wire and taper pin.

2. Insert shim between bottoming surfaces of jaws
(not in crimping area), and hold the shim in
position. Crimp the taper pin to the wire according
the instructions in Section 3; but instead of allowing
tool handles to open, hold the handles closed,
maintaining just enough pressure to keep the jaws
bottomed.

3. Check clearance between jaw bottoming
surfaces by attempting to remove the shim. If shim
slides from between jaws, ratchet is out of
adjustment, and must be repaired (see Section 5,
REPLACEMENT AND REPAIR). If shim cannot be
removed from jaws, ratchet is satisfactory. Lightly
lubricate jaw surfaces using any good SAE 20
motor oil, and return the tool to service.

5. REPLACEMENT AND REPAIR
Customer-replaceable parts are listed in Figure 5.

A complete inventory should be stocked and
controlled to prevent lost time when replacement of
parts is necessary. Parts other than those listed
should be replaced by Tyco Electronics to ensure
quality and reliability. Order replacement parts
through your Tyco Electronics representative, or call
1-800-526-5142, or send a facsimile of your
purchase order to 717-986-7605, or write to:

CUSTOMER SERVICE (038-035)
TYCO ELECTRONICS

PO BOX 3608

HARRISBURG PA 17105-3608

For customer repair service, please contact
1-800-526-5136.

6. REVISION SUMMARY

Revisions to this instruction sheet include:

* Applied the TE logo;
¢ Updated the document requirements to the
current corporate requirements.

Rev G

Tyco Electronics Corporation

3of4



Dual- Action Hand Crimping Tool 47150

408-1615

Collar (Inside,

Replacement Parts

Item Number Part Number Description Qty Per Tool
1 1-23619-6 PIN, Straight Grooved 2
2 21045-3 RING, Retaining 4
3 21045-6 RING, Retaining 2
4 39364 SPRING, Hold Down 1
5 2-23620-9 PIN, Straight Grooved 1
Figure 5
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[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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