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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

PRO-CRIMPER Il Hand Crimping Tool 58433-1
(Figure 1) is designed to crimp 50-Ohm Commercial
BNC and TNC plugs and jacks onto RG 58/U, RG
59/U, and RG 62/U cable.

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

2. DESCRIPTION (Figure 1)

The tool features a replaceable die assembly
(58435-1) with two ferrule crimp sections and two
center contact crimp sections. The crimp sections are
marked to identify the cable sizes used with the
connectors as follows:

* RG 58/U crimp sections (center contact and
ferrule) are identified by the number “58”
located below the crimp section.

* RG 59/U and 62/U crimp sections (center
contact and ferrule) are identified by the
number “59” located below the crimp section.

3. CRIMPING PROCEDURE (Figure 2)

3.1. Center Contact

1. Slide the ferrule onto the cable, then strip the
cable according to the dimensions in the
appropriate connector instruction sheet.

2. Slide the center contact onto the center
conductor of the cable; then insert the contact
assembly into the contact crimp section of the dies.

Make sure that the flange on the end of the
center contact butts against the crimping die. See
Figure 3.

NOTE

3. Crimp the center contact by holding the contact
and cable in place; then close the tool handles until
the ratchet releases.

4. Remove the crimped center contact.
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3.2. Ferrule 4.2. Measuring Die Opening
1. Insert the crimped center contact into the The die assembly will perform correctly as long as:
connector body until the cable dielectric butts

against the dielectric inside the connector body. a. the product specified is correct for the

The flared braid will then fit around the support application,

sleeve of the connector body. b. the specific die assembly is used,

2. Slide the ferrule forward over the braid until the c. the die assembly has been measured to
ferrule butts against the shoulder on the connector ensure that the openings are correct, and

body. _

d. the tool has been adjusted correctly.
3. Place the ferrule on the approriate anvil of the
die assembly so that the shoulder on the connector
body butts against the die. See Figure 4.

Figure 5 provides information on die opening sizes.

Crimping Ferrule

)

Crimping Shoulder On

Die (Ref) \ Connector Body
4. INSPECTION

Butts Against Die
4.1. Visual Inspection %

4. Holding the assembly in place, close the tool
handles until the ratchet releases.

]

5. Remove the crimped assembly.

il
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/4 ™. Ferrule On
Inspection of the crimping dies should be made on a _ ém %f Die
regular basis to ensure that they have not become Typical RF ping
worn or damaged. Inspect the crimp sections for Connector (Ref)

flattened, chipped, worn, or broken areas. If damage
or abnormal wear is evident, the dies must be
replaced. Refer to Section 5, PARTS

REPLACEMENT. Figure 4
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4.3. Ratchet Adjustment

The ratchet mechanism features an adjustment wheel
with eight settings. The adjustment wheel controls the
amount of handle pressure exerted on the tool jaws
and crimping dies during crimping. If the crimp is not
acceptable, adjust the ratchet as follows:

1. Sufficiently loosen the screw at the ratchet
adjustment wheel so that the wheel can be rotated

above the post that engages the teeth in the wheel.

2. If the crimp is too loose, turn the wheel to a
higher notch (for example, if the wheel is set at
notch no. 5, move the wheel to notch no. 6). If the
crimp is too tight, move the wheel to a lower notch.

3. Tighten the screw at the ratchet adjustment
wheel.

If the crimp cannot be made to conform to the
dimensions provided in the appropriate product
application specification, the tool and/or dies are
defective and must be replaced.

Other dies of the PRO-CRIMPER Ill Series Hand
Criming Tool may be used in this tool; however,
the ratchet adjustment wheel may require
adjustment to achieve acceptable crimp height.

NOTE

5. PARTS REPLACEMENT

Customer-replaceable parts are shown in Figure 1.
Available separately, PRO-CRIMPER III Repair Kit
679221-1 includes a variety of pins, rings, screws,
and springs. If the dies are damaged or worn
excessively, they must be replaced. Order the repair
kit and replaceable parts through your TE
Connectivity Representative, or call
1-800-526-5142, or send a facsimile of your
purchase order to 1-717-986-7605, or write to:

Customer Service (38-35)
Tyco Electronics Corporation
P.O. Box 3608

Harrisburg, PA 17105-3608

6. REVISION SUMMARY

* Updated document to corporate requirements
* New logo
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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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