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PROPER USE GUIDELINES

Cumulative Trauma Disorders can result from the prolonged use ofmanually 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 III 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:

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

S 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.

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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Figure 3

3.2. Ferrule

1. Insert the crimped center contact into the
connector body until the cable dielectric butts
against the dielectric inside the connector body.
The flared braid will then fit around the support
sleeve of the connector body.

2. Slide the ferrule forward over the braid until the
ferrule butts against the shoulder on the connector
body.

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.

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

5. Remove the crimped assembly.

4. INSPECTION

4.1. Visual Inspection

Inspection of the crimping dies should be made on a
regular basis to ensure that they have not become
worn or damaged. Inspect the crimp sections for
flattened, chipped, worn, or broken areas. If damage
or abnormal wear is evident, the dies must be
replaced. Refer to Section 5, PARTS
REPLACEMENT.

4.2. Measuring Die Opening

The die assembly will perform correctly as long as:

a. the product specified is correct for the
application,

b. the specific die assembly is used,

c. the die assembly has been measured to
ensure that the openings are correct, and

d. the tool has been adjusted correctly.

Figure 5 provides information on die opening sizes.
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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 III Series Hand
Criming Tool may be used in this tool; however,
the ratchet adjustment wheel may require
adjustment to achieve acceptable crimp height.

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
S Updated document to corporate requirements
S New logo

Figure 5

5.28 mm + .10
[.208 in. + .004]

6.10 mm + .10
[.240 in. + .004]

.043 in. +.003
--.001

1.09 mm +.08
--.03

.050 in. +.003
--.002

1.27 mm +.08
--.05
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Данный компонент на территории Российской Федерации 

Вы можете приобрести в компании MosChip. 

    

   Для оперативного оформления запроса Вам необходимо перейти по данной ссылке: 

      http://moschip.ru/get-element 

   Вы  можете разместить у нас заказ  для любого Вашего  проекта, будь то 
серийное    производство  или  разработка единичного прибора.   
 
В нашем ассортименте представлены ведущие мировые производители активных и 
пассивных электронных компонентов.   
 
Нашей специализацией является поставка электронной компонентной базы 
двойного назначения, продукции таких производителей как XILINX, Intel 
(ex.ALTERA), Vicor, Microchip, Texas Instruments, Analog Devices, Mini-Circuits, 
Amphenol, Glenair. 
 
Сотрудничество с глобальными дистрибьюторами электронных компонентов, 
предоставляет возможность заказывать и получать с международных складов 
практически любой перечень компонентов в оптимальные для Вас сроки. 
 
На всех этапах разработки и производства наши партнеры могут получить 
квалифицированную поддержку опытных инженеров. 
 
Система менеджмента качества компании отвечает требованиям в соответствии с  
ГОСТ Р ИСО 9001, ГОСТ РВ 0015-002 и ЭС РД 009 
 
 

      

            Офис по работе с юридическими лицами: 
 

105318, г.Москва,  ул.Щербаковская д.3, офис 1107, 1118, ДЦ «Щербаковский» 
 
Телефон: +7 495 668-12-70 (многоканальный) 
 
Факс: +7 495 668-12-70 (доб.304) 
 
E-mail: info@moschip.ru 
 
Skype отдела продаж: 
moschip.ru 
moschip.ru_4 
              

moschip.ru_6 
moschip.ru_9 
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